DWLER\’S ADVANCED FIELD SERVICE &
TECHNICAL DIAGNOSTIC
=SUPPLY= MANUAL

— GAS & wWOO0OD STOVES —
— PARKERSBURG, WV —

Professional Engineering and Diagnostic Protocols for Independent Service Technicians

Section 1: Pre-Diagnostic Protocols & Core Maintenance Basics

Before attaching testing instrumentation or executing diagnostic bypasses, field technicians must eliminate
baseline mechanical resistance and connection degradation. Minor physical contamination often mimics
severe component failures.

1.1 Structural Debris Extraction

The Procedure: Isolate the primary gas framework supply line completely and verify all peripheral AC
electrical systems are fully disconnected before initiating physical cleanup.

Utilize an industrial diagnostic vacuum apparatus fitted with a soft-bristle utility shield to clear out soot
clusters, loose dust particles, lint accumulations, and external debris from the floor plate, structural control
manifold, and primary burner pan area.

Safety Precaution: Avoid dragging or knocking heavy suction tips directly against thin aluminum or
structural copper fuel delivery lines. Sudden jarring forces can create tiny unseen stress splits, causing
hazardous line gas leaks.

1.2 Wire Junction Integrity & Contact Cleanliness

Low-voltage millivolt loops are exceptionally sensitive to circuit micro-resistance. A single loose screw
junction thread or a slight film of surface copper oxidation can completely obstruct a standard 250 mV
operating cycle.

Mechanical Verification: Examine the master connection block strip fixed onto the main control valve body.
Systematically back off every terminal contact screw by roughly half a rotation, evaluate the wiring loop or
crimp sleeve for degradation, re-align the wire blade connector completely flat against the brass block, and
torque the screw interface securely.

Chemical Remediation: If terminal surfaces exhibit a cloud-like glaze, structural film, or metallic corrosion,
apply a high-purity, zero-residue technical contact cleaner spray directly onto the interfaces. Allow the
surfaces to dry completely, then wipe with a sterile cloth. Never spray or service connections while low-
voltage pathways are actively engaged or receiving electric current.

www.dowlerssupply.com 1 dowlerssupply@gmail.com
1-304-863-8157



http://www.dowlerssupply.com/
mailto:dowlerssupply@gmail.com

Section 2: System Infrastructure & Electrical Theory

To properly service millivolt and electronic hearth systems, a field technician must treat the appliance as a
self-contained low-voltage power plant. Millivolt systems operate entirely independently of external line
voltage, relying on thermal energy conversion to drive mechanical gas valves.

2.1 Thermocouple Safety Loop & Magnetic Plunger Thresholds

The thermocouple functions as a thermoelectric fusion probe constructed of two fundamentally dissimilar
metals. When properly enveloped in high thermal energy, it produces a low-level electrical signal to sustain
an internal electromagnetic safety coil loop within the primary control valve block.

Operating Threshold: A functional, high-integrity thermocouple loop must demonstrate an open-circuit
range between 25 and 30 millivolts (mV). Under an active load condition (closed-circuit loop), the value
should settle between 18 and 22 mV.

Plunger Drop-Out Threshold: The primary safety valve plunger relies on exact physical mechanical
balances. The core mechanical drop-out window requires the internal spring plunger to break its magnetic
seal and close between 6 mV and 9 mV. If the signal drops to or below this structural floor, the magnetic
field fails entirely, prompting a dynamic close command to stop pilot fuel delivery.

Field Diagnosis: Connect a high-precision digital multimeter scaled to DC millivolts across the rear copper
line of the thermocouple and the valve housing wall using an inline test port adapter lead. If the system
load drops below 15 mV under a robust flame pattern, the probe is worn out.

2.2 Thermopile Power Loop & Manufacturer Variances

The thermopile is a multi-junction power generation block containing a dense group of integrated
thermocouples aligned in a serial matrix. It is engineered to generate a substantially higher voltage output
to overcome the combined electrical resistance of external circuit loops.

