Name ___________________________

Instructor’s O.K. ___________________

VALVE SEAT GRINDING

tc \l1 "VALVE SEAT GRINDING
Have one student from the group check off each of the following as you perform them.    Student’s name: ___________________________

____1) Mount the head on head stands.

____2) Crack checks completed?
Yes _____  No _____

____3) Warpage checks completed
Yes _____  No _____

____4) All guide work completed?
Yes _____  No _____

Note:
Repairing the guides after grinding the seats will cause the seats to be shifted off-center.  The seats will have to be re-ground.

____5) Seats thoroughly cleaned of all dirt and carbon?
Yes _____  No _____

Note: This is done first, or the grinding stone will load up, preventing cutting.

____6) Select a stone with and angle equal to the proper valve face angle (usually 45().  It should be approximately 1/8” larger than the diameter of the valve head.


Face angle _____(
____7) Dress the stone using fast enough strokes so that the stone does not become glazed.

Caution: Use a face shield.  These stones can explode!

Do not remove too much of the stone during dressing.  Excessive stone removal will undercut the industrial diamond that is brazed to the dressing tip, causing it to be lost.

____8) Hold the grinding motor perpendicular to the stone holder or imperfect cutting will result.  If you try holding it improperly for a second or two, you will hear the sound that it makes.  Then you can correct yourself anytime you hear this noise.  The stone holder also becomes quite hot as this improper use occurs.

____9) Grind the seat (usually 45().

Do not remove any more metal than is necessary to clean up the seat or the valve will be repositioned further into the valve port.  This causes an obstruction to fuel/air flow and weakens valve spring pressure.

____10) Grind the top angle of the valve seat with a 30( stone (for 45( seats) to obtain an overhang of the valve edge of about 1/32” into the combustion chamber.  The overhang is measured using dividers set to 1/16” less than the valve head diameter (1/32”) per side.

____11) Grind the throat angle of the valve seat (if necessary) using a 60( or a 70( stone.  Do this by hand only.  Consult your instructor before using a grinding motor on the throat.

____11) This operation is to provide proper valve seat width and is necessary if the seat remains too wide after grinding the top angle.

____11) Throating is also necessary if the 45( surface area is of unequal width in some areas due to the valve guide being non-concentric with the seat.

Approximate desired seat width: 

Intake = 0.060” – 0.080” 
Exhaust = 0.080” – 0.100”

**Notice that exhaust seats are smaller in diameter than intake seats and are ground wider**

What is the width of the seats following the grinding?


Intake: _____”Exhaust: _____”

____12)  Perform a solvent test:

____12) Check each seat after grinding.

____12) Put some spark plugs in the spark plug holes. 

____12) Set the head on the shelf in the solvent tank, leaving it mounted on the head stands.

____12) Insert all of the re-ground valves into their guides.

____12) Pour solvent into the combustion chambers and see if they leak.

____12) If they leak, regrind as needed.

____13) Clean the heads thoroughly and reassemble them with new valve guide seals (new seals are often included in the gasket set).  Be sure to lube the valve stems with assembly lube before installing them.
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