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Installation guide

Shut-off valves

Type SVA-HL 15-150, 65 bar (942 psi)
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DN 15-20 M8x30 22 16 85
c<
DN 25-50 M10x30 44 32 o%
DN 65 M12x30 74 53
DN 80 M10x30 44 32
DN 100 M12x30 74 53
DN 125-150 | M16x40 183 135
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Maintenance

Danfoss
A148B168.10

Danfoss
A148B169.11

Danfoss
A148B170.11

Danfoss
A148B186.10

12

= £¥

25 [=2%3
€%
8=

Valve size Nm LB-feet _

DN 15-20 40 30 As

DN 25-40 60 45 3

DN 50-65 60 45

DN 80-100 100 73

DN 125-150 100 73
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The SVA-HL valve is designed for use

in industrial refrigeration systems.

The following installation and service
instructions should be carefully read and
fully understood before using the product
or servicing it. Only trained and qualified
personnel should be responsible for
installation, operation, and service.

Installation

Refrigerants

The valve can be used for all common
refrigerants, including H:S and flammable
hydrocarbons and non-corrosive gases or
liquids, with due consideration given to
valve materials.

Flammable hydrocarbons

If one of the following refrigerants is

used: Propane (R 290), Propylene (R1270),
Butane (R600), Iso-Butane (R600a), and
Ethan (R170) or mixtures of the mentioned
refrigerants, please require additional
information from Danfoss.

Temperature range
-60/+150 °C (-76/+302 °F)

Pressure range

The valves are designed for a maximum
working pressure of 65 bar (942 psig)
throughout the temperature range.

Installation

The valve must be installed with the
spindle vertically upwards or in horizontal
position (fig. 1). Valves should be operated
by hand without the use of tools or other
devices (fig. 3). The valve is designed

to withstand a high internal pressure.
However, the piping system should be
designed to avoid liquid traps and reduce
the risk of hydraulic pressure caused by
thermal expansion. It must be ensured
that the valve is protected from pressure
transients like “liquid hammer”in the
system.

Recommended direction of flow

To achieve optimum flow conditions, the
valve should be installed with the flow
towards the valve cone as indicated by the
arrow on the side of the valve body (fig.
2). Flow in the opposite direction is also
acceptable (fig. 2), but slightly reduces the
k,-/ C, value.

Operation
Avoid overloading the spindle by the
inappropriate use of tools (Fig. 3).

Welding

The bonnet should be removed before
welding (fig. 4) to prevent damage to the
O-rings in the packing gland and between
the valve body and bonnet, as well as the
teflon gasket in the valve seat.

Only materials and welding methods,
compatible with the valve housing
material, must be applied to the valve
housing. The valve should be cleaned
internally to remove welding debris on
completion of welding and before the
valve is reassembled.

Avoid welding debris and dirt in the
threads of the housing and the bonnet.

Removing the bonnet can be
omitted provided that:

The temperature in the area
between the valve body and bonnet
during welding does not exceed
+150 °C/+302 °F. This temperature
depends on the welding method
as well as on any cooling of the
valve body during the welding
itself. (Cooling can be ensured by,
for example, wrapping a wet cloth
around the valve body.) Make sure
that no dirt, welding debris etc. get
into the valve during the welding
procedure.

Be careful not to damage the teflon cone
ring.

The valve housing must be free from
stresses (external loads) after installation.

Stop valves must not be mounted in
systems where the outlet side of the valve
is open to atmosphere. The outlet side of
the valve must always be connected to the
system or properly capped off, for example
with a welded-on end plate.

Assembly
Remove welding debris and any dirt from
pipes and valve body before assembly.

During assembly, check:

- that the seal between valve body and
top section (pos. A) is undamaged.

- that the valve spindle is unscratched
and has not been damaged by impact.

- that the Teflon gasket on the valve cone
is undamaged.

Ensure also that the valve cone is screwed
back to the top section before refitting the
top section in the body (Fig. 5a).

Tightening
Tighten the bonnet with a torque wrench,
to the values indicated in the table (fig. 5b).

Tightening of the bonnet should be
performed according to sound mechanical
practice.

Colour and identification

The SVA-HL valves are painted with a
black oxide primer in the factory. Precise
identification of the valve is made via the
ID ring at the top of the bonnet, as well as
by the stamping on the valve body.

Danifi

The external surface of the valve housing
must be prevented against corrosion
with a suitable protective coating after
installation and assembly.

Protection of the ID ring when repainting
the valve is recommended.

