
Preparation

Determine if the pump is in good 
condition.
A. Check the shaft or sleeve.

1. Remove all burrs and sharp corners,
especially in areas where the O-ring
has to slide. Cover threads and
keyway slots with a thin tape to
prevent cutting the O-ring.

2. The shaft finish at the sleeve O-ring
should be no rougher than 32
microinches AA (0,8 microns). The
sleeve O-ring may be located up to
.50" (12,70 mm) outside of the
stuffing box. The surface finish on the
rest of the shaft/sleeve should be
smooth enough to slide the sleeve O-
ring over unimpaired.

3. Make sure the shaft diameter is
within tolerance, no more than
+.002" (0,05 mm) from nominal.

Example: 4 1/2" (115 mm) shaft
should not be greater than 4.502"
(115,05 mm) or smaller than 4.498"
(114,95 mm). (A 115 mm shaft should
not be greater than 115,05 mm, nor
smaller than 114,95 mm).

4. Use a dial indicator to measure the
shaft runout and axial end play.
Ideally shaft runout should not
exceed .001" (0,03 mm) TIR per
inch of shaft diameter. Axial end
play should not exceed the
movement capability of the 
slurry seal.

5. Protect the O-ring by lubricating the
shaft with a clean silicone based
lubricant. A sufficient quantity is
provided with the seal.

B. Check the stuffing box.

1. The stuffing box face must be
smooth enough for a gasket to seal
(maximum 125 microinches AA 
[3,2 microns]). Any steps or
irregularities must be machined flat.

2. Make sure stuffing box is clear of
packing or any substances that may
loosen and interfere with seal
function.

Installation

Please read these instructions and
make sure you understand them
before installing the seal.

1. The centering clips have been preset
at factory. If for any reason you
loosen or remove the clip cap
screws, retighten as follows prior to
installing seal on equipment: Tighten
cap screw finger tight then an
additional 1/2 turn. This will
approximate the 30 inch-pounds 
(3,4 Nm) of torque set at the factory.

2. Pushing on the gland only, slide the
completely assembled slurry seal
onto the shaft, making sure that all
set screws are engaged in the seal
sleeve through holes without
touching the shaft.

3. Reassemble the pump, and make all
necessary impeller adjustments when
required.
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4. Slide the seal assembly, by pushing
on the lock ring only, towards the
stuffing box until the gasket contacts
the box face. Tighten the gland nuts
evenly. IMPORTANT: The gland
nuts must be tightened before
tightening set screws.

5. For 156 Small Seal (2.5" [60 mm]
and smaller shaft/sleeve): First
tighten the three dog-point set
screws with the hex key provided.
Then tighten the three alloy steel cup-
point set screws. If space allows,
retighten the three set screws with a
torque wrench to 50-60 in-lb. (5,7-
6,8 Nm). If space does not allow,
tighten as much as possible to avoid
any slippage along shaft.

CAUTIONS

These instructions are general in nature. It is assumed that the installer is familiar with seals
and certainly with the requirements of their plant for the successful use of mechanical seals. 
If in doubt, get assistance from someone in the plant who is familiar with seals or delay the
installation until a seal 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 chemical listing is intended as a general
reference for this seal only. The decision to use this seal or any other Chesterton seal in a
particular service is the customer's responsibility.

SEAL INSTALLATION

For 156 Large Seal (2.62" [65 mm]
and larger shaft/sleeve): Tighten the
three dog-point set screws. Then
tighten the six cup-point set screws
evenly. If space allows, retighten the
nine set screws with a torque wrench
to 50-60 in-lb. (5,7-6,8 Nm). If space
does not allow, tighten as much as
possible to avoid any slippage along
shaft.

6. Remove the four centering clips.
The clips should be saved to reset
the seal each time the set screws or
gland nuts are loosened for impeller
adjustments or for other reasons.

7. IMPORTANT: Turn the shaft by
hand to make sure the seal turns
freely. This is an important check to
make sure the gland is properly
centered over the sleeve. If you hear
metal to metal contact within the
seal, it was not properly positioned.
Replace the centering clips, loosen
gland bolts, retighten gland bolts and
then remove clips. If metal to metal
contact still exists, check the
centering of the stuffing box or the
axial positioning of the seal.

8. You are now ready to start your
equipment. Follow all normal 
safety procedures when starting
the pump.
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DISASSEMBLY (1-7)

You will need the hex keys supplied with
the seal, and an O-ring extractor or paper
clip to disassemble the seal.

1

Rest seal gasket-side-down on a clean
work surface. Remove the four centering
clips and screws. 

2

Back off all set screws from the sleeve.
Remove lock ring and remove all set
screws.

3

Remove the socket head cap screws that
hold the retainer plate to the gland.
Remove retainer plate.

4

The diaphragm and the rest of the
stationary assembly can now be lifted out.

5

Place the stationary assembly seal face up
on a flat surface. Gently work the stationary
seal ring out of the holder and remove the
O-ring.

