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Stoner history:
• Founded 85 years ago by Paul Stoner, in Quarryville, 

Pennsylvania.

• Offer a wide range of solutions to industry; Rotational 
Molding, Injection Molding, Composites, Plastics, Rubber, PU, 
Investment Casting, Fiber Spinning with over 350 products.

• We have our own R&D Laboratory where our own PhD 
chemists help improve existing formulations and constantly 
develop and test new ones.

• We carry ISO 9001 & ISO 13485 certification which is 
recognized worldwide.



What are the key molding factors?

▪ Find the best combination of resin, release, temperature & speed

▪ Match the best release & resin

▪ For the best results start with a clean mold

▪ Pre-heat the mold surfaces to 130 ℉.

▪ Apply release uniformly on the mold, when spraying do not exceed 20psi

▪ Provide even coating across a warm mold

▪ Release is drawn into mold pores

▪ Water evaporates leaving a uniform coating of un-cured release

▪ Run coated mold through an empty cycle first



Why should we Cure the Mold Release?

You will get more pulls per application.

You will minimize whitening.

You will get the greatest value…you’ll use less Mold Release



What happens when you don’t Cure the Mold Release