
The A-1 Hydraulic Setting Tool is utilized to set bridge plugs, composite plugs, 
packers, and cement retainers by converting applied hydraulic pressure into a pull 
force. The setting tool is deployed into the well by using coiled tubing, tubing, or  
drill pipe.

While running into the well, the tool automatically fills with well bore fluid and remains 
balanced. When the setting depth is reached, a ball bearing is released down the 
work string. A circulation rate can then be established to aid in pumping the ball 
bearing down into its mating seat inside the setting tool. When the ball bearing is 
fully seated, a pressure buildup will be noted. Slowly continue applying the required 
pressure to fully stroke the setting tool and set the downhole device. After the tool 
is fully stroked, circulation will be re-established.  

Patent 
Pending

 A-1 Hydraulic
1.750” (44.5mm) Setting Tool 

FEaturesFEatures

Innovation RevealedInnovation Revealed

OPERATIONSOPERATIONS

O.D. 
SIZE
inch
(mm)

STANDARD 
CONNECTION

inch
(mm)

Length
inch
(mm)

BALL 
SIZE
inch
(mm)

BALL 
SEAT
inch
(mm)

STROKE
inch
(mm)

Temp 
Rating

1.750
(44.5)

1.0 
(25.4)

CS HYDRIL

84
(2,133.6)

0.375
(9.5)

0.250
(6.4)

8.0
(203.2)

400ºF
(204ºC)

a	Automatically balances with 
wellbore fluid

a	Hydraulically activated by 
applied pressure

a	No ballistics required

a	Redress Kits available

a	Will couple to most adapter kits

a	No wet string pull outs

a	Coil tubing, tubing, or drill pipe 
conveyed

a	Five stages are standard

a	Can withstand high tensile loads

a	No rotation required

a	Shear Value: 175 PSI per shear 
screw

a	Baker #5 or equivalent: 
	 Piston Area:	0.892 in2 (575.5mm2) /cylinder effective surface area
		  4.46 in2 with 5 stages
	 Example:  Applied PSI (MPa) @ surface X total x-sectional area 

	 = shear value Lbs (Kgs) @ tool
		  2,900psi (20.0MPa) X 4.46 in2 

	 = 12,934lbs (14,959.7Kg)  
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HYDRAULIC SETTING TOOL ASSEMBLY BAKER 5, 1.750" O.D, 5 STAGES

QUANTITY

8

9

7
6

ITEM No.

