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DIY Composite Guide to Resin Infusion  
1. Introduction  

Resin infusion of composite materials offers a method of producing 

high quality and strong laminates at ambient temperatures with a 

fantastic pin hole free surface finish without the need the for 

autoclaves or ovens as you would require to make a similar component 

with pre-preg material. Components are consistent and repeatable as 

they are infused under vacuum helping to achieve good laminate 

conformity. The process followed in this guide is completed at ambient 

temperate and requires minimal bespoke equipment in comparison to 

other production methods.  

 

2. The Principles   

The resin infusion process is completed under 

vacuum. The dry cloth laminate is placed in the 

mould first followed by a peel ply an optional 

perforated release film, infusion mesh and 

finally a vacuum bag is placed over the mould 

surface and a vacuum drawn.  A resin “In” line 

and a resin “out” line are placed in strategic 

locations, typically either side of the mould on 

the mould flanges. The “in” line is connected 

to the resin source that sits outside of the 

vacuum bag and the “out” line is routed to a 

resin catch-pot which in turn is connected to 

the vacuum pump. Both the in and outline are 

connected to their own independent infusion 

spiral. The spiral on the “in” line helps to act as 

a channel to allow resin to flow out to the extremities of the mould immediately prior to beginning 

to diffuse through the laminate. On the “out” line it acts as a vacuum manifold to assist with an even 

draw of the resin through the laminate.  

The process works due to the atmospheric pressure differences between the negative pressure the 

laminate in the bag is under and the positive pressure outside of the bag. This pressure difference 

causes the resin to be pushed into the bag and vacuum being drawn helps to draw the resin through 

the laminate wetting it out as it goes. The diagram below shows a typical infusion resin infusion 

layout.  

This projects infusion surface 
finish 

Infusion door project using DIY IN24 Infusion Resin, DIY HQDC 
200g Carbon Fibre Cloth moulded in DIY Eco Mould  
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3. Infusion Moulds  

Infusion offers a large variety of tooling options. It should be noted that due to the infusion 

hardware such as the resin “in” and “out” lines as well as the infusion spiral it is recommended that 

you allow at least a 70mm of mould flange on your mould to allow space for it to fit.  

Suitable mould materials for infusion are; 

o DIY Eco Mould (Recommended)  

o DIY Epoxy Low Temp Tooling 

o DIY Epoxy High Temp Tooling  

o DIY Epoxy Tooling Block 

o DIY PU Tooling Block (Strictly at ambient when using epoxy resins)  

o Aluminium moulds  

o Glass sheet  

 

4. Materials list  

Before starting a resin infusion project in addition to our resin infusion starter kit we make sure we 

have the following to hand to assist in completing a successful project. If you don’t have them, all of 

these items are available at diycomposites.co.uk   

o Suitable infusion mould  

o DIY Let Go Release Agent  

o Resin in bucket  

o Weighing scales  

o Javac Vacuum pump  

o DIY IN24 Epoxy Infusion Resin  

o DIY One Infusion membrane (Optional) 
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If you are not using a DIY Composite Infusion starter kit the following will also be required all 

available at diycomposites.co.uk ;   

o Vacuum Bagging Materials & Infusion Ancillaries  
o DIY Versa bag Vacuum Bag  

o DIY TT150 Bagging Tape  

o DIY Infusion Mesh (Knitted or Extruded)  

o DIY cold release film (Perforated) (Optional )  

o DIY Pro Peel Peel Ply  

o Infusion spiral  

o Infusion line  

o Infusion T pieces  

o Infusion inline taps  

o DIY one way membrane (Optional) 

o Vacuum pump & resin catch pot  

 

5. Mould Preparation & Release Agent  

Ensure the mould is clean and dry. Any previous silicone or wax deposits from other release agents 

should be removed with DIY Mould Cleaner. You must make sure the mould you are working with 

has a sealed surface. If not seal it with DIY Tool Sealer 27 as per the product data sheet instructions.  

