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If you purchase PRO-SET® Epoxy in the
15 gallon plastic drum or the 55 gallon steel
drum, you may want to consider a Drum
Management System. Storing and dispens-
ing your epoxy using such a system can
save valuable floor space by allowing
vertical stacking (forkliftable) of the drum
cradles, as well as centralizing your
dispensing activities in fewer locations. In
addition, these drum management systems
also satisfy secondary containment
requirements identified by the US EPA in
40 CFR 264.175. With your dispensing
taking place in a controlled location, any
spills are automatically contained within
the system, which allows for a cleaner,
more environmentally compliant work-
place. Several brands of this Drum
Management System are commonly
available in most industrial safety catalogs.

Drum Management
Glenn House, Health, Safety & Environmental Manager

The Poly-Racker™  Photo courtesy of
ENPACK Corporation.   www.enpac.com

New Fairing System
Bruce Niederer, Technical Services

Gougeon Brothers has recently introduced
a 2 part, 1:1 Epoxy Fairing System to the
PRO-SET product line. After over a year
in development, PRO-SET 185 Resin and
285 Hardener are now available. Designed
with the production or custom builder in
mind, this system uses the proprietary sheer
thinning chemistry that has made our
adhesives so popular throughout the
industry. This chemistry allows us to
formulate a highly filled product that is
extremely easy to handle while providing
one of the most easily sanded and versatile
fairing products available.

In developing this product, we focused on
the handling characteristics that builders
told us were important for their opera-
tions—a 1:1 system that mixes quickly and
easily, a high degree of sandability, a
reasonably long working time coupled with
a quick and thorough through cure, good
non-sag characteristics, good substrate wet
out, and the ability to feather out smoothly
without “lifting” at the outer edges. Build-
ers who have tried the product report we
have met or exceeded all these require-
ments.
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A 1:1 (by volume) system is the
industry standard because this allows
for fast, easy, and accurate measuring
on the shop floor. The dark 185 Resin
and white 285 Hardener mix easily on
a cardboard or plastic palette with a
trowel. The different colors provide a
visual cue that the components are
thoroughly mixed when an even, non-
streaked compound is formed.
Easy sandability is perhaps the key
component for any fairing system. We
spent many hours testing our formula-
tions and making comparisons to other
products on the market. Using a
simple fixture designed at GBI, we
developed a procedure to quantify and
compare the relative sandability of
different materials. We fill identical
plastic syringes with the material to be
tested, taking care to spin the cylin-
ders in a centrifuge as they are filled
to reduce or eliminate air pockets, and
allow them to cure over night. The
cured cylinders are removed from the
syringes and sanded to exactly 1.5"
long, using a jig attached to a power
sander so the ends are squared. Each
cylinder's length is accurately mea-
sured with calipers and recorded.
Using 80 grit automotive sanding
strips, each cylinder is loaded into the
apparatus. A steel channel provides
constant weight on the cylinder as
each one is pushed an equal number
of passes over the sandpaper. The
cylinder is removed and the sandpaper
is repositioned so that the next cylin-
der has a fresh sandpaper surface for
testing. Once all the cylinders are
sanded, they are remeasured and the
change in length calculated. By
dividing the change in length by the
original length, we get a percent of
length lost, which we characterize as
sandability.
By inspecting the sandpaper after
testing, we can get an idea of how a
material will load paper in a practical
sense similar to what one might
experience in the shop. Our research

and customer feedback have led us
to conclude that sandability of 12% is
the minimum that we would charac-
terize as good. Sandability of 14% to
18% meets or exceeds expectations.
PRO-SET® 185/285 has a sandability
of 15% or better. Comparison to
other systems available in the indus-
try has shown that many have a
sandability of 10% or less. Only two
systems of the many we tested
equaled or surpassed the PRO-SET
product in sandability, but neither
could compare in terms of handling
characteristics, which is where 185/
285 excels due to its unique chemis-
try.
Other systems tested are basically a
variation of the same theme — highly
filled resin and hardener with no
sheer thinning characteristic. This
scheme makes for a stiff compound
that is hard to mix and hard to spread
effectively with smoothly feathered
edges. The new 185/285 System
spreads and feathers so smoothly and
effectively that much of the sanding
due to curling or drag, and the
resulting build-up at the edges, is
significantly reduced or eliminated.
An additional benefit is minimal