1

5

4

2

3

DESCRIPTION

TOP SUB, HYDRAULIC SETTING TOOL, GO STYLE, 1.750" O.D40.HSTC.175.01001

P/N

2

10

11

1 UPPER CYLINDER, HYDRAULIC SETTING TOOL, GO STYLE, 1.750" O.D40.HSTC.175.0200

20 O-RING, 123, 90 DUROMETER, VITON

10 O-RING, 118, 90 DUROMETER, VITON

4

BOTTOM CYLINDER, HYDRAULIC SETTING TOOL, GO STYLE, 1.750" O.D40.HSTC.175.0500

4 PISTON, HYDRAULIC SETTING TOOL, GO STYLE, 1.750" O.D40.HSTC.175.0300

4

CYLINDER ROD, HYDRAULIC SETTING TOOL, GO STYLE, 1.750" O.D40.HSTC.175.0400

1 SETTING SLEEVE ADAPTER, HYDRAULIC SETTING TOOL, GO STYLE, 1.750" O.D40.HSTC.175.0600

1 3/8Ø BALL BEARING, BRASS

1 CONNECTOR ROD, HYDRAULIC SETTING TOOL, GO STYLE, 1.750" O.D40.HSTC.175.0700

QUANTITY

REDRESS KIT HYDRAULIC SETTING TOOL ASSEMBLY BAKER 5, 1.750" O.D, 5 STAGES

ITEM No. DESCRIPTIONP/N

2 SET SCREW, BRASS, 1/4"-20 UNC. x 1/4"70.FHBR.014.20142

5

4 20 O-RING, 123, 90 DUROMETER, VITON

10 O-RING, 118, 90 DUROMETER, VITON

35.ORNG.123.090V

35.ORNG.118.090V

10 1 30.BBRG.038.BRSS 3/8Ø BALL BEARING, BRASS

SET SCREW, BRASS, 1/4"-20 UNC. x 1/4"70.FHBR.014.2014

35.ORNG.123.090V

35.ORNG.118.090V

30.BBRG.038.BRSS

12 1

13 1

14 2 SET SCREW, BRASS, 1/4"-20 UNC. x 3/16"70.FHBR.014.2031

SETTING SLEEVE ADAPTER, BAKER 5 HYDRAULIC SETTING TOOL, 1.750" O.D40.HSTC.175.0905

TENSION ROD ADAPTER, BAKER 5 HYDRAULIC SETTING TOOL, 1.750" O.D40.HSTC.175.0805

1.750”(44.5MM)
Assembly Procedures 

1.750”(44.5MM) 
Assembly Procedures 
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1.750”(44.5MM)
Assembly Procedures 

1.750”(44.5MM) 
Assembly Procedures 
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Refer to Assembly Drawing 40.HSTA.178.SSGO

1.	 Place all parts on clean uncluttered surface for 
ease of inspection and assembly.

2.	 Check all parts for defects and damage.  Clean 
all threads and seal surfaces of rust, dirt, and 
burrs.  If a part cannot be cleaned or repaired 
satisfactorily, replace it and set defective part 
aside for rework.

3.	 Pre-assemble parts excluding o-rings to ensure 
proper machine work.

4.	 Set aside proper O-rings (item 4, item 5) ensure 
the O-rings are 90 duro.

5.	 High temp grease should be used during assembly.

6.	 Always check all sealing surfaces (pistons, o-ring 
grooves, and threads) are clean, free of debris and 
in good working condition.

7.	 Install all O-rings (item 4) on Piston’s (item 6), Top 
sub (item 1), Setting Sleeve Adapter (item 9), and 
Cylinder Rod (item 7) in the two O-ring grooves 
provided on items OD.

8.	 Install all O-rings (item 5) on all Piston’s (item 6) 
and Setting Sleeve Adapter (item 9) in the O-ring 
grooves provided in the ID.

9.	 Apply grease to OD of Top Sub (item 1) and ID of 
Upper Cylinder (item 3).  Slide the Upper Cylinder 
over the O-ring on the Top sub and continue until 
the shear screw holes align with the shear groove.  
Install Brass Shear Screw’s (item 2).  

10.	 Lubricate the O-rings and Threads on a Piston 
(items 6).  Insert the piston with the external OD 
o-rings going into the Upper Cylinder and make up.

11.	 Apply grease to the sealing surface and O-ring on 
the Cylinder Rod (item 7).  Careful not to damage 
the internal O-ring of the piston, slide the Cylinder 
Rod mandrel though and thread into the Top Sub 
(item 1).

12.	 Apply grease to ID of Bottom Cylinder (item 8).  
Insert the box end with the pressure relief holes 
facing towards the Piston.  Slide it over the O-ring 
on the Cylinder Rod until it can be threaded on to 
the piston.

13.	 Lubricate the O-rings and Threads on a Piston 
(items 6).  Insert the piston with the external OD 
o-rings going into the Upper Cylinder and make up.

14.	 Apply grease to the sealing surface and O-ring on 
the Cylinder Rod (item 7).  Careful not to damage 
the internal O-ring of the piston, slide the Cylinder 
Rod mandrel though and thread into the Upper 
Cylinder Rod.

15.	 Apply grease to ID of Bottom Cylinder (item 8).  
Insert the box end with the pressure relief holes 
facing towards the Piston.  Slide it over the O-ring 
on the Cylinder Rod until it can be threaded on to 
the piston.

16.	 Lubricate the O-rings and Threads on a Piston 
(items 6).  Insert the piston with the external OD 
o-rings going into the Upper Cylinder and make up.

17.	 Apply grease to the sealing surface and O-ring on 
the Cylinder Rod (item 7).  Careful not to damage 
the internal O-ring of the piston, slide the Cylinder 
Rod mandrel though and thread into the Upper 
Cylinder Rod.