Once you have a sealed, clean and dry mould It’s vital to prepare it with release agent prior to 

adding your laminate and infusing. We strongly recommend the use of DIY Let Go release agent. It 

offers consistent and reliable results and performs far better than PVA or wax options.  

Wet a small piece of mirco fibre cloth with the release agent. Ensure the cloth is not so wet that it 

drips. In smooth strokes coat all surfaces of the mould that you wish to release material from. A wet 

film will appear on the mould surface which in 20-30 seconds will evaporate away as long as the 

application is not to heavy. Then allow 5-10 minutes for the coat to cure. DIY Let Go release agent is 

extremely moisture sensitive and will react with water which will inhibit its performance. Make sure 

to re-seal its bottle firmly between every application to avoid any water ingress whether directly or 

from moisture in the air.  

Repeat the steps above a further 3 times so the mould has had a total of 4 coats of release agent. 

Following 4th and final coat allow 20 minutes to cure before proceeding to laminate.  Always ensure 

release agent is applied in a well-ventilated area.  

6. Vacuum Bagging Tape Border 

It’s good practice at this point to apply you vacuum bagging tape to the 

border of the mould flanges. Whilst the vacuum bag is a number of steps 

away from being added, applying this border will define the extremities of 

the mould and flanges and defines your space that you will have for 

mounting hardware like your resin in line and spiral wrap as well as you 

spiral wrap exit manifold and line out. It will also give a clear border that all 

bagging materials / laminates / mesh’s must stay within. Here we are using 

our DIY TT150 Vacuum Bagging Tape.  

 

TT150 Bagging Tape border 
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7. Material Templating 

It’s important when adding your laminate to the mould that it is the right size and shape so it can fit 

neatly into the mould and excess does not spread up out of the mould, across flanges and into areas 

that will interfere with sealing the vacuum bag. With preparation in advance its simple to template 

your mould using masking tape templates or plastic sheeting to make an accurate set of templates 

that you can cut your laminates to assisting with an easier laminating process. 

8. The Bagging Stack  

The diagram below gives a cross section view of a typical DIY Composite infusion bagging stack; 

 

 

9. Layer 1 – Surface Carbon + Carbon Bulk  

With your templates made and your chosen laminate cut (in this case a carbon fibre cloth) begin to 

add the material to your mould positioning by hand taking care not to distort the carbon weave. 

Begin by placing your surface ply in. In this case that is a DIY HQDC 200g Twill Weave cloth. This is 

then backed with 2 plys of DIY HQDC 650g Twill Weave and one final DIY HQDC 200g Twill Cloth for 

comprehensive bulking support and a balanced laminate. We would expect this to make a laminate 

of circa 1.7mm – 1.9mm in thickness.  

In this example the material is laid in in a single piece and 

conforms well to the glass sheet mould surface. To assist with 

holding the material in place to avoid it slipping which could spoil 

cosmetic appearance and conformity it is completely acceptable 

to tack the laminate with small pieces of masking tape to the 

mould flanges, but pay careful attention in making sure on 

moulds with shape that when tacked down you don’t pull the 

material from the mould face and create a bridge in the material 

to the mould surface once vacuumed down as this will lead to 

large resin rich areas and poor cosmetic appearance.  The 

diagram below shows a bridge in the material surface against the 

mould. This must be avoided. 

Laminating HQPP 200g and 650g 
bulk onto onto the mould surface 
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For more demanding laminating projects where more complex geometry is required and where 

some “tack” is required to position materials (potentially to a vertical surface) then a suitable tack 

spray such as DIY Tack Me can be used. However, this should be done with extreme caution. Even if 

applied directly to the material surface not the mould face in sparing amounts, there is a high 

probability that the tack will be visible in the cured laminate or would become visible when the 

component was polished.  This maybe no issue where the laminate surface will be keyed in 

preparation for a lacquer finish however should you intend a resin finish as is common with infusion 

projects then we recommend where possible avoiding the use of tack spray.  

