
MECHANICAL PACKING  
INSTALLATION INSTRUCTIONS  

CAUTIONS 
These instructions are general in nature. It is assumed that the installer is familiar 
with mechanical packing and with the plant requirements for the successful use  
of mechanical packing. If in doubt, get assistance from someone in the plant that  
Is familiar with the product, or delay the installation until a packing representative  
is available. 

 
All necessary auxiliary arrangements for successful operation (heating, 
cooling, flushing) as well as safety devices must be employed. These  
decisions are to be made by the user. The decision to use this or any other 
Chesterton product in a particular service is the customer’s responsibility. 

1726 

Installation Instructions 

EQUIPMENT PREPARATION 

PRECAUTION: Observe all plant and equipment manufacturers depressurizing and cooling procedures before installation.  

1726 should not be used beyond the published limitations of the material. Refer to product literature for application data.  

Review all instructions before proceeding with the installation. 

PACKING SET CALCULATION/PREPARATION 

1. Clean the stuffing box and stem to ensure that they  

are completely free of wear, solids or corrosion. Ensure 
that gland bolts and nuts run freely on the threads.  
It is recommended that gland bolts and nuts are new  
or “like new” condition. 

2. Ensure the gland nose is clean and properly fits into 

the stuffing box. 

3. Ensure the bottom of the stuffing box is flat and  

perpendicular to the valve stem. 

4. Ensure the stem has a surface finish of 10 to 32 RMS 

(7.5 to 24 Raµin/0.2 to 0.6 Raµm) and the stuffing box 
has a surface finish of 64 to 125 RMS (49 to 94 Raµin/ 
1.2 to 2.4 Raµm). 

5. Calculate the packing cross section: 

6. Wrap 1726 packing around the packing mandrel and 
score lightly at one complete ring. 

7. Remove packing from mandrel. 

8. Wrap high quality PTFE tape (AWC Gold-End Tape 

recommended) tightly around the score, no more than 
two layers thick. 

9. Using a sharp knife, skive cut (see Figure 1) in one 

smooth motion across the score mark, leaving PTFE 
tape remaining on both sides of the cut. 

10. Check length of cut piece around stem or mandrel. 

11. Adjust length as necessary and repeat. 

12. After each ring is cut wrap them around mandrel to 

check fit before proceeding to installation. 

TIPS: 
 PTFE tape has no adhesive properties therefore its 

ability to hold depends on how tightly it is wrapped. 
 

a) Measure the stem diameter (or locate and 

measure a packing mandrel, or an old packing 
sleeve the same diameter as the stem). 

b) Measure the stuffing box bore diameter. 

c) Cross section = (Bore ID – Stem OD) ÷ 2. 



860 Salem Street 

Groveland, MA 01834 USA 

Telephone: 781-438-7000    Fax 978-469-6528 

www.chesterton.com 

© 2017 A.W. Chesterton Company. 

® Registered trademark owned by A.W. Chesterton Company  

Chesterton ISO certificates available on www.chesterton.com/corporate/iso DISTRIBUTED BY: 

FORM NO.  EN36489 REV 1 09/17 

 VALVE PACKING INSTALLATION 

13. Install bushing into the stuffing box. If no bushing is required proceed to step 14. 

14. Insert the first ring of packing into the stuffing box and use a tamping tool to firmly seat the packing against the bottom of the box 

(or bushing). 

15. Insert remaining rings and use a tamping tool to seat each ring, staggering joints based on number or rings in the set: 

 2-Ring Set – stagger 180° 

 3-Ring Set – stagger 120° 

 4 (or more) Ring Set – stagger 90° 

NOTE: The packing set may need to be pre-compressed in order for the final packing ring to be installed.  Be sure the top packing 
ring sits below the stuffing box chamfer prior to applying load. 

16. Apply lubricant to gland stud threads, nuts and hardened flat washers*. Install the gland nose, gland, gland bolts and hardened 

flat washers. Finger tighten gland nuts. *NOTE: Hardened flat washers are recommended under the gland nuts. The gland 
nuts should only operate on a machined surface in order to attain accurate bolt torque values. 

17. Use a torque wrench to alternately tighten the gland nuts.  

18. Fully stroke the valve 10 times. Re-apply the torque. 

19. Repeat step 17 until the gland nuts rotate less than ½ a flat when original  torque value is applied. 

20. Loosen the gland nuts first below and then up to operational torque (corresponding to 7600 PSI gland load). It is recommended 

the packing gland bolt torque is confirmed/re-applied prior to valve operation.    