Open-Circuit Base Specification: Stripped of all external switch wiring legs or remote terminal pathways, a
high-heat thermopile must maintain an open-circuit profile reading between 450 mV and 750 mV.
Standard Component Calibration: Standard commercial control blocks, such as the widely deployed SIT 820
Nova system, mandate an absolute operational threshold of equal to or greater than 325 mV under open-
circuit checks before the internal operator coils can manipulate the internal gas diaphragms properly.
Manufacturer Load Threshold Variations: Though base manufacturer component guides indicate the
physical valve can retain its open setting down toward 100 mV post-activation, major stove system brands
layout their control loops around much safer operational minimums to avert field dropouts.

- Standard Target Load Circuit: Under standard operational burner loads, active system metrics
across the terminal blocks should reside cleanly within a 250 mV to 350 mV range.

- The Critical Floor Tolerance: Appliance engineers establish a critical minimal working limit of 200
mV to 250 mV under continuous load. Dropping below this baseline range will introduce valve
chatter, sudden burner dropouts, or an absolute failure to actuate the main burner tray due to
field-installed wiring loop lengths, digital wall thermostats, or remote box resistance.
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Section 3: Advanced Diagnostic Protocols

When troubleshooting a fireplace where the pilot is stable but the main burner fails to ignite, follow this
systematic isolation loop to pinpoint the component failure.

3.1 Voltage Drop Tracking Matrix

Test Point Loop Meter Lead System Status Expected Diagnostic Result
Placement Reading

Test 1: Generator Terminals TP & Switch OFF (Open 450 mV —-750 | Below 325 mV: Weak

Output TH/TP Circuit) mV pilot, silica glaze layer, or
spent core.

Test 2: System Load | Terminals TP & Switch ON (Closed 250 mV —350 | Below 200 mV: Failure

Capacity TH/TP Circuit) mV under active load or
excessive internal coil
resistance.

Test 3: Control Terminals TH & Switch ON (Closed 0mV-30mV | Above 30 mV: High

Circuit Loss TH/TP Circuit) Max resistance inside wall
switch contacts or field
splice points.

Section 4: Step-by-Step Circuit Isolation (The Elimination Loop)

If Test 3 in the matrix above reveals a voltage drop higher than 30 mV, high electrical resistance is
restricting the millivolt circuit. Isolate the failure using the following method:

1. Isolate the Valve: Rotate the master valve selector knob to the active ON marker. Detach the
external field circuit leads running to the wall control or remote system from the TH and TH/TP
screw ports.

2. Execute a Local Bridge: Place a clean jumper conductor wire or bare metallic clip interface across
terminal TH and terminal TH/TP simultaneously.

3. Evaluate Valve Operator Response:

If the primary burner system ignites without delay, the gas valve mechanical internals and the thermopile
stack are functioning perfectly. The problem resides entirely inside the home wiring loop, remote receiver
contacts, or wall control switch mechanism.

If the main burner tray remains unresponsive despite checking a stable closed-circuit voltage path
exceeding 250 mV between TP and TH/TP, the inner main solenoid block wire coil has opened or failed
mechanically. The entire structural gas control valve block must be swapped out.
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Section 5: Fuel-Air Tuning & Mechanical Refinements

5.1 Venturi and Orifice Gauge Calibration

Delayed main burner ignition, tracking soot lines, or a lifting, soft yellow flame profile points directly to a
structural breakdown inside the primary air-to-fuel venturi blending space.