10. Layer 2 - Peel Ply  

The next step is to add your peel ply on top of the laminate. In this 

example we are using our Nylon Pro Peel Peel Ply due to its slightly 

easier release from the laminate compared to Polyester options. The 

peel ply offers a porous layer that sits directly on the laminate. When 

removed it offers a textured finish to the laminate that is perfect for 

secondary bonding. Infusion resin will easily pass through this and 

into the laminate during the infusion process.  

Careful templating of the peel ply is vital. Peel ply is not an elastic and 

stretchable material so any bridging in it against the laminate surface 

will hold off the infusion mesh and vacuum bag leading to 

imperfections in the component. Take as much time to cut in your peel ply to your mould as you did 

with the surface ply of carbon fibre.  

As with the carbon fibre it is acceptable to tack the peel ply in place to mould flanges using masking 

tape to help position the material.  

 

DIY Pro Peel Ply added to the 
back of the carbon laminate  
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11. Layer 3 – Perforated Low Temp Release Film (Optional)  

This step is not mandatory but does make the removal of the infusion 

mesh far easier. A perforated release film can be added between the 

peel ply and infusion mesh that is to follow. The P3 perforations allow 

resin to easily bleed through and into the laminate, but also mean 

that following the cure process the mesh can be removed from the 

back of the component with relative ease in comparison to removal of 

the mesh in conjunction with the peel ply. Care should be taken to 

place the release film into the mould with no bridging or material that 

will hold off the vacuum bag and infusion mesh.  

12. Layer 4 – Infusion Mesh 

In the infusion process the mesh provides both a pathway for air to 

leave the vacuum bag prior to letting the resin in, and once under the 

vacuum a pathway for resin to flow through first before infusing down 

through the layers below and into the laminate. In a successful 

infusion the resin will travel wherever mesh is placed so it’s important 

to make sure that the mesh not only covers the laminate you wish to 

infuse but also comes up onto the mould flanges where the resin in 

line and spiral wrap are placed. It should also be placed up to the 

mould flanges where the resin out line is placed and exit manifold spiral 

wrap so that there is one continuous pathway for resin flow from in, 

through the laminate and out.  

2 Infusion mesh options exist at DIY Composites. They are knitted or extruded. Both offer different 

handling and performance characteristics. Extruded mesh is more rigid with far less drapeability 

then knitted. This makes it the ideal mesh to use when infusing flat sheets as in this example or 

sheets with extremely limited geometry. 

Knitted mesh on the other hand offers excellent drapeability and within reason will comply better 

under vacuum with compound curves. Both meshes are easily cut by hand with sharp scissors and 

are easily placed by hand onto your project. 

As you’ll see below the mesh on our project has been easily cut to size and placed onto the mould. 

As always with every layer of a vacuum bag stack, getting the mesh to conform and consolidate tight 

to the peel ply & release film layer below is critical so you help to ensure that pressure is kept on 

your laminate on the mould surface keeping it pushed hard against the mould. If you don’t think the 

mesh will consolidate in this way and will bridge then it is completely acceptable to place strategic 

cuts in it to make sure it does. Small areas of overlapping infusion mesh will result from this which 

will not pose an issue to the infusion. The diagram below shows a consolidated laminate to the 

mould surface but bridged bagging materials. This will create flaws in your finished part so make 

sure to avoid any hold off or bridging like this.  

 

DIY Cool Release Perforated 
added to back of peel ply 

DIY Infuse Extruded Mesh 
added to rear of release film  



  P A G E  | 7 
 
 

 
   

info@diycomposites.co.uk 

diycomposites.co.uk                                                                                              

 09/12/2020 

Unit B3 Roundhouse Close,  Peterborough,  PE1 5TA  

 

When placing mesh and trying to position you can try to use flash tape or masking tape to hold it in 

place however we have found best results by using small pieces of TT150 Bagging Tape which grips 

the mesh well.  

