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Distribution Statement A. Approved for public release; distribution is unlimited. 
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NCAMP Process Specification 
 
 

Fabrication of NMS 122 Qualification, Equivalency, and Acceptance Test Panels  
 
 

Medium Toughness Polyaryletherketone (PAEK) Thermoplastics  
Toray (Formerly TenCate) Cetex® TC1225 Low Melt (LM) Polyaryletherketone 

(PAEK) 
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Preparation/Setup Procedure: 
 
• For single laminates a caul plate is optional (Figure 1). Choose a proper picture frame 

thickness to ensure that consolidated laminate and top plate combined are thicker than 
picture frame thickness (so press pushes on laminate not on picture frame).  For 
multiple panels a caul sheet is required to separate the panels (Figure 2). 

  
 
 
 
 
 
 
 
 
 

Figure 1. Consolidation Test Panels Schematic for TC1225 
 
 
 
 
 
 
 
 
 
 
 
 

 
Figure 2. Consolidation Test Panels Schematic for TC1225 (Multiple panels) 

 
 

• Plies shall be cut across the width using a hand knife and machinists square, shear, 
shear paper cutter, or automated ply cutting machine from the sample rolls aligned 
with ±1° to the tapes slit edge.  

• Use of shop aids can be used to insure proper alignment.  
• The individual ply shall be aligned to a metal reference edge and stacked with each 

ply tacked to the subsequent ply using either a hot soldering iron at a temperature to 
join the plies without charring (less than 1000°F), ultrasonic welder or equivalent 
thermoplastic tacking device. 

• Place the panel package inside the press, place a fiberglass blanket completely 
covering the top plate of the package, then close the press.  (The fiberglass blanket is 
larger than the panel package.  It is four folded layers of woven 7781 Fg, held 
together with Kapton tape) (The use of a fiberglass blanket is optional. The fiberglass 
is used as a compliant layer to account for irregularities in the press) 

• Compression consolidation the test panels as specified below. Each batch of prepreg 