Orifice Inspection: Take down the primary burner supply feed network line using low-torque backup
combination wrenches to ensure you do not warp or bend the soft aluminum tubes. Scan the interior of the
main burner jet orifice for blockages such as debris, dust layer or micro insect webs. Clear out the jet hole
using a zero-residue liquid electrical contact wash or clean compressed air streams. Never probe orifice jets
using metal wire rods, tip cleaners, or hard steel tools. Scraping the internal calibrated bore profile will
distort the fuel output shape, creating high carbon monoxide outputs.
Air Shutter Tuning (Venturi): Alter the locking bracket screw on the main venturi air shutter depending on
the specific gas source parameter:
- Natural Gas (NG): Demands a tightly restricted or minimally open air intake throat setting (typically
1/4 open to produce a stable, decorative fire presentation).
- Liquid Propane (LP): Requires maximum primary air induction due to the high density and chemical
properties of the fuel. Lock the mixing shutter window to its wide-open limit to prevent aggressive
yellow smoking, flame lofting, and heavy carbon tracks across log setups.

5.2 Manifold Pressure Verification

Always interface a calibrated digital or fluid U-tube manometer directly to the downstream pressure testing
port tap on the valve block casing. Verify that the gas pressures under full flow match the appliance data
plate specs exactly:
- Natural Gas (NG): Inlet Line Minimal Supply Check: 5.0" W.C. | Calibrated Manifold Target Output:
3.5" W.C.
- Liquid Propane (LP): Inlet Line Minimal Supply Check: 11.0" W.C. | Calibrated Manifold Target
Output: 10.0" W.C.

Section 6: Diagnostic Routines for Intermittent Pilot Ignition (IPI)
Systems

Electronic IPI platforms substitute standard continuous pilot setups with an automated control card
module, a high-voltage spark electrode assembly, and a sensitive flame rectification monitoring rod sensor.
6.1 Troubleshooting the Spark-to-Pilot Ignition Cycle

If the control loop demands heat but the automated module fails to trigger an ignition spark across the
assembly:

1. Verify Primary Power Input: Measure the direct electrical feed paths hitting the control box inputs.

For battery-pack setups, check that the cells maintain a minimum of 4.5V DC (three new AA cells).
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Line-power transformers must supply a clean 6.0V AC/DC or standard 120V AC depending on the
exact hardware module engineering layout.

Inspect Spark Gap Tolerances: Measure the concrete physical spacing distance between the tip of
the sparking electrode rod and the metallic structure of the pilot hood shield. The spark gap must
measure exactly 1/8 inch (3.2 mm). A broad or distorted gap causes the high-voltage arc to wander
or drop out entirely.

Isolate Ground Fractures: Thoroughly check the protective ceramic insulation jacket wrapped over
the main high-voltage spark conductor wire. Any structural micro-crack or hairline split along the
porcelain sleeve allows the spark arc to short out early against the steel metal chassis before ever
making it to the pilot burner gas path.

6.2 The Flame Rectification Failure (System Lockout Routine)

Flame rectification diagnostic tracking treats the open fire path as an active electrical diode conductor. The
automated control module transmits a high AC voltage signal down to the flame sensor rod. When the gas
ignites, the ionized properties of the flame envelope convert the AC signal into a micro-level DC current,
grounding out through the burner chassis to close the monitoring logic loop.

The Diagnostic Method: Bridge a digital multi-tester capable of evaluating microamps (uA) directly in a
series configuration along the active flame sensor wire leg path.

Minimum Target Signal: Once the initial pilot flame profile is stable, the module micro-processor must read
a steady, un-drifted current feedback measuring between 1.0 and 5.0 microamps (pnA) DC.

Drop-Out Check: If the microamp feedback signal continuously floats down below 0.5 pA, the
module card logic will break the safety loop and implement a total system emergency flame
lockout.

Sensor Scale Clearance: Gently polish the exposed metal sensor tip using a fine, non-metallic
synthetic nylon cleaning pad to slide off invisible silicon shell layers or baked glaze. Do not use
metal abrasives.

Ground Loop Check: Inspect the main grounding path wire. Ensure an absolute metal-to-metal
connection joins the pilot assembly framework bracket directly back to the control module chassis
panel. An unstable grounding circuit isolates the return path and completely disrupts the
rectification cycle.
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