13. Layer 5 – Resin In line and Exit Manifold & Resin Out line  

Your Resin in line, as the name suggests is the line that once allowed, your resin will enter the 

vacuum bag from the resin pot outside. Once in the bag the resin will follow the path of least 

resistance which will be down the spiral wrap pathway you have created. As such your placement of 

spiral wrap is important. Typically, we aim to get the spiral wrap to be the full width of the mould 

surface with an additional strip of mesh under it so the resin travels down the spiral wrap to the far 

corners of the mould whilst beginning to diffuse outward across the laminate.  

In terms of the plumbing of this line in our example we have used our 

10mm Infusion pipework which we have found to deliver excellent 

results and minimise the risk of resin exotherm in the resin in pot prior 

to the resin entering the bag which is a risk with narrower gauge lines 

which restrict flow speed. The line must be sunk to the bottom of the 

resin in pot to make sure no air is picked up into the bag and only 

resin. From here the line runs to an inline tap. This is your mechanism 

to start and stop resin flow. From this tap the line will run to a T-piece 

which will act as your breach through the vacuum bag once added but 

also is your connection to the spiral wrap. This T piece should be linked 

into the centre of the length of spiral wrap and sat on top of the mould flange and infusion mesh. 

The resin in line should not be connected at this point, it will be done once the vacuum bag has been 

added. The spiral is again easily tacked into place with use of small pieces of TT150 Bagging Tape.  

 

 

T-piece and input spiral line running 
mould width  



  P A G E  | 8 
 
 

 
   

info@diycomposites.co.uk 

diycomposites.co.uk                                                                                              

 09/12/2020 

Unit B3 Roundhouse Close,  Peterborough,  PE1 5TA  

Next move to the opposite side of the mould where you want your 

resin to flow to and create your exit manifold with another piece of 

spiral wrap. In our experience the exit manifold is best placed on 

the mould flange and its good practice to place an additional layer 

of infusion mesh beneath it. This length of spiral will help to spread 

the vacuum draw across the width of the project with the aim of 

achieving and even draw of the resin across the mould as it infuses. 

As our example shows, just as with the resin in spiral, the exit 

manifold runs full width with a t-piece placed in the middle which 

will act as our breach out of the vacuum bag. The spiral is again 

easily tacked into place with small pieces of TT150 Bagging Tape. 

Whilst the exit line out shouldn’t be attached until the vacuum bag has been added it’s worth noting 

at this point that the line should run directly to another inline tap which will control when you stop 

the resin being drawn out of the bag after the resin has passed through the laminate. From here the 

line runs to the resin catch pot which in turn is connected to your vacuum pump. It should be noted 

that when you choose to shut this in line valve you are in effect disconnecting from your vacuum 

source and the integrity of your vacuum bag will be critical. Once disconnected from the vacuum 

source the bag will lose pressure if there are any leaks in it which in most cases will result in a scrap 

part.  

 

OPTION – We offer DIY One Way Infusion Membrane. This clever 

product is placed under the exit spiral. It allows air to pass through 

but acts as a barrier to resin. The benefit of this is you do not require 

an inline valve unless you wish to on your resin exit line as the 

vacuum pump can be left on for the duration of the cure but due to 

the membrane excess resin will not be drained from the laminate 

and will be kept in the bag as it cannot pass. A resin catch pot is still 

required. 

OPTION – Some prefer to use line clamps over inline valves as they are re-useable. This is fine and 

can deliver great results however we have found them in some cases to be more susceptible to air 

leaks than inline valves, so our preference is the valve.  

14. Layer 6 – Vacuum Bag 

The vacuum bag is the final layer of the bagging stack and is what 

will clamp down on the laminates and bagging materials 

consolidating them onto the mould surface below. As with any 

element of vacuum bagging the disaster that must be avoided is 

bridging in the bag. This is especially easily done in corners so pay 

close attention. To help avoid this the vacuum bag must be oversized 

in comparison to the mould so that excess bag can be postioned to 

avoid any bridging on the surface of your mould. We typically aim to 
Corners Tacked  

Additional mesh strips placed 
under input and exit spiral line 

DIY One Way Membrane  
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oversize the bag by between 30 – 40% of mould size as a guide however this will vary with the 

geometry of the mould. Very flat projects may require less however moulds with deeper positive or 

negative features will have increased surface areas and will require more bagging film to cover that 

area.  

