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1. SCOPE 
 

This repair process specification describes the methods of fabricating repair material test 
panels using Solvay 5320-1.  This specification does not provide process instructions for 
performing a repair on a composite part. 
 
This specification covers prepreg cutting, layup, vacuum bagging, and curing process using a 
heat blanket and composite repair console (hot-bonder).  In addition to the instructions 
contained in this specification, users are advised to obtain additional guidance directly from 
the prepreg manufacturer. 
 
This specification does not contain all the necessary information typically required in a 
composite process specification for the fabrication and repair of composite structures, such as 
personnel qualification and layup room requirements.  Users should refer to their existing 
company process specifications and structural repair manuals for such information.  
DOT/FAA/AR-02/110 provides guidance for the development of composite process 
specifications. 

 
1.1. Purpose 

 
The purpose of this repair process specification is to provide information for the 
fabrication of repair material test panels cured using a heat blanket (hot-bonder) for use 
in material qualification, equivalency, and acceptance testing.  This repair process 
specification may also be used as a baseline by material users to develop a process 
specification for the repair of aerospace composite parts. 

 
1.2. Health and Safety 

 
While the materials, methods, applications, and processes described or referenced in 
this specification may involve the use of hazardous materials, this specification does not 
address the hazards that may be involved in such use.  It is the sole responsibility of the 
user to ensure familiarity with the safe and proper use of any hazardous materials and to 
take necessary precautionary measures to ensure the health and safety of all personnel 
involved.  

 
2. APPLICABLE DOCUMENTS 
 

The following publications form a part of this specification to the extent specified herein. The 
latest issue of the NCAMP publications shall apply.  The applicable issue of other publications 
shall be the issue in effect on the date of the purchase order unless otherwise specified.  When 
a referenced document has been canceled and no superseding document has been specified, 
the last published issue of that document shall apply. 

 
2.1. NCAMP Publications 

 
NMS 532 Low Initial Temperature Vacuum-Bag-Only Cure, Medium 

Toughness Epoxy Prepregs 
NMS 532/6 Low Initial Temperature Vacuum-Bag-Only Cure, Medium 
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e. Place a layer of perforated release film followed by bleeder, solid release film, and 
caul plate. 

 
f. Place the FEP-wrapped caul plate over the laminate.  The caul plate shall be 0.075 

to 0.250 inch thick.  The caul shall be the same dimensions as the laminate; it shall 
not overlap the dams and shall not leave a gap between the plate and the dam larger 
than 0.1 inch. 

 
g. Place the heat blanket followed by one to two plies of breather over the entire layup. 

 
h. Place a layer of Nylon bagging film over the entire layup and seal the entire 

assembly with sealant tape.  See Figure 3.   
 

i. Apply a minimum vacuum of 28 inch of Hg (or within 2 inch of Hg of the local 
atmospheric pressure) and hold the layup under vacuum for a minimum of 5 minutes.  
Isolate the system by closing the vacuum source valve. Leak check by taking an 
initial reading after 5 minutes of isolation and then take a final reading after an 
additional 5 minutes. The difference between the two readings is the leak rate.  The 
vacuum shall not fall more than 1 inch of Hg in 5 minutes.  If this rate is exceeded, 
repair the leak, and recheck the leak rate. 

 

 
 

Figure 3.  Bagging Technique for 5320-1 Repair Panels 
 

6.5. Pre-Cure Vacuum Hold 
 

The test panels shall be held under a vacuum of 28 inch of Hg or greater (or within 2 inch 
of Hg of the local atmospheric pressure) prior to cure.  For example, apply a minimum of 
22.7 inch of Hg in most of Denver, Colorado, where atmospheric pressure is 24.7 inch of 
Hg.  For panels smaller than or equal to 4 ft2, hold for 4 hours, minimum.  For panels 
greater than 4 ft2, hold for 16 hours, minimum.  Vacuum shall not be released prior to 
cure, except if necessary to transport and reconnect to the hot bonder vacuum source 





December 22, 2020                                                                                                               NPS 80530R 

Page 12 of 12 

Verify there are no obvious defects such as warpage or dry spots.  Panels shall be labeled 
in accordance with the applicable test plan for identification purposes.   

 
8. SHIPPING  
 

For material qualification and equivalency purposes, it may be necessary to send the panels 
to a designated test lab. The panel shipping instruction is typically included in the applicable 
test plan.    

 
 
 


