
 

 

BuildNZ DesignEx 

returning to 
Auckland  

CNC routers — 

the good bit 

INDUSTRY MAGAZINE OF NEWS AND VIEWS 

Making sense of a 

burning issue —
Mark Battley       

reports 

July 4 and 5, 2018 
BuildNZ DesignEx trade display and expo, 
Auckland. 

September 3 and 4, 2018 
Composites in Sport — Loughborough Uni-
versity, UK. 

September 5 to 7, 2018 
China Composites — Shanghai, China. 

Friday September 14, 2018 
CANZ annual conference —  Royal Port  
Nicholson Yacht Club, Wellington. Full day 
of presentations followed by drinks and 
dinner. 

October 16 to 18, 2018 
CAMX — Dallas, Texas. 
 
January 3 to 31, 2019   
Composites in Construction — Amsterdam, 
The Netherlands. 

June 19 to 20, 2019 
Ecocomp — Binley, Warwickshire. 

 

JEC World Paris 

Trade Show —       
a global              

eye-opener 

W 
hat is there to know about 
gelcoat? What is there NOT 
to know, would be a better 
question. 

And that’s precisely the premise that three of our 
industry leaders — Zac Haar, of Carboglass; industry 
consultant Glenn Campbell and Ross George, of New 
Zealand Fibreglass — are adopting as they plan a nation-
wide series of gelcoat training events. 

Gelcoat is a material used to provide a high-quality 
finish on the visible surface of a fibre-reinforced compos-
ite. The most common gelcoats are thermosetting poly-
mers based on epoxy or unsaturated polyester resin 
chemistry. Gelcoats are modified resins which are ap-
plied to moulds in the liquid state. They are cured to form 
crosslinked polymers and are subsequently backed with 
thermoset polymer matrix composites which are often 
mixtures of polyester resin and fibreglass, or epoxy resin 
which is most commonly used with carbon fibre for higher 
specific strength. 

CANZ urges WorkSafe to work with our 
industry to review best practice when it 
comes to safe Styrene levels. We have our 
own proven formula for this. We have the 
health and safety of our workers at heart 
always. We have clear ideas and concerns 
regarding how any future new or changed 
regulations will impact on our business 
models. And we have a Flexi issue, putting 
our case and making comment. 

Our submission is important 

Your submission is important 

President’s view 

Ken Holyoake 



 

Gelcoat workshops 

Plainly, the science of such applications is not something that can be learned in five 
minutes, and the training modules will seek to provide an in-depth understanding of 
techniques and pitfalls in achieving the perfect gelcoat finish. 

With sites confirmed for Christchurch later this month and Palmerston North in 
August, attention is turning to delivering quality curricula that will include gelcoat 
choices (tooling ,VE, epoxy, colours, spraying, brushing) and MEKP, equipment, SDS/
spec sheets, and repairs. 

And Ross has a message for participants who might expect a more “sit and listen” 
event. 

“This will be a hands-on event,” he says. 
He said suppliers have been confirmed and “we welcome input from members 

regarding venues and topics”. 
“This will be a stepping stone to other training seminars,” Ross told Flexi Magazine. 
However he had a plea. 
“We would greatly appreciate it if a manufacturing member could work with the 

CANZ Training Committee in offering a training site in Hamilton, and Auckland for an 
event from 4pm to 6.30pm.  

“These events are great for networking and breaking out of the silo many work-
shops and staff can so easily get caught up in. 

“Upskilling and discussion is our target of these sessions.” 
Ross can be contacted on 021 851 685.  

By Ken Holyoake 
Of Armatec Environmental Ltd 

Government Department WorkSafe is responsible for 
the implementation of health and safety legislation, the 
purpose of which is to ensure employees are not 
harmed at work. 

We all support this as we want everyone to return to 
their homes safely after a day’s work. 

Legislation requires that employers identify hazards 
at their workplace, then eliminate or minimise them. In 
our composites industry, one of our hazards is expo-
sure to gaseous styrene fumes. WorkSafe is reviewing 
this and is proposing to halve the current limits. The 
agency is asking for submissions from our Composites 
Association and all users of styrene. 

