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ALTERNATIVE REINFORCEMENTS FOR LTM10, LTM12 AND LTM16 TOOLING PREPREGS   
 

As a result of the worldwide capacity shortage for production of high strength 3k carbon fibres, ACG has evaluated 
and approved the following alternatives to CF0300 (199gsm twill fabric) prepregs and CF0100 (283gsm twill 
fabric) for composite tool manufacture. 
 
These alternatives may be used only as balancing plies on the bag side of the lay-up – they must not be used as 
surface plies against the master model.     
 
 
Prepreg Data 
 
For use with LTM10 Series: 
 

Fabric 
Designation 

Fabric 
Description 

Dry Fabric 
Weight 

(gm/m²) 
Fibre Type 

Yarns per 
cm 

warp/weft 

Nominal 
Moulded 
Thickness 

(mm) 

Nominal 
Fibre  

Content  
% Volume 

Mean Resin 
Content  

% Weight 

48193 
PW Carbon 

Fabric 
193 

T700S(12K) 
Spread yarn

1.2 /1.2 0.24 44 46 

48194 
2/2 Twill 
Carbon 
Fabric 

193 
T700S(12K) 
Spread yarn

1.2 /1.2 0.24 44 46 

 
 
 
 
For use with LTM210 Series: 
 

Fabric 
Designation 

Fabric 
Description 

Dry Fabric 
Weight 

(gm/m²) 
Fibre Type 

Yarns per 
cm 

warp/weft 

Nominal 
Moulded 
Thickness 

(mm) 

Nominal 
Fibre  

Content  
% Volume 

Mean Resin 
Content  

% Weight 

CF2900 
2/2 Twill 
Carbon 
Fabric  

283 

Standard 
(12K) high 
strength 
carbon 

1.8 / 1.8 0.30 52.5 38 

 
 
 
 
 
 
 

ADDENDUM FOR USE WITH: 
PDS1005 – LTM®10 Series    
PDS1081 – LTM®210 Series  
TDS1001 - Manufacture of LTM™ Mould Tools   
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All statements, technical information and recommendations contained in this data sheet are given in good faith and are based on tests believed to be reliable, but their accuracy and completeness are not 
guaranteed.  They do not constitute an offer to any person and shall not be deemed to form the basis of any subsequent contract, nor to constitute any warranty or representation as to quality, merchantability 
or fitness for purpose. All products are sold subject to the seller’s Standard Terms and conditions of Sale.  Accordingly, the user shall determine the suitability of the products for their intended use prior to 
purchase and shall assume all risk and liability in connection therewith. It is the responsibility of those wishing to sell items made from or embodying the products to inform the user of the properties of the 
products and the purposes for which they may be suitable, together with all precautionary measures required in handling those products.  The information contained herein is under constant review and liable 
to be modified from time to time.  
© Copyright 2006 - The Advanced Composites Group.  All rights reserved 

 
 

Lay-up Sequence  
Operation 

No 
Ply 

Orientation 
Material / Operation  

Signed 
 

Check 
1  Master model dried   

2  Master model vacuum integrity check   

3  Release agent applied and baked   

4 0° CF0300T/LTM10 Series 
or 

CF0100T/LTM210 Series 
  

5  Vacuum debulk at RT, minimum 25in Hg - 
15mins 

  

6 0° CF0700T / LTM 10 and 210 series   

7 + 45° CF0700T / LTM 10 and 210 series   

8 - 45° CF0700T / LTM 10 and 210 series   

9 90° CF0700T / LTM 10 and 210 series   

10  Vacuum debulk at RT, minimum 25in Hg - 
15mins 

  

11 90° CF0700T / LTM 10 and 210 series   
12 - 45° CF0700T / LTM 10 and 210 series   
13 + 45° CF0700T / LTM 10 and 210 series   
14 0° CF0700T / LTM 10 and 210 series   
15 0° CF0300 or 48194 or 48193 / LTM 10 Series 

or 
CF2900 / LTM 210 Series 

  

16  Final bag and debulk at RT, minimum 25in Hg– 
15mins 

  

17  Vacuum leak check   
18  Cure 90 psi/6 Bar in autoclave or 

Cure under minimum 28in Hg vacuum 
  

19  Postcure   
20  Attach backing structure as per instructions   
21  Release Prime   

 


