Allcomp Ing, 209 Puente Ave.
Test Panel Process Data Sheet
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CURE CYCLE FOR YLA RS 10B PHENOLIC RESIN AND
UNIDIRECTIONAL PREPREG

DATE
PANEL 1D.../0227.

1.- PREPARE ALUM CAUL PLATES, METAL SHIMS AND NON-
PERFORATED TEFLON FILM

2.-PLACE LAY-UP IN THE MIDDLE OF ALUM CAUL PLATES.
4032

3.- PLACE A 750 WIDE CORK DAM AROUND PERIMETER OF

LAY-UP. PLACE PROPER THICKNESS CONTROL SHIMS IN "

FOUR PLACES.

NOTE: MAKE SURE THAT CORK DAM THICKNESS IS
JUST A LITTLE BIT HIGHER THAN THE THICKNESS OF

LAY-UP.( SEE SKETCH BELOW) % — 3T
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4.- CLOSE LAY-UP ASSEMBLY AND PLACE IN A PREHEATED
PRESS TO 160 DEG F WITH THE SIDE BARS ON EACH SIDF,
CLOSE PRESS PLATENS TO SIDE BARS AND HOLD FOR 60 3o
MINUTES.
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5.- AFTER THE ﬁéMINUTES HOLD , REMOVE SIDE BARS .
CLOSE PRESS AND APPLY /€ TONS OF PRESSURE.

6.- RAISE TEMP TO 225 DEG F AND HOLD 60 MINUTES.
7.- RAISE TEMF TO 350 DEG F. AND HOLD 120 MINUTES,

8.-COOL UNDER PRESSURE BELOW 200 DEG F. BEFORE
RELEASING PRESSURE

9.- REMOVE MOLDED PANEL, CLEAN AS NECESSARY,
IDENTIFY PERMANENTLY AND CHARACTERIZE.