To attach the vacuum bag our approach is to begin at the bag corners. Expose the corners of the 

bagging tape you placed around the mould flanges earlier and tack the corresponding corners of 

your vacuum bag onto them. In our example you’ll see we now have 4 corners tacked and an excess 

of bag in the centre of the mould. 

We now opt to expose the midpoint between the corners you have 

tacked of the vaccum bagging tape and tack the corresponding 

midpoint of the vacuum bag to it.  You can now work in stages 

beginning to seal down your bag to the sealant tape. The oversized 

nature of the bag will quickly become apparent and the need for a 

pleat in the bag will be required so you can form a seal. The pictures 

below show our preffered method of completing the pleat. This 

overall approach will give you relatively evenly spaced pleats around 

the whole mould. 

 

 

 

 

  

 

 

OPTION - It is worth noting that it is also possible as in situations such as 

this infusion to opt for vacuum bagging the whole mould inside a vacuum 

bag as opposed to a vacuum border mould as is shown in the image. 

 

 

15. Breaching The Bag  
Whole piece vacuum bagged 

Mid points tacked  

Create pleat opening Apply tape to inside 
of pleat 

Seal base of pleat Close pleat  
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Now the entire periphery of the mould has been sealed and pleated the 

time has come to add a breach point for our resin in and resin outline. 

This is easily done by locating the T-piece at either entry or exit, 

manipulating the bag by hand into position and then with a sharp scalpel 

placing a small cut in the bag and pushing through the T-piece connector. 

Vacuum bagging tape is then applied around the connector and the bag 

to ensure a perfect seal. Enough tape should be used that when the 

entry and exit lines are then connected, they seat down into the tape for 

additional seal.  

16. Final Plumbing  

With a sealed bag completed your resin 

in-line should be connected to the mould 

with the in-line valve in the closed 

position. Your exit line should also be 

connected and joined to the resin catch 

pot which in turn should be connected to 

the vacuum pump. The inline valve in the 

exit line should be left in the open 

position so a vacuum can be drawn.  

 

 

 

17. Vac Down & Drop Test  

You’re now ready to draw your vacuum. With your pump turned on the bag will begin to draw down. 

Take care to ensure it is well positioned and no bridging is occurring. By opening and closing your in-

line valve on the exit pipe you will be able to stop and start the draw down a varying levels of 

vacuum so that the bag can easily be manipulated into position.  

The bag should pull down relatively quickly dependant on the size of the mould and pump being 

used. We aim for a target pressure of around -1 bar of negative pressure to assist with good 

laminate consolidation. Once you have drawn down to constant pressure around that target then it 

is time to test your bag for any drop once the vacuum source is removed. To do this lock off the line 

between your vacuum pump and the resin catch pot. Record your vacuum pressure at this point and 

then leave the bag for 30 minutes at which point re-check the pressure. If it has not changed then 

you are ready to proceed.  If it is dropping, then by hand re-check all seals on the mould and fittings 

and then re-test.  

As mentioned earlier by using a traditional infusion set up as described here once your laminate has 

been infused and resin has made its way to the resin catch pot then the in and out lines would be 

locked off. When this is done it in effect disconnects the vacuum source, so 100% bag integrity is 

First vacuum drawn on our border taped infusion glass sheet mould  

TT150 Bagging Tape 
around breach in bag to 
seal 
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essential as without that the vacuum will be lost over the duration of the cure and the part has a 

high probability of scrappage. Optional use of the DIY One Way Membrane allows a vacuum to be 

drawn for the duration of the cure to take some of this dependency away. Whilst it will never make 

up for a bad bag it will support in more consistent infusion projects.  

DIY TIP – Even once you have established a bag with 100% integrity then leave your project under 

vaccum at full vacuum for at least 30 minutes prior to commencing the infusion to purge the bag of 

every possible air content.  