The WorkSafe review document states in its sum-
mary: “It considers the potential for exposures to sty-
rene in New Zealand, the health effects and risks, exposure standards from other jurisdic-
tions around the world, and the practicality of measuring styrene exposures.” This is what 
we are being asked to make a submission on. 

This should not come as a surprise to us all. We have been talking about this since the 
1990s. We have issued our own Code of Practice, one that WorkSafe has so far chosen 
not to endorse. More specifically, it has chosen not to engage with us in having it ap-
proved. 

As employers you should have all identified styrene as a hazard. We cannot eliminate 
styrene as it is a key ingredient in the resins that form more than half our physical product. 
But we should all be working to minimise styrene and other hazards in our workplaces. 
Part of this process is measuring your current levels, and then working out a plan to 
reduce it to acceptable levels. So the question is … do you know the styrene levels in 
your workplace? 

What are acceptable levels of styrene in our workplaces? The current levels in New 
Zealand are a TWA (time weighted average) of 50 ppm, and a STEL (short term exposure 
limit) of 100 ppm. WorkSafe is proposing to halve these numbers. Note that these num-
bers are what an employee can be exposed to safely. Above these numbers employees 
should be wearing personal protective equipment such as masks or air fed helmets. 
Already a number of countries have moved to lower limits, and it appears WorkSafe is 
simply following their lead, for better or for worse. 

The reason for setting limits is to protect people’s health. Usually when there are a 
number of health problems in an industry, WorkSafe takes action to reduce them. For 
example the forestry industry has had a number of deaths and WorkSafe is on their case. 
In our industry, with our current practices and exposure standards, are there health issues 
that need addressing? 

To my knowledge in more than 40 years in the industry, and researching this topic 
widely, I do not know of a single person with a long-term health effect attributed to expo-
sure to styrene. Data I have seen shows our employees are healthier than the norm, and I 
put this down to our working conditions. By this I mean that to lay up fibreglass we need 
an environment that is preferably warm, dry, not sunny, no drafts, and moisture free … 
and to top it off we clean our hands in solvents. 

In Armatec’s factory, styrene levels range from about 5ppm through to around 50ppm 
when we do a big layup with large areas of wet laminate exposed to the air. To this end 
we could meet the proposed reduced levels, but at a struggle. We argue that as we have 
never had a health incident due to styrene, then why should we be targeting this. Other 
hazards such as lifting, cuts, abrasions, matter in eyes, etc have over the years resulted in 
lost time injuries. But never due to exposure to styrene. WorkSafe are barking up the 
wrong tree if they think that their proposal will reduce adverse health effects in our indus-
try. You cannot reduce further than zero. 

The WorkSafe review has not even come close to 
addressing the issue of measuring styrene levels. 
Assessing the TWA of styrene inhaled by an 
employee over eight hours is not easy. You 
simply cannot put a sensor in a person’s mouth or 
nose throughout the eight-hour period and expect 
them to work and have their breaks normally, and 
have PPE on and off as needed. If you put a 
monitor in one position in your factory, this is 
indicative for the STEL, but does not tell the TWA 
story of how much styrene an employee takes in 
– have you ever had an employee stay in one 
position for the full eight hours? Armatec has 
been doing some monitoring using a CUB per-
sonal monitor and again this tells a story, but not 
the full one. Results are promising, and will be 
useful in supporting verification to WorkSafe that 

we are working to minimise exposure to styrene. 
As I have previously said at Composites Association meetings, the better way to meas-

ure employee exposure to styrene is to use the human body as the sensor, then test their 
urine for mandelic acid. Armatec does this, as do others in our industry. The medical 
profession has published specific numbers for what is considered a safe level for man-
delic acid in a human body. There are published correlations between exposure to styrene 
and mandelic acid, so we test employee’s urine for mandelic acid, and then calculate 
accurately the levels of TWA exposure they were exposed to over the previous working 
week. A level of mandelic acid over 800mg/l indicates exposure to a TWA of styrene of 
over 50 ppm, and a mandelic acid concentration of over 500 mg/l indicates exposure to a 
TWA of styrene of over 20 ppm. When a worker exceeds these numbers, then measures 
need to be taken to use PPE, adjust working habits, or lower styrene levels in the worker’s 
area. 