6

Remove the sleeve from the gland.
Remove the rotary seal ring, rotary O-ring
and shaft O-ring from the sleeve. Remove
the gland gasket from the gland.

7
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Starting with clean metal parts, lubricate
the sleeve ID O-ring with silicone grease
provided and install in O-ring groove.
Lubricate the rotary seal ring O-ring and
install in the groove on the sleeve OD.
Place sleeve lock ring side up on a clean,
flat work surface.

8

Align slots in the rotary seal ring with the
drive tabs in the sleeve. Press the rotary
seal ring over the O-ring on the sleeve until
it bottoms out on the sleeve.

9

Wipe the rotary face with a soft lint-free
cloth. With the gland gasket-side-down,
place the sleeve assembly lock ring end up
inside the gland.

10

Place the stationary assembly on a flat
surface with the spring slots down.
Lubricate the stationary O-ring and place in
the holder. Align the tabs with the slots in 
the stationary seal ring.

11

Push down on the stationary seal ring until
it bottoms out. Clean the stationary face
with a soft lint-free cloth.

12

For 156 Small and Extra Large Seal (2.5"
[60 mm] and smaller, 5" [125 mm] and
larger shaft/sleeve): Carefully place the
stationary assembly over the sleeve face
down. The fabric side of the diaphragm
and spring slots should be showing. Align
the O-ring type bead of the diaphragm with
the O-ring in the gland. IMPORTANT: Any
damage to the fabric reinforcement will
drastically reduce the pressure capability
of the seal such that replacement of the
damaged part is advised.
For 156 Large Seal (2.62" [65 mm] to
4.75" [120 mm] shaft/sleeve): Carefully
place the stationary assembly over the
sleeve face down. The fabric side of the
diaphragm and spring slots should be
showing. Align the bolt pattern in the
diaphragm with the bolt pattern in the
gland. IMPORTANT: Any damage to the
fabric reinforcement will drastically
reduce the pressure capability of the
seal such that replacement of the
damaged part is advised.
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Note: To install the centering clips on
seals that the sleeve does not protrude
past the gland, something (i.e., metal or
wood) the same size as the sleeve will
have to be placed under the sleeve to
push the lock ring up to insert the clips.

16

ASSEMBLY (8-19)

Install the four centering clips by pushing
down on the retainer plate, lining up the
clip holes with the holes in the retainer.

17

Attach the four axial centering clips to the
retainer using the 8-32 socket head cap
screws. Tighten the four centering clips
down evenly. 

18

Replace the stuffing box face gasket. The
seal assembly is now complete.

19

Place retainer plate over diaphragm
assembly, also aligning the bolt pattern.
Springs should be showing. Align the
springs with the slots in the stationary
assembly. Secure retainer to the gland by
evenly tightening all four socket head cap
screws.

14

Install all new screws in the lock ring. Install
the lock ring over the end of the sleeve,
aligning the dog-point set screws with the
smaller holes in the sleeve. Engage the
dog-point set screws. Check to insure that
the set screws are not protruding into the
sleeve bore.

15



KEY 
A – Shaft Size

* B – Minimum Retainer Diameter
D – Seal Diameter in Stuffing Box 

(if applicable)
E – Gland OD

** F – Outboard Seal Length
G – Minimum Bolt Circle by 

Bolt Size
H – Gland ID
J – O-rings
K – O-rings
L – O-rings

* Retainer diameter can be made larger
for larger bolt circles.

** Outboard length can be shortened by
machining the gland and putting the
seal in the stuffing box.
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DIMENSIONAL DATA (INCH)

DIMENSIONAL DATA (METRIC)

SHAFT G MIN
SIZE BY BOLT SIZE

A B D E F 8 mm 10 mm 12 mm 16 mm 20 mm H J K L
45 158 63 105 68 95 99 102 – – 79 -132 -136 -140
48 161 69 108 68 98 102 105 – – 82 -134 -139 -142
50 163 68 110 68 100 104 107 – – 84 -136 -140 -143
55 168 73 115 68 105 109 112 – – 89 -139 -143 146
60 173 78 120 68 110 114 117 – – 94 -142 -146 -149
65 191 90 143 85 – 120 124 127 – 105 -231 -234 -236
70 195 93 146 85 – 124 127 130 – 108 -232 -235 -237
75 201 100 152 85 – 130 133 136 – 114 -234 -237 -239
80 207 106 159 85 – 136 140 143 – 121 -236 -239 -241
85 210 109 162 85 – 139 143 146 – 124 -237 -240 -242
90 217 115 168 85 – 146 149 152 – 130 -239 -242 -244
95 220 119 171 85 – 149 152 155 – 133 -240 -243 -245

100 226 125 178 85 – 155 159 162 – 140 -242 -245 -247
110 236 134 187 85 – 165 168 171 – 149 -245 -248 -250
120 245 144 197 85 – 174 178 181 – 159 -248 -251 -253
125 260 162 215 117 – – 200 203 206 176 -353 -358 -360
135 273 175 227 117 – – 213 216 219 189 -357 -361 -362