 

18. Resin Weight Calculation  

There are many competing theories on resin weights in laminates and without doubt there are many 

factors that can vary this.  As a guide typical component pre-preg cloths we offer have between 38% 

- 42% resin weight depending on whether they are a surface or bulking ply. Picking a mid-point is 

40% resin weight and this is the figure we target with our wetlay and infusion projects. As such we 

say our target weight ratios are 60/40 (60 cloth / 40 Resin).  

As a worked example that means that to infuse 1 square metre of a 200gsm Carbon Fibre Cloth 

(200g per square metre) backed with a 650gsm Carbon Fibre bulk ply would mean we had 850g in 

total of cloth to infuse. Targeting our 40% resin weight would mean we would target to infuse 566g 

of resin into that metre squared laminate.  

Allowance should always be made for the pipe work and the infusion mesh which will carry a 

significant resin weight also. At DIY composites we allow 775g of resin per square metre of mesh and 

a token allowance of 125g for pipework although clearly this is dependent on the gauge and length 

of pipework.  Additional structures such as core materials will also affect this.  So in total for the 

1sqm project described above including mesh and line allowance we would mix 1.46kg (566g 

laminate / 775g mesh / 125g pipework of DIY IN24 Infusion Resin.  

The table below gives a rough guide as a starting point. Remember you can always mix more.  

 

Material  Fibre Weight (per sqm) Resin Target (per sqm) 

DIY HQDC 200G Carbon Fibre Twill  200g 133g 

DIY HQDC 400G Carbon Fibre Twill  400g 266g 

DIY HQDC 650G Carbon Fibre Twill  650g 433g  

DIY Infuse Knit Mesh    775g 

DIY Infuse Extruded Mesh    775g 

Pipe work estimates    125g (per job) 

 

19. Resin Mix  
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This is a critical stage to ensuring a quality laminate. This must be done with accurate scales so the 

mix is correct. DIY IN24 Epoxy Infusion resin is mixed in a ration of 4:1 resin to hardner. The resin 

should be mixed thoroughly as per the data sheet guidance.  

Once mixed their will enevibly some air extrapment due to the mix process although this should be 

minimised where possible. If you have the facility to degass the IN24 Epoxy Infusion Resin that is 

advantageous. If not we recommend leaving to stand and degass for 2-3 minutes prior to beginning 

the infusion.  

SAFETY NOTE – Once mixed the resin and hardner immediately begin to react.  The reaction is an 

exothermic reaction and will generate heat. The larger the weight of resin mixed in a single mix the 

shorter the pot life will be. ie 400g in a pot will have shorter pot life than 200g. As such efficient time 

management is needed to avoid a large concentrated amount of resin sitting for too long and 

beginning to exotherm. Should it exotherm it will get very hot and may smoke. There is nothing you 

can do to reverse this reaction so observe and ensure your working space remains safe.  

20. Beginning the Infusion  

With your resin in line inserted to the bottom of your resin pot and the inline valve shut ensure your 

bag remains under vacuum at the correct the pressure and with the resin out line valve remaining 

open. 

To commence the resin supply, gently open the valve on the in line. You will see the resin rapidly fill 

the inline and move into the spiral wrap. It will begin to immediately move into the infusion mesh 

and progress forward toward the resin outline / exit manifold.  

You may notice that the resin front in the mesh moves ahead faster than the full infusion of the 

laminate below which may show as a second front that is slightly darker as the laminate begins to 

wet out, this is ok although you want to ensure full wet out of the whole laminate has taken place at 

the end of the process.  

Depending on the size of the mould / component it will take a number of minutes for the part to 

fully infuse. As the resin moves through the laminate, we choose to monitor any accumulations of 

resin which can (but not always) accumulate near the resin in line. Our rule of thumb is that when 

the resin reaches the end of the laminate / mould but prior to beginning to leave via the exit line we 

lock off the entry valve.  

Should we feel there is an excess of resin inside the bag around the entry line we may lock the in line 

off earlier to help avoid an excess / resin rich component, but this is a value judgement for the user 

bespoke to each infusion.  