I urge you all to support the Composites Association submission, and to make your own 
submission. Tell WorkSafe how many of your employees have been affected by exposure 
to styrene and how. Tell them what your styrene levels are, and what you are doing to 
minimise employee exposure to styrene. Tell them of the difficulties in measuring the 
TWA of styrene uptake by your employees. Tell them you want OUR Code of Practice to 
be worked on, then approved, and put in place as a best practice document for all our 
industry. If we all do this we will have a sensible outcome that protects our employees and 
lets us undertake our business of employing people and producing products.  

Armatec Environmental Ltd employee Gary Barbour wearing a CUB 
styrene monitor. 



Contributed by Brendon Trower 
Company Manager 
Tru-Tech Fibreglass Industries Ltd 

Considering a CNC Machine for your workshop? 
 We did. 
It has been nearly five years since we purchased a CNC 

router and in that time I have learned a lot. I can honestly 
say that it has been one of the best decisions we have ever 
made for our business. It has definitely opened doors in 
regards to new business that would have been beyond our 
reach previously. 

 It has been a long road in getting it fully operational but 
it has made many tasks much easier and more efficient. 
The accuracy is excellent and it has lifted the standard of 
our workmanship. This article is to inform those consider-
ing purchasing a CNC router, based on our experience. 

The first time I saw a CNC router in action, I immediately 
wanted one.  Being from a joinery background, spending 
countless hours building MDF jigs used to cut multiple 
parts for cabinets, I was thinking, there has to be an easier 
way. 

And there is. 
So what can having a CNC router do for your business? 
It is hard to predict exactly what it can do for your busi-

ness, as each business can benefit in different ways. It can 
speed up production in a few ways. One main advantage is 
not having to wait for third parties to machine parts re-
quired for a job as there can be quite a wait sometimes. 
Another is less running around and liaising with third par-
ties to have parts cut and picked up. The advantages that a 
CNC router can offer a workshop can be compared to the 

advantages of a dimension saw over a skill saw.  Routers 
can cut with precision every time and curves are cut as 
easily as a straight hence you can throw away many of 
your jigs which in turn will save you clutter around the 
workshop. Every industry, especially in composites manu-
facturing, requires accuracy, flexibility and the ability to 
produce in quicker timeframes to meet customer require-
ments and competition.  Having a CNC router can aid this. 

We had seen the big machines in action but buying a 
new one was out of our price range. We looked hard to find 
one under $100,000 and we succeeded, managing to get a 
three-axis router from the United States. Landed and 
installed by us, it was around $90,000. They are coming 
down in price now and you can buy a five- axis for around 
$250,000 but, beware I know two companies around my 
area that were not that happy with their purchases. Jack-
son Industries have a good machine. Talk to Cam about 
their new five-axis router.  I would quite like it in my shed 

When looking at purchasing a router there are a few 
things to consider. What are you going to be using the 
router for? Are you going to be cutting patterns and 2D 
shapes?  Or are you going to be trimming composite parts 
or doing 3-D machining? Obviously, 3-D machines cost a 
little more than the 2.5D machines so you need to consider 
this carefully. I was just after a three-axis type machine 
with 3D capability (note: many 2.5D machines cannot cut 
3D - the .5 is in regard to the shape of the cutters to give 
3D finishes). Ultimately, I would love to own a five-axis 
machine which is what you would need as a minimum for 
part trimming. These machines take up more space and 
cost considerably more. 

Whichever machine you choose you will need a dust 
extraction system. We already had one for our wood work-
ing machinery which made it easier for us.  A good extrac-
tion system can be around $20,000 or more. 