Sanding fixture used to test sandability of the new fairing system.

pinhole content in cured material.  The
system also has a reasonably long
working time and is ready for sanding
after an overnight cure at 72° F, so the
project can continue at pace.
This system is also very effective at
wetting out the substrate without the
need for a two step process. This
eliminates the need to pre-coat before
applying the fairing compound, whether
the substrate is laminate or wood.
Additionally, it is completely non-sag on
a vertical surface at 3/8" thick.
To find out if the PRO-SET 185/285
Fairing System is right for you or to get
product data sheets, contact our
Technical Support staff at
989-684-7286 or via email at
proset@gougeon.com



Resin Infusion
Jeff Wright, Technical Services

Resin infusion is a very popular
method for manufacturing compos-
ites. While there are many (perhaps
too many) acronyms to describe resin
infusion, they all use vacuum to
compact and wet out the core and
fiber. Resin infusion may increase
production efficiency and will reduce
the laminator’s exposure to wet
laminates. The process begins by
placing the dry fabric and core into a
mold. This allows all of the material to
be located exactly as specified. After
all of the reinforcements are in place,
a vacuum bag is placed over the
mold. Applying a vacuum to the
sealed mold creates a pressure
differential that draws the resin into
the flow media located under the
vacuum bag. The flow media systems
can be disposable or can be part of
the laminate. For example, certain
core material can be used as flow
media.
A successful transition to any closed
mold method, such as resin infusion,
requires a strong development pro-
gram. Many builders use an outside
consultant, while others create a team
in house. A good understanding of
vacuum bagging techniques is impor-
tant, as well as understanding how
head pressure and flow restrictions
can affect the infusion process. The
resin can only flow a certain vertical
height, and dry spots, caused by

“racetracking”, or over-compaction of
the laminate stack, can create un-
wanted rework time. Practice panels
or parts will help identify problems
during production and provide experi-
ence with the common pitfalls.
Successful infusion processes depend
on the proper resin selection. Viscos-
ity is the most discussed property in
selecting a resin for infusion. How-
ever, it is important to understand that
viscosity is just one property that
makes up a resin’s rheology or flow
characteristics. Other properties are
just as important. For example, water
has a lower viscosity than motor oil,
but motor oil can wet out a waxed
surface, whereas water will bead up.
In this example, the surface tension of
the liquid is just as important as
viscosity when measuring its ability to
wet out a surface. So just comparing
viscosities is not enough to understand
a resin’s flow characteristics.  PRO-
SET® 117LV Resin has a viscosity
between 290cps and 360cps depend-
ing on which one of the four available
hardeners is used. Gougeon Brothers
Inc. has performed extensive testing
of our 117LV Resin to ensure that it
has excellent wet out capability.
Using PRO-SET Epoxy for infusion
simplifies the resin handling process.
Working time can be varied by
selecting the appropriate hardener,
rather than changing the catalyst ratio.
Our four different  hardeners provide
a100g potlife ranging between 44
minutes and 465 minutes. This will
accommodate almost any size part
and laminate. Selecting the appropri-
ate hardener eliminates having to
adjust catalyst concentration by
adjusting metering equipment or using
complicated measuring techniques.
Storage is also very easy with PRO-
SET Epoxy. PRO-SET Resins have a

A 30' sailboat being infused with
PRO-SET 117LV/237.