Once the first resin has been drawn up the exit line and reached the catch pot, if we are happy that 

the part has fully infused then we close the exit valve also. The project is now fully dependant on the 

integrity of the vacuum bag.  If using DIY One Way Infusion Membrane the exit valve is not required 

and the vacuum can continue to be drawn as resin will not exit the vacuum bag leaving a potentially 

resin lean laminate.  

21. Curing 
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DIY IN24 Epoxy Infusion Resin is an ambient curing resin. It should be left for a minimum of 24 hours 

to cure before attempting to demould. This cure process can be sped up with use of a curing oven if 

available but always ensure your mould material, infusion ancillaries and release agents are suitable. 

When using a curing oven, we typically heat the oven to 40 degrees to assist with promoting a faster 

cure. The resin system reaches full cure in 7 days at ambient.  

22. De-Moulding 

When demoulding the component once all vacuum bagging and 

infusion lines have been removed it will leave the infusion mesh. If 

using the optional DIY Cool Release Film (perforated) then the mesh 

should easily be pulled away with the film.  If the mesh is seated 

directly onto peel ply, then it will be harder to remove and is best 

removed in sections with sharp pulls on the peel ply which should 

remove both the peel ply and mesh together.   

Demoulding the laminate is a simple process when using our demoulding wedges. Simply find a 

suitable corner and begin to gently work the wedge between the mould 

surface and the pattern or mould flange. If correctly released the 

laminate will soon come away from the mould.  

 

 

 

 

23. Post curing  

Whilst not essential, if possible, to reach the full potential of the DIY IN24 Infusion resins 

performance a post cure is beneficial. This is completed at 60 degrees for one hour and 80 degrees 

for 3 hours then allow to cool gradually back to room temperature.  

24. Trim and polish  

Once the above steps have been completed it should leave a laminate with a pin hole free resin 

surface that is ready for final trim, cleaning and then polish. We recommend using our preferred PAI 

Top Finish 2 Black Super Polish. This can easily be completed with a polishing wheel or by hand with 

a simple 2 cloth (mircofibre) approach. One cloth to put on and polish in circular motions and 

another cloth to buff off. The Polish which will give a stunning final gloss to your infusion project and 

should quickly remove any release agent marks that can be seen on the surface of the laminate after 

demoulding.  

Safety - Prior to commencing any of the activities noted above and using any of the materials please 

ensure you have read all data and safety sheets and use suitable PPE.  

Disclaimer  

Peel Ply Removal 

Perforated release film & mesh lift 
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info@diycomposites.co.uk 

diycomposites.co.uk                                                                                              

 09/12/2020 

Unit B3 Roundhouse Close,  Peterborough,  PE1 5TA  

All information presented within this document is believed to be accurate and reliable, but is solely 
for the user's consideration, investigation and verification. Our technical advice, whether verbal, or 
in writing is given in good faith, but without warranty – this also applies where proprietary rights of 
third parties are involved.  

The information is not to be taken as an express or implied representation or warranty for which DIY 
Composites Ltd or any parent or subsidiary of DIY Composites Ltd assumes legal responsibility. Any 
warranties, including warranties of merchantability, fitness for use or non-infringement of 
intellectual property rights of third parties, are herewith expressly excluded. 

 It is the sole responsibility of the user and or purchaser to ensure the product is suitable for their 
purposes and neither DIY Composites Ltd or any parent or subsidiary company of it will be held liable 
for any damage to person or property stemming from the use of this product. 

Since the user's product formulations, specific use applications and conditions of use are beyond the 
control of DIY Composites Ltd it makes no warranty or representation regarding the results which 
may be obtained by the user. It shall be the sole responsibility of the user to determine the 
suitability of any of the products mentioned for the user's specific application.  

DIY Composites requests that the user reads, understands and complies with the information 
contained herein and the current Material Safety Data Sheet. 

Please always ensure you prepare yourself with suitable PPE for the process you are completing.  

 

 

 