Once you’ve chosen your machine you will need to pick 
your cutters. Some people allow approximately 10 per cent 
of the machine’s value for tooling. You can manage with 5 
per cent value of the machine to start with depending on 
what materials you are going to be cutting. We probably 
spent about $5000 initially on tooling and have added more 
over the years. I prefer the Onsrud cutters where possible. 

Once this is in place you need to consider your software 
options. Some machines come with their own software. 
There are varying software options available for machining. 
I found the UK designed V-Carve Pro exceptional for 2D 
work and I use Solid Works for my 3D drawing with an add-
in CAM software called BOBCAD-CAM. 

The V-Carve Pro is an easy programme to work in and 
is very user friendly.  Their technical support is good and 
upgrades are cost effective.  Solid Works is a larger invest-
ment and you will spend many hours learning how to draw 
with it effectively. Solid Works can be a bit more difficult to 
work with in regards to machining. You would also require 
a CAM (Computer Aided Machining) software that can 
either work as a standalone or work within the Solid Works 
environment. 

For our CAM we decided to go with Bob CAD-CAM as it 
was cost-effective for us. It was not good software in the 
early days but, I find it really good now.  It is available as 
an add-in to Solid Works called V6 or a standalone version 
V30. In my opinion it is advisable to have a CAM package 

that operates within the Solid Works environment as 
there are many advantages to be had, the main one 
being that if the part updates, i.e. changes once you 
have already programmed the tool paths, as op-
posed to a standalone software, you would have to 
re-import the part and reprogram the tool paths. This 
can be quite frustrating. 
   Once you are set up you need to decide who is 
going to run the machine? Obviously, someone with 
a bit of know-how is a good place to start. You 
actually want people who know how to machine 
timber first, then train them how to programme the 
machine. It seems to work a lot better with someone 
who understands cutting timber in a practical way as 
opposed to someone who knows how to programme 
but, has little experience in cutting various materials. 
The cutter suppliers will be able to help you with 
feeds and spindle speeds although you will get a 
good feel for the way each material machines after a 
while. 
   In summary, a CNC router is a very cool piece of 
machinery to own and it is only limited by your ideas 
and time to be able to implement those ideas.  I 
would advise you to consider whether they would be  
a good fit for your business and research thoroughly 
before you decide to go ahead.  



 

 

SUSAN LAKE 
President 
of CANZ 

Now is a critical time for the Association 
and it is critical that we work together. 

WorkSafe is reviewing the Workplace 
Exposure Standards (WES) for Styrene 
2018 and recommending reducing the 
eight-hour limit (WES-TWA) from 50ppm 
to 20ppm and the Short-Term Value (WES
-STEL) from 100ppm to 40ppm. 

The Association will be putting in a 
submission that outlines our concerns 
around changes, which will cause in-
creased costs for manufacturers when 
there is no evidence of long-term health 
effects due to styrene exposure. 

 Submissions are due 15 June and it is 
critical that ALL members put in a submis-
sion. Apathy could cause unintended 
consequences for our entire industry. 

In support of our members, the Associa-
tion will be investing in updated styrene 
detection equipment and will be seeking to 
work with WorkSafe to ensure that any 
changes are coupled with an understand-
ing of the effect on our industry and clear 
guidelines for demonstrating compliance 
that do not bring excessive costs which 
outweigh potential benefits in the reduction 
of risk. 

We are stronger when we work to-
gether. 

In this same theme, the Executive has 
again agreed to underwrite a stand at 
BuildEx in July in Auckland. Some mem-
bers have taken up the opportunity to rent 
some of the space for their companies but 
there will also be space on the stand de-
voted to promoting the industry and the 
Association. We encourage all members 
to take advantage of this occasion. 

Finally, I would like to remind members 
that our annual conference will be at the 
Royal Port Nicholson Yacht Club in Wel-
lington on Friday 14 September.  We will 
be looking for industry updates, new prod-
ucts and market trends from members so I 
encourage members to get in touch with 
Caroline if you have anything that you 
want to share. 

I would again like to invite our members 
to contact me or any member of the Ex-
ecutive if they have any other suggestions 
on how the Association can better support 
our members. 