18.	 Apply grease to ID of Bottom Cylinder (item 8).  
Insert the box end with the pressure relief holes 
facing towards the Piston.  Slide it over the O-ring 
on the Cylinder Rod until it can be threaded on to 
the piston. 

19.	 Lubricate the O-rings and Threads on a Piston 
(items 6).  Insert the piston with the external OD 
o-rings going into the Upper Cylinder and make up.

20.	 Apply grease to the sealing surface and O-ring on 
the Cylinder Rod (item 7).  Careful not to damage 
the internal O-ring of the piston, slide the Cylinder 
Rod mandrel though and thread into the Upper 
Cylinder Rod.

21.	 Apply grease to ID of Bottom Cylinder (item 8).  
Insert the box end with the pressure relief holes 
facing towards the Piston.  Slide it over the O-ring 
on the Cylinder Rod until it can be threaded on to 
the piston.

22.	 Lubricate the O-rings and Threads on a Setting 
Sleeve Adapter (item 9) and thread into the Bottom 
Cylinder.

23.	 Apply grease to the sealing surface on the 
Connector Rod (item 11).  Slide Connector Rod 
through the Setting Sleeve Adapter.  Then make 
up the Connector Rod into the Cylinder Rod.

24.	 Ensure all connections are tight with a 24” Wrench, 
place into shipping box and label product. 

1.750”(44.5MM)
Assembly Procedures 

1.750”(44.5MM) 
Assembly Procedures 
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1.750”(44.5MM) 
DISAssembly Procedures 

1.750”(44.5MM) 
DISAssembly Procedures 

1.	 Place assembled tool in vice on the Top Sub (item 
1).  “Note: During disassembly make sure not to 
wrench on the sealing surfaces on the Connector 
Rod (item 11) and Cylinder Rod’s (item 7).”

2.	 Hold back up on the Lowest Cylinder (item 8) and 
Break out the Setting Sleeve Adapter (item 9).  
Once unthreaded pull the Setting Sleeve Adapter 
down off the Connector Rod.

3.	 Next hold back up on the lowest Piston (item 6) 
and break out the Bottom Cylinder (item 8).

4.	 Now hold back up on the lowest part of the 
exposed Cylinder Rod (item 7).   Break out the 
Connector Rod (item 11).

5.	 Now wrench on the lowest part of the exposed 
Cylinder Rod (item 7).   Break out and pull the 
Rod out of the Piston above.  “Note:  Occasionally 
the connection in the Cylinder Rod’s above might 
break first.  If this happens try retightening and 
getting it to break where needed or breaking the 
Bottom Cylinder above sliding it down to hold 
backup where needed.”

6.	 Hold back up on the Lowest Bottom Cylinder and 
Break out the lowest Piston (item 6).

7.	 Next hold back up on the lowest Piston (item 6) 
and break out the Bottom Cylinder (item 8).

8.	 Now wrench on the lowest part of the exposed 
Cylinder Rod (item 7).   Break out and pull the Rod 
out of the piston above.  

9.	 Hold back up on the Lowest Bottom Cylinder and 
Break out the lowest Piston (item 6).

10.	 Next hold back up on the lowest Piston (item 6) 
and break out the Bottom Cylinder (item 8).

11.	 Now wrench on the lowest part of the exposed 
Cylinder Rod (item 7).   Break out and pull the Rod 
out of the Piston above.  

12.	 Hold back up on the Lowest Bottom Cylinder and 
Break out the lowest Piston (item 6).

13.	 Next hold back up on the lowest Piston (item 6) 
and break out the Bottom Cylinder (item 8).

14.	 Now wrench on the lowest part of the exposed 
Cylinder Rod (item 7).   Break out and pull the Rod 
out of the Piston above.  

15.	 Hold back up on the Upper Cylinder (item 2) and 
Break out the lowest Piston (item 6).

16.	 Remove Upper Cylinder (item 3) from the Top Sup 
(item 1) by pulling it off.

17.	 Remove all o-rings, clean all parts, inspect and 
redress.

Refer to Assembly Drawing 40.HSTA.178.SSGO
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