
TROUBLE SHOOTING 

GUIDE 

Crazing 
Crazing or starring on the laminate 
surface is often due to harsh treatment 
when removing from the mould - hitting 
the mould with a hammer to release a 
difficult moulding often has this result. 
The only remedy is to be more careful 
next time. 

Dull patches on gelcoat 
This can be due to several causes: 
1) On an old mould, it may be a build 
up of wax release agent. Clean the 
mould 
surface thoroughly, and apply fresh 
wax. 
2) The PVA surface coat may not have 
been applied evenly. 
3) The gelcoat resin may not have 
been applied evenly. 
4) A contaminant, such as water, 
may have been present in the 
gelcoat resin (or on brushes or 
rollers). 

Glassfibre pattern 
If the pattern of the underlying 
glassfibre material is visible on the 
surface of a laminate, it is invariably 
due to the gelcoat being applied too 
thinly, or the glassfibre being applied 
before the gelcoat has cured. There 
is no remedy but to start again and 
do the job properly! 

 

 

 

 

 

 

"Dry" Patches 
These are areas of glassfibre without 
resin. They form weak spots in the 
laminate and result from a failure to 
"wet out" the glassfibre properly. 
Reinforcements must be thoroughly 
impregnated with resin. 

Delaminating 
If the various layers in a laminate tend 
to separate, it is usually due to a fault 
during the laminating process. The 
likeliest culprits are: 
a) One layer was left too long before the 
next was laid down 
b) One layer (or the resin used in it) was 
contaminated with oil, grease or some 
other inhibitor. 
c) Successive layers of woven roving 
were laminated together (this material 
should always be interleaved in a 
laminate 
with layers of mat). 

Surface Tack 
Surface tackiness is due to the resin 
failing to cure properly in contact with 
air. 

Special additives prevent this happening 
to most resins, but are not added to 
gelcoats. This is not obvious since they 
are usually shielded by the mould 
surface. If using the sheathing technique 
or some other method not using a 
mould, add Solution MW to the gelcoat 
to prevent surface tackiness. 

Starring and crazing of gelcoat surface 

 

 



 

  

Inhibition 

Anything which slows or stops the 
curing process. Oil or water inhibit 
most resins and should not be 
allowed to contaminate them, or to 
contact a laminate or casting until it 
is fully cured. Some resins are 
inhibited by air (See "Surface 
Tack"). 

Undercure 

Inadequate hardening of resin, due 
to low temperatures, insufficient 
catalyst, or the presence of 
inhibitors such as moisture (see 
Inhibition). If any of these factors is 
excessive, the resin may be 
permanently under cured and will 
never harden. The only solution 
then is to scrap the project and start 
again! 

Cavities 

Internal cavities or blisters can 
appear if air bubbles have been 
trapped in the laminate. The cause 
is inadequate consolidation and is 
avoided by correct use of a metal 
laminating roller. 

Dry patch — a weak area due to lack of 

resin 

Resin unworkable 

If the resin has gelled before 
painting into the mould is complete, 
it is often due to using too much 
catalyst - use the correct amount. 
Another common mistake (especially 
on large laminating projects) is to 
mix up too much resin at once. The 
resin gels in about twenty minutes 
normally, so only catalyse the 
quantity you can use in this time. 
The time will be even shorter in very 
hot weather. One alternative is to 
use Low Styrene Resin E, which has 
a longer than usual working life. If 
the resin has gelled in the can, it has 
been stored for too long. Although 
catalyst is normally needed to 
initiate curing, polymerisation can 
occur spontaneously, with the result 
that most resins will eventually gel 
by themselves. Hence, all resins 
have a limited shelf life, normally 
from three months, but will depend 
on the type of resin and the storage 
conditions. Resin which has passed 
its shelf life and gelled is unusable. 
 
 

Glassfibre pattern on surface 
 

 

 