— Susan Lake, President 
 

We are 
stronger when 
we work        
together 

The Composites Association of New Zealand will once 
again have a stand at the enormously successful BuildEx 
DesignEx expo which is on again in Auckland on July 4 and 
5, 2018. 

All CANZ members are urged to attend and support this 
interesting event showcasing as it does the different aspects 
of the New Zealand composite industry. 

The event will give CANZ  members the best chance at 
getting their products in front of the building and construction 

industry while they are all in one place. 
There were many good contacts made at last years’s 

event and we now want to highlight the industry again to this 
sector, which includes architects, builders, designers, project 
managers, engineers and more. 

If you have manufactured something that fits into this 
show and have time to work on the stand please contact 
Susan Lake or Greg Simons. 

For more information go to www.buildnz.com 

Contributed by GLENN CAMPBELL 
Of Campbell Composites 

There are many promoters used to initiate the cure of 
unsaturated polyesters, the most common being Cobalt 6%, 
which today commonly comes in the form of Cobalt Octoate, 
but in the past it was in the form of Cobalt Naphthenate. 
Cobalt can come in other concentrations however the 6% 
version is the more practical. Promoters are also sometimes 
called accelerators and there are many available to the Poly-
ester Chemist such as Potassium, Copper, Manganese and 
Zirconium. 

In this article we will focus on Cobalt 6% which usually is 
incorporated into the resin when purchased and therefore 
giving resins the term “prepromoted”. Cobalt 6% reacts with 
the Initiator typically Methyl Ethyl Ketone Peroxide (MEKP) 
and from this reaction, we get a “free radicle” which causes 
the styrene to cross link with the polyester resin backbone 
creating a solid matrix. 

The formation of the free radicle is as follows: 
Reaction 1  
ROOH  +  Co3+ →        ROO* + H+ + Co2+ 
Initiator +  Cobalt →  free radicle + Cobalt 
Reaction 2 
ROOH  +  Co2+ →       RO* + OH+ + Co3+ (2) 
Initiator  + Cobalt →  free radicle  +   Cobalt 

As you can see from the reaction, Cobalt (valence of 3) 
reacts with the peroxide becoming Cobalt (valence of 2) and 
this in turn then reacts with more peroxide returning to Cobalt 
(valence of 3). 

So, what does this all mean? Well the Cobalt 6% is the real 
catalyst in our industry and therefore we must be careful of 
how we dispose of grinding dust and trimmings from the 
laminate.  

Over the years, many of reported “bin fires” in our industry 
have been caused by indiscriminate dumping of so-called 
empty MEKP bottles into rubbish bins where the reactive 
Cobalt existed. 

In the end, like many of our waste products developed by 
our Industry, we need to make sure that this waste containing 
the Cobalt 6% is disposed of correctly. 

There are many other products used to promote unsatu-
rated polyesters as well as co-promoters, such as DMA, 
DMMA, DMEA, AAA, MAA AND EAA. We will discuss these 
in a subsequent issue of Flexi magazine. 
     It is important to note, that it is possible to over-promote a 
resin which in turn will give us a resin that will forever be 
under-cured. This same principle exists if we over initiate the 

resin.  

Understanding Cobalt 6% 

Marketing opportunity for all members 



 I would recommend anyone involved in the composite 
industry to make the pilgrimage to this World Composite 
Trade Show. 

The other JEC events held in both North America and 
Asia are smaller in scale and have a more local represen-
tation. The JEC World event in Paris is where everyone is 
at, all at once!  

With the huge number in attendance, meetings can be 
pressed for time if prior arrangements have not been 
made. Making appointments is key, some walk-in atten-
tion is certainly possible but with appointments made a 
few weeks out the use of time can be well optimised.  

It’s a chaotic experience with the amount of people 
descending on this exhibition. Security is understandably 
tight with the large number of management for iconic 
public companies present onsite, but for the composite 
constructor, designer or supplier, the range of suppliers 
and personnel “on stand” to meet with is well worth the 
effort and cost of a trip to Europe. 