Maintenance

Dismantling the valve
The top section must not be removed
while the valve is subject to pressure.

Replacing the spindle seal:

During service and maintenance the
complete spindle seal can be replaced.
Seals can be supplied as spare parts.
Normally, the valve should not be subject
to pressure when the seal is removed.
However, the seal can be removed

while there is pressure in the valve if the
following precautions are taken:

Reverse sealing (Fig. 6)

The valve is reverse-sealed by turning the
spindle anticlockwise until the spindle
rotation is blocked.

Pressure equalisation (Fig. 7)

Under certain conditions, pressure can
build up behind the spindle seal. This
pressure can be equalised by slowly
unscrewing the seal. During this operation,
it is recommended that a handwheel or
other adjusting tool be fitted to the end of
the spindle in order to maintain the torque
for reverse sealing.

Removing the spindle seal (Fig. 8)
The handwheel and other spindle seal
components can now be removed.

Note! Teflon gaskets should not be re-
used after removing the spindle seal.

Fitting a replacement spindle seal
(Fig. 9)

Great care should be taken when fitting
a new spindle seal and damage to Teflon
gaskets must be avoided.

During fitting, the individual components
in the spindle seal should be placed in
order and positioned as shown (Fig. 9).

Replacing the cone (Fig. 10)
Remove the screw (Pos. B) from the cone
with a hexagon key.

SVA-HL 15-40 (>-1'2") 2 mm a/flats
SVA-HL 50-65 (2-2->") 2.5 mm a/flats
SVA-HL 80-100 (3-4") 4 mm a/flats
SVA-HL 125-150 (5-6") 5 mm a/flats

The bearing balls (Pos. C) can be taken out
and the cone subsequently removed.

SVA-HL 15-20 (2-3%") 10 pcs.
SVA-HL 25-65 (1%2-2%2") 14 pcs.
SVA-HL 80-150 (3-6") 13 pcs.
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A new cone can now be mounted on

the spindle and the balls replaced. Refit
the screw and tighten it. If the cone and
spindle are detached several times, it may
be necessary to use a strong adhesive (e.g.
Loctite no. 648) to ensure screw fixing.

Replacing the reverse sealing, DN 80-
150 (3-6") (Fig. 11)

The reverse sealing of the valve is in the
form of a special Teflon ring DN 80-150 (3-
6"). This Teflon ring should be replaced if it
becomes damaged. Screw the spindle out
of the top section. Carefully remove the
original Teflon ring and fit a replacement
on the sloping contact surface just inside
the opening in the top section.

Avoid folding or damaging the Teflon ring

during fitting. In addition, be careful not to
damage the contact surface for the ring in

the top section.

Assembly (Fig. 5a)

Remove any dirt from the body before the
valve is assembled. Check that the cone
has been screwed back towards the bonnet
before it is replaced in the valve body.

During assembly, check:

- that the seal between the valve body
and top section (pos. A) is
undamaged.

- that the valve spindle is unscratched
and has not been damaged by
impact.

- that the Teflon gasket on the valve cone
is undamaged.

Ensure also that the valve cone is screwed
back to the top section before refitting the
top section in the body (Fig. 5a).

Danfoss A/S
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Tightening (Fig. 12)

Tighten the bonnet with a torque wrench,
to the values indicated in the table (fig. 5b).
Tightening of the bonnet should be
performed according to sound mechanical
practice.

Tighten the packing gland with a torque
wrench, to the values indicated in the table
(fig. 12).

If the packing gland is leaking, it is possible
to carefully tighten it with a wrench. Make
sure not to apply very high force. Danfoss
recommend turning the packing gland in
steps and to check the leaking between
each step.

Use only original Danfoss parts, including
packing glands, O-rings and gaskets for
replacement. Materials of new parts are
certified for the relevant refrigerant.

In cases of doubt, please contact Danfoss.

Any information, including, but not limited to information on selection of product, its application or use, product design, weight, dimensions, capacity or any other technical data in product manuals,
catalogues descriptions, advertisements, etc. and whether made available in writing, orally, electronically, online or via download, shall be considered informative, and is only binding if and to the
extent, explicit reference is made in a quotation or order confirmation. Danfoss cannot accept any responsibility for possible errors in catalogues, brochures, videos and other material.

Danfoss reserves the right to alter its products without notice. This also applies to products ordered but not delivered provided that such alterations can be made without changes to form, fit or
function of the product.

All trademarks in this material are property of Danfoss A/S or Danfoss group companies. Danfoss and the Danfoss logo are trademarks of Danfoss A/S. All rights reserved.
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