SHAFT G MIN
SIZE DASH BY BOLT SIZE

A NO. B D E F 3/8" 1/2" 5/8" 3/4" H J K L
1.750 14 6.20 2.45 4.10 2.67 3.69 3.88 – – 3.08 -132 -136 -139
1.875 15 6.33 2.57 4.23 2.67 3.81 4.00 – – 3.21 -134 -138 -141
2.000 16 6.45 2.70 4.35 2.67 3.94 4.12 4.25 – 3.33 -136 -140 -143
2.125 17 6.58 2.82 4.48 2.67 4.06 4.25 4.38 – 3.46 -138 -142 -145
2.250 18 6.70 2.95 4.60 2.67 4.19 4.38 4.50 – 3.58 -140 -144 -147
2.375 19 6.83 3.07 4.73 2.67 4.31 4.50 4.62 – 3.71 -142 -146 -149
2.500 20 6.95 3.20 4.85 2.67 4.44 4.62 4.75 – 3.83 -144 -148 -151
2.625 21 7.53 3.54 5.62 3.37 – 4.75 4.88 5.00 4.12 -231 -234 -236
2.750 22 7.66 3.67 5.75 3.37 – 4.88 5.00 5.12 4.25 -232 -235 -237
2.875 23 7.78 3.79 5.88 3.37 – 5.00 5.12 5.25 4.38 -233 -236 -238
3.000 24 7.91 3.92 6.00 3.37 – 5.12 5.25 5.38 4.50 -234 -237 -239
3.125 25 8.03 4.04 6.12 3.37 – 5.25 5.38 5.50 4.62 -235 -238 -240
3.250 26 8.16 4.17 6.25 3.37 – 5.38 5.50 5.62 4.75 -236 -239 -241
3.375 27 8.28 4.29 6.38 3.37 – 5.50 5.62 5.75 4.88 -237 -240 -242
3.500 28 8.41 4.42 6.50 3.37 – 5.62 5.75 5.88 5.00 -238 -241 -243
3.625 29 8.53 4.54 6.62 3.37 – 5.75 5.88 6.00 5.12 -239 -242 -244
3.750 30 8.66 4.67 6.75 3.37 – 5.88 6.00 6.12 5.25 -240 -243 -245
3.875 31 8.78 4.79 6.88 3.37 – 6.00 6.12 6.25 5.38 -241 -244 -246
4.000 32 8.91 4.92 7.00 3.37 – 6.12 6.25 6.38 5.50 -242 -245 -247
4.125 33 9.03 5.04 7.12 3.37 – 6.25 6.38 6.50 5.62 -243 -246 -248
4.250 34 9.16 5.17 7.25 3.37 – 6.38 6.50 6.62 5.75 -244 -247 -249
4.375 35 9.28 5.29 7.38 3.37 – 6.50 6.62 6.75 5.88 -245 -248 -250
4.500 36 9.41 5.42 7.50 3.37 – 6.62 6.75 6.88 6.00 -246 -249 -251
4.625 37 9.53 5.54 7.62 3.37 – 6.75 6.88 7.00 6.12 -247 -250 -252
4.750 38 9.66 5.67 7.75 3.37 – 6.88 7.00 7.12 6.25 -248 -251 -253
5.000 40 10.23 6.38 8.45 4.61 – 7.88 8.00 8.12 6.94 -353 -358 -360
5.250 42 10.48 6.63 8.70 4.61 – 8.12 8.25 8.38 7.19 -355 -360 -361
5.375 43 10.61 6.75 8.83 4.61 – 8.25 8.38 8.50 7.32 -356 -361 -362
5.500 44 10.73 6.88 8.95 4.61 – 8.38 8.50 8.62 7.44 -357 -361 -362
5.750 46 10.98 7.13 9.20 4.61 – 8.62 8.75 8.88 7.69 -359 -362 -363
6.000 48 11.23 7.38 9.45 4.61 – 8.88 9.00 9.12 7.94 -361 -362 -364
6.250 50 11.48 7.63 9.70 4.61 – 9.12 9.25 9.38 8.19 -362 -363 -365
6.500 52 11.73 7.88 9.95 4.61 – 9.38 9.50 9.62 8.44 -363 -363 -366
6.750 54 11.98 8.13 10.20 4.61 – 9.62 9.75 9.88 8.69 -364 -364 -367
7.000 56 12.23 8.38 10.45 4.61 – 9.88 10.00 10.12 8.94 -365 -364 -368
7.250 58 12.48 8.63 10.70 4.61 – 10.12 10.25 10.38 9.19 -366 -365 -369
7.500 60 12.73  8.88 10.95 4.61 – 10.38 10.50 10.62 9.44 -367 -365 -370
7.750 62 12.98 9.13 11.20 4.61 – 10.62 10.75 10.88 9.69 -368 -366 -371
8.000 64 13.23 9.38 11.45 4.61 – 10.88 11.00 11.12 9.94 -369 -366 -372

O-RINGS

O-RINGS
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