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Storage

Our standard gelcoats have a storage 
stability of at least 6 months from date of 
manufacture provided that:

•Storage temperature is 23°C or below

•The gelcoat is stored in a closed,
factory sealed and opaque container

•The gelcoat is stored out of direct
sunlight

If storage of Norpol Gelcoat is not 
according to our recommendations then 
the usage life will be decreased.
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Gelcoat preparation

•Stir the content before use

•Products with different 

production numbers should be 

mixed before use to prevent 

colour differences

•Check that the gelcoat 

temperature is 18-23°C before 

use.
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Applying the gelcoat

•Before use, add 1,2-2,0% 
MEK-peroxide 50% or 
equivalent.  Mix the peroxide  
thoroughly and carefully into 
the gelcoat. 

•Recommended gelcoat film 
thickness is 500-800 µm wet.

•Always check the film 
thickness with a wet film 
thickness gauge.
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Gelcoat - identifying the problem

Troubleshooting

In order to prevent the same problems 

reoccuring we have made some key 

questions to give the applicator a basis 

for identifying the cause of the problem.
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• What does the defect look like?

• When did it first occur?

• Does it appear all over the part, or 
is it localized to a specific area?

• Can the defect be traced to the 
mould, in which the product was 
casted?

• At what time of the day was the 
gelcoat applied, and by whom

* Shift, operator
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• Under which conditions(*) did 
the application take place?

*Temperatures (Room/materials), humidity, 
dust/air pollution etc....

• Does the defect only show 
up on the demoulding 
products? (*)

* Is the problem visible on the gelcoat (in 
mould), prior to laminating.

• Was any changes made 
during the operation? (*)

* Temperatures, post-curing, gelcoat 
quality, peroxide quality/amount, 
application equipment, application 
method



9 guideline for better quality-mai01.ppt/rm/sbs

• Did the defect show up on 
all products produced, or 
only one?

• Is there a general 
agreement on the nature of 
the defect?

• Have all incoming materials 
been checked? (*)

* Mould condition, wax/release agent, 
gelcoat & peroxide quality, other 
reinforcement, topcoat.....
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CAUSE:

• Contamination on 
mould surface

• Gelcoat film too 
thin

• Viscosity too low

• Low atomization 
pressure

• Excessive wax on 
mould

• Worn tip

• Pump pressure too 
low (airless)

• Inadequate mixing 
of gelcoat

• Type of wax/release 
agent

Fisheyes
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CAUSE:

• Viscosity too high

• Gun held too close 

to surface or at 

improper angle

• Atomization 

pressure too low 

(air support 

systems)

• Low fluid pressure 

(airless systems)

Poor leveling
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CAUSE:

• Contamination

• Unevenly applied or 

wrong type of 

wax/release agent 

migrating to gelcoat 

surface

• Over-cured gelcoat. 

Peroxide level too 

high, too long time 

before laminate

• Laminating resins 

containing too 

much wax

Poor adhesion
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CAUSE:

• Insufficient cure of 

the gelcoat film prior 

to application of 

back-up resin.

• Insufficient film 

thickness to resist 

attack of styrene in 

back-up resin

• Too long gel time

Alligatoring/-wrinkling
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SPOT AFTER SUN/-

HEAT EXPOSURE

CAUSE:

• Poorly rolled laminate 

(air pockets)

• Peroxide droplets on 

gelcoat or in the 

glassfiber

• Solvent, water or oil 

present on gelcoat or 

glassfiber

Blisters
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OBSERVED ON 
BOATS, TANKS AND 
SPAS AFTER WATER 
EXPOSURE

CAUSE

• Type of gelcoat (refer 
to  data sheets)

• Undercured gelcoat

• Gelcoat film too thin

• Wrong type of the 
laminating resin

• Wrong type of the 
glassfibre

Blisters
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CAUSE:

• Possible water or oil 

contamination

• Too thick gelcoat film 

causing sagging

• Flooding gelcoat 

onto the mold 

surface

Pigment/colour separation
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CAUSE:

• Stess on the gelcoat 

surface from 

bending, impact or 

excessive force 

used to demould 

part

• Gelcoat film too 

thick

• Improper curing 

times or curing 

cycle

• Weak laminate

• Defect in mould

Cracking
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CAUSE:

• Undercured gelcoat 

film

• Water exposure to 

dark colours

• Exposure to harsh 

chemicals

Fading or Bleaching
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CAUSE:

•Insufficient cure of 

product

•Pattern transferred 

from mould surface

•Glass texture too 

coarse

•Gelcoat film too thin

•Wrong laminating/-

demoulding cycle

Fibre pattern
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CAUSE:

•Gun too close to mould

•Gelcoat viscosity too 
high

•Wrong type or 
contaminated peroxide

•Peroxide level too high

•Gelcoat film too thick

•Gel time too fast

•Water or solvent 
contamination

•Too high spraying 
capacity (to big tip) 
compared to shape of 
mould

Porosity
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CAUSE:

•Peroxide level too high

•Gelcoat film too thick

•Uneven film around 
radius causing uneven 
cure and shrinkage

•Uneven cure due to 
styrene vapour in low 
spots

•Gelcoat film allowed to 
stand too long before 
laminating

•Wrong type/
application of mould 
release agent

•Part pulled too soon

•Contamination on mould 
surface

•Too resin rich laminate

Pre-release
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CAUSE:

• Too high gelcoat film 

thickness

• Gelcoat viscosity too 

low

• Wrong spray tip

• Too long gel time

Sagging
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CAUSE:

•Poor film cure of 

“striping” gelcoat

•The 2nd coating 

“dissolving” back 

of strip coating

Bleeding
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CAUSE:

•Can see through 

gelcoat film due to 

poor covering 

because of 

unevenly applied 

or too thin gelcoat

Print through
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CAUSE:

•Dust and dirt on 

mould prior to 

gelcoat 

application, in 

some case due to 

static electricity

Dust in mould
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EXPOSED TO 
SUNLIGHT

CAUSE:

•Usually due to too 
high gelcoat film 
thickness in 
corners/deep areas

•Undercured gelcoat

•Uneven gelcoat film 
thickness

•Film cure inhibited by 
styrene vapours

•Type of gelcoat (refer 
to data sheets)

•Polystyrene/wax 
build-up in the mould 
which sticks to the 
product when 
demoulded

Yellowing
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CAUSE:

•Dull spots in the 
mould

•Insufficient 
preparation of 
mould

•Dust and dirt on 
mould prior to 
gelcoat application

•Undercured 
gelcoat film

•Pre-released film 
(will be dull in 
released areas)

•Too early 
demoulding

Dull surface


