
Scope: 

Vac uum leaks in high-tem per a ture tools are an all too com mon oc cur rence.  In spite of proper prod uct se lec tion and at ten tion to

de tail when fab ri cat ing the tools, po ros ity is hard to elim i nate com pletely.  With lam i nated ep oxy tools, mis haps, such as loss of

vac uum dur ing the tool com pac tion cy cle, will usu ally re sult in a cured tool that leaks se verely.  Even tools with good ini tial in teg -

rity will some times de velop leaks af ter long term heat cy cling un der au to clave pres sure.

Many meth ods have been tried to seal such leak ing tools, all in volv ing con sid er able dif fi culty with min i mal suc cess.  This is one

method that has a high prob a bil ity of work ing be cause of the prop er ties of PT2210 A/B.

Dis cus sion:
PTM&W’s PT2210 A/B tool seal ing ma te rial has proven to be an ex cel lent ma te rial for the re pair of leak ing tools.  This sys tem has

a very low mixed vis cos ity, which al lows it to pen e trate into the small est leak paths.  It has ex cep tion ally high bond strengths so

once it seals the leak, it has ex cel lent ad he sion.  PT2210 A/B is ex tremely tough, for an ep oxy, which al lows it to with stand ther mal 

cy cling with out crack ing or craz ing.

The fol low ing pro ce dure ex plains how to suc cess fully use PT2210 A/B to seal leak ing tools.

Pre par ing the tool
• Re pair any ob vi ous cracks, voids or blis ters on the work ing sur face of the tool

• Thor oughly clean and lightly sand the edges, back and backup struc ture of the tool.  Do not sand the work ing sur face.  

• Sol vent wipe the sanded sur faces to re move any re sid ual sand ing par ti cles, dirt, oils, re lease agents, or other con tam i nates.

• Lay 3 or more plies of Style 7500 (or thicker) fi ber glass tool ing cloth on the work ing sur face of the tool.

• Use nor mal pro ce dures to bag and pull a vac uum on the tool sur face.

• It is rec om mended to at tach a vac uum gage on the tool sur face and to have a cut off valve be tween the bag and vac uum pump.

Ap ply ing PT2210 A/B 
• Thor oughly mix PT2210 at a ra tio of 100 parts A (resin) to 30 parts B (hard ener) by weight.

• With vac uum ap plied to the tool sur face, brush or flow-coat a uni form coat ing of PT2210 to all sur faces out side of the 

       vac uum-bag area, in clud ing edges.

• Con tinue ap ply ing PT2210 in ar eas that show the ma te rial be ing con sumed or sucked into leak ar eas.

• The vac uum gage read ing should start to climb as the voids are sealed.

• Keep the vac uum pump on un til the resin sys tem gels.

• Check for vac uum in teg rity by turn ing off the vac uum pump and clos ing the valve be tween the pump and vac uum bag.  Watch for 

      vac uum gage drop.  Make sure any drop is not caused by im proper bag ging.

• If the vac uum is ex ces sive, re ap ply ad di tional coats of PT2210 un til the vac uum gage holds steady.

Us ing PT2210 A/B to Re store 
Vac uum In teg rity of Tools
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Cur ing PT2210

• Let the tool sit over night at room tem per a ture with the vac uum ap plied.

• Re move the bag ging ma te ri als and fi ber glass cloth. 

• Place the tool in an oven and heat to 150° F. for 4-6 hours to sta bi lize the sys tem.

• Re turn the tool to ser vice.

Note:  PT2210 will soften and prob a bly darken when ex posed to higher tem per a tures.  Dark en ing has no ef fect on the per for -

mance.  The soft en ing helps keep the po ros ity sealed be cause in stead of crack ing at high tem per a tures, it gets pli able. 
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