This was my third visit to the show which is now held in 
the larger exhibitor halls at Villipinte close to Charles De 
Gaul Airport. 

Visiting the JEC World exhibition is a very efficient way 
of seeing the latest tech offerings of a diverse range of 
composite supply and manufacturing companies from 115 
countries. This year 42,445 professional visits were re-
corded with 1300 exhibitors present.  

This time I stayed at an Airport Hotel, one stop down 
from the airport and one stop from Villipinte. I achieved 
what I needed to do in my two days on the ground suc-
cessfully, but with the increase in size of the event an-
other day would have useful to soak up some more of the 
newer trends and suppliers and technologies on display. 

The larger corporate stands were all present as usual 
with their huge entourages of business managers on hand 
to discuss their new product releases and offering as well 
as the new emerging players. 

Raw Fibre material manufacturers are fully represented 
as are primary and ancillary equipment suppliers, technol-
ogy suppliers, engineering consultancies all present to 

sell the relevant services to a wide range of market sec-
tors.   

Countries of origin 
The show is divided into sections with companies 

grouped as per country of origin.  
Process demonstrations showing off the latest robotics 

for tape laying, computer-aided plotting and cutting, 
process consumable demos, formulations, chemical 
components and additives, autoclave suppliers, tooling — 
the list is really endless to feast and inspire the mind of 
someone involved with composites. 

Traders/distributors were well noted in their increase of 
numbers particularly as you might expect from the Asian 
region. How many of these traders supply anything relia-
bly I did wonder. There certainly appeared to be an in-
crease to “front rooms” with unseen before brandings and 
contact details with not too much else in evidence on 
show. Some caution may be needed with some of the 
smaller unknown offerings tucked away in the corners of 
these Halls. 

Spread tow Fibre Converters such as Textreme and 
ECC were promoting their light weight ply technologies in 
a variety of constructions. Low Carbon Ply weights from 
30gsm to 140gsm using spread tow technologies were 
trend evident using proprietary construction techniques, 
typically aimed at the sporting and recreational markets.  

Examples of foils built from many suppliers’ materials 
were clearly being used as demonstration of optimisation 
of light weight ply technology.  Kite Board Foils, Surf 
Board Foils, Power Boat Foils, Wind Surfing Foils. Foils 
were just everywhere, it appears this phenomena is hot 
property to the marketeers… 

‘Green’ marketing 
he increase in “green” marketing was very evident with 

core and fibre products being produced as recycled 
material and environmentally beneficial.  Recycled carbon 
fibre in chopped form was being offered from several 
suppliers which was not evident on my last visit. As was 

recycled carbon fibre in chopped, milled or recon-
structed into mat in both dry and pre-preg forms. 
Liquid resin system promoting “green” and im-
proved health and safety aspects has also clearly 
been on suppliers’ minds to develop since my last 
visit. The range of specialised formulations on 
show was incredibly wide, with many adhesive, 
resin and additive products not seen in New 
Zealand.   
    Cutting equipment and associated machinery, 
re-useable latex, silicon diaphragm/premixed 
dispensing equipment and the like were all on 
display, some with demonstrations.  
   Fastening systems were larger in number than I 
remember, as were panel jointing systems and 
edge treatment solutions for fabricators using 
composite panelling. 
   Another interesting stand had an example of 
carbon fibre exo-skeletons on display along with 
composite disability wheelchairs and a combina-
tion of the two. 
   Advanced composites are reaching more and 
more applications as we all know, but to experi-
ence just how diverse that trend is becoming I 
would thoroughly recommend a trip to the JEC 
World. n 

Dean Pannett, of New Zealand Composites, visited the JEC WORLD PARIS 
Trade Show held on March 6, 7 and 9, 2018, at Villipinte Paris Nord.  
This is his report . . . 

Artwork from intricately cut carbon monolithic panel-
ling locked together to create sculpture was attract-
ing a fair bit of attention, the JEC World Paris Trade 
Show held on March 6, 7 and 9, 2018, at Villipinte 
Paris Nord. Pictured above is a fly standing approxi-
mately 300mm high, while below, a composite wheel-
chair caught the eye. 



