
Valve Refacing Best Practices Guide

What valve refacing actually does (short)
Refacing grinds the valve face to restore concentric, true sealing surfaces and the correct face angle so 
the valve seals properly against the seat in the head. It's usually followed by lapping or seat cutting 
depending on head condition.

Step-by-step procedure (practical)
1. Inspect & sort valves — discard valves that are badly pitted, bent, burned or have lost too 

much face material. Small pitting can be ground out; deep pitting means replace.

2. Clean valves thoroughly — remove carbon with solvent/ultrasonic if available. A clean valve 
and machine reduce scoring and improve results.

3. Check runout / stem straightness — mount valve in a mandrel or chuck and check with a dial 
indicator. Excessive stem runout or a bent stem will ruin sealing even after refacing.

4. Select the right stone / cutter & lubricant — use a stone appropriate for the valve material 
and finish you want; use dedicated mineral grinding oil or manufacturer-recommended coolant 
(not transmission oil). Oil cools, carries away particles and reduces burning.

5. Set angle & face width — set the machine/fixture to the valve’s original seat angle (typ. 45° on 
many applications; some engines use multiple angles). Preserve enough face width to allow 
future regrinds — don’t cut faces unnecessarily narrow. 

6. Take light passes — remove small amounts per pass, check the face and seat frequently, and 
keep parts cool. Over-aggressive grinding creates heat damage and poor geometry.

7. Final finish / lapping (if needed) — many shops follow with a light lap to assure intimate 
contact; in many performance shops a cutter (seat re-cut) is preferred for a precise, even contact 
area. Use lapping sparingly — it’s a finishing step, not a substitute for machining.

8. Check with Prussian blue or spotting compound — verify uniform contact across the seat; 
check for concentric rings and correct width. Rework if necessary.



Tools, consumables & gauges you’ll want
• Valve refacer machine or lathe/fixture for DIY setups.

• Dial indicator & magnetic base (runout checks).

• Valve grinding stones or cutter blades (appropriate grit / carbide inserts).

• Dedicated valve grinding oil or manufacturer coolant — do not use random ATF/trans fluid as a 
substitute.

• Valve stem seals, valve spring compressor, wire brushes, solvent and compressed air.

• Prussian blue or contact compound for seat checking, micrometer or calipers.

Pro tips & common pitfalls
• Clean the machine and chuck before every session. Grit in the chuck ruins finish and 

accuracy.

• Check the chuck runout regularly. Many poor finishes are from a chuck that doesn’t run true. 
Practical machining forums emphasize this as a top cause of problems.

• Use the correct lubricant/coolant. Mineral grinding oils are commonly recommended to avoid 
overheating/burning valve faces.

• Dress stones when they glaze. A glazed stone or worn cutter gives uneven results.

• Don’t rely on lapping to fix bad geometry. If face angle or concentricity is off, re-cut/face 
correctly — lapping only finalizes sealing.

Safety & quality control checklist (before you 
call the head done)

• No heat discoloration on valve face.

• Uniform contact pattern on seat (Prussian blue check).

• Valve runout within acceptable limit (use dial indicator).

• Valve head face width preserved for future regrinds.

• Cleanliness: no abrasive sediment left on stem or head.
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