minimum shelf life of 3 years and
hardeners a minimum of 2 years. They
also do not separate while stored so
agitation of the resin is not needed.
Material handling with some polyesters
and vinylesters requires the storing and
mixing of promoter packages as well
as catalyst. These products often have
a shelf life measured in months.
Although the closed molding process
used in resin infusion traps many of
the Hazardous Air Pollutants (HAP)
that polyester and vinylester produce,
secondary lamination processes can
still require open mold laminating
techniques. When PRO-SET 117LV is
used for the infusion process, our other
PRO-SET Resins can be used with
the same hardeners for secondary
bonding operations. Since none of the
PRO-SET products have a significant
VOC or HAP content, all lamination
operations will be almost free of
emissions.
PRO-SET 117LV provides excellent
physical properties and toughness. It
bonds very well to all reinforcing fibers
and any core, and will not attack
strucural foam cores. These charac-
teristics are very important since
infusion often results in laminates with
high fiber contents. With PRO-SET
117LV, the final infused laminate will
have excellent properties that are
appropriate for many high-perfor-
mance applications.
Resin infusion is growing in popularity.
It has allowed builders to improve the
quality of their product, and reduce the
amount of protective clothing they buy.
If using an infusion process interests
you, please call us for additional
information about PRO-SET117LV.
Our Technical Support staff can help
you make the transition to high perfor-
mance resin infused laminates.
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Notice
If you would prefer to receive future issues of the PRO-SET Report digitally, send an email to JLJ@gougeon.com.  Type PRO-
SET Report in the subject line, and list all of your contact information (name, company, mailing address, email address) in the
text of the email.  Including all of your information will ensure that we locate, and remove, your contact information from our
mailing database.

In the US

Blackburn Marine
1206 FM 2094
Clear Lake Shores, TX  77565
ph: 281-334-5474  fax: 281-334-5474

Composites One
9208 NW 106th St
Medley, FL  33178-1217
ph: 305-887-1199  fax: 305-884-4988

Composites One
3715 N. Frontage Rd, Bay 1-7
Lakeland, FL 33810-2868
ph: 800-457-4357  fax: 863-683-2679

Composites One
1066 Dieckman St
Woodstock, IL  60098
ph: 800-435-6138  fax: 815-338-2114

Composites One
17445 County Rd 38
Goshen, IN  46526
ph: 800-348-7503  fax: 219-533-6247

Composites One
Minturn Farm Rd, Box 568
Bristol, RI  02809
ph:  800-343-3030  fax: 401-253-4720

Composites One
467 Lakeshore Parkway
Rock Hill, SC 29730
ph: 800-327-9058  fax: 803-327-8089

Composite Structures Technology
Mountain Valley Airport, Hangar 2
16333 Harris Rd
Tehachapi, CA  93561
ph: 800-338-1278  fax: 661-822-4121

PRO-SET Distributors
Eastern Burlap
834 W. 25th St
Norfolk, VA  23517
ph: 757-622-5914  fax: 757-627-5920

Epoxy Sales Hawaii
1163 Kona Dr
Honolulu, HI  96813
ph: 808-596-8256  fax: 808-591-9056

Fisheries Supply
1900 N. Northlake Way
Seattle, WA  98103
ph:  206-632-4462  fax:  206-634-4600

Lewis Marine
217 SW 32nd Ct
Ft. Lauderdale. FL 33315
ph: 954-523-4371  fax: 954-764-0185

Midwest Marine Supply
24300 Jefferson Ave
St. Clair Shores, MI  48080
ph: 800-860-1540  fax: 810-778-6108

Paxton Company
1111 Ingleside Rd
Norfolk, VA  23502
ph:  800-234-7290  fax:  800-853-7709

RevChem Plastics
2720 B S Willow Ave
Bloomington, CA  92375
ph: 909-877-8477  fax: 909-877-8475

RevChem Plastics
1132 Thorne Rd
Tacoma, WA  98421
ph: 253-305-0303  fax: 253-305-0361

Svendsen Marine
1851 Clement St
Alameda, CA  94501
ph: 510-522-7860  fax: 510-522-0870

In Canada

Payne Distributors
1173 N Service Rd W
Units D1/D2
Oakville, ON   L6M 2V9 CANADA
ph: 905-825-0200  fax: 905-825-0202

Payne’s Marine
1856 Quadra St
Victoria, BC  V8T 4B9 CANADA
ph: 250-382-7722  fax: 250-382-4043

Payne’s Marine
3765 East 1st Ave
Burnaby, BC  V5C 3V8 CANADA
ph: 604-299-7771  fax: 604-299-3417

In Europe

Wessex Resins & Adhesives
Cupernham House, Cupernham Lane Romsey
SO51 7LF ENGLAND
ph: 011-44-1794-521111
fax:  011-44-1794-517779