1 The Association for Composites 

If your work or interest is composites and fibreglass, we 
are the only association that focuses entirely on this 
business today. It helps one keep up with technology 
and other changes, and with our links to overseas 
composites association provides links worldwide. An 
association "Code of Ethics" protects members. 

2 Legislation Assistance 

The Composites Association keeps abreast of changes 
and issues guidelines to members. 

3 Own Code Of Practice 

Our very own “Composites Code of Practice” was 
published in 1998 and is the accepted “Code” for our 
industry. All members were able to provide input into its 
development to ensure it was workable. Compliance 
with the “Code” is the best way of meeting NZ health 
and safety requirements. 

4 Annual Conference 

Keeping up-to-date with technology can be as easy as 
attending the Association’s conferences. A wide range 
of speakers update us on new materials, technology 
and equipment. There are hands-on equipment and     
materials demonstrations and an exhibition with ideas 
and information for all. 

5 Regular Flexi  Magazine 

A regular magazine called Flexi is published for     
members to keep them abreast of what is going on in 
the industry. 

6 Industry Training 

The association has led in the development of training 
courses to suit our industry, working in association with 
the New Zealand Marine and Composites Industry 
Training Organisation.  

7 Education, Marketing, Standards 

Members can attend educational evenings to learn 
about materials and techniques. Members can      
participate in projects to market composites in New 
Zealand and support the development of accepted 
standards. An example of this was the publication of a 
“FRP Design Manual”. 

8 Low Cost 

The cost to members is very reasonable indeed, in view 
of the comprehensive service provided by the        
Association. This is a great investment for your future in 
our industry. 

9 Official Solicitors 

CANZ would like to acknowledge and thank sponsor 
Clendons, Barristers and Solicitors, Commercial    
Lawyers, Auckland, now official solicitors for CANZ in its 
official magazines, newsletters and other               
communications to members.  

Here’s         good reasons 
why you will benefit 

We welcome your 
contributions 
Advertising enquiries should be 

directed to Caroline Gibson   

caroline@composites.org.nz 

Editorial  enquiries should be     

directed to Graeme Stilwell                               

imagineprint@xtra.co.nz 

By Mark Battley 
CACM 
University of Auckland 

The increasing use of 
composites in building appli-
cations means that under-
standing their flammability 
performance is critical.  

Resins are sold as fire-
retardant, but what does this 
really mean, and how does 
the rest of the laminate affect 
its performance?  

Recognising that the lack 
of understanding of flamma-
bility is an industry-wide 
problem, CANZ took the 
initiative of starting a re-
search project to start to 
learn more about it. 

This was funded by a 
Callaghan R&D Student 
grant, and led by Core Build-
ers Composites and the 
University of Auckland’s 
Centre for Advanced Com-
posite Materials. Materials 
were supplied by Adhesive 
Technologies, Chemical 
Specialities, Gurit and NZ 
Composites. Chris Lu, an engineering student from the 
University of Auckland worked on the project over the 2017-
18 summer, manufacturing samples at Core Builders Com-
posites and testing then in the Cone Calorimeter Facility at 
CACM. 

What did we learn? 

Too much to list here, but the project has been presented 
to the various partners and CANZ members, and will also 
be discussed at our upcoming conference in Wellington. 

 In brief: there are different types of fire retardants, and 
each performs in a different way, but they all had similar 

effects on reducing the maximum and average heat release 
rate. 

It is important to understand that FR resins don’t stop it 
burning, they just slow it down. So the resin weight content 
is critical — more resin is more fuel, so don’t use more than 
you have to! Chris also investigated how the test results are 
used by the NZ Building Code to define group numbers, 
which is also important to understand. 

This was an initial study and there is a lot more to do. We 
are keen to continue this work to learn more, so if you are 
interested in being involved please contact Susan Lake or 
Mark Battley.  

Making sense of a burning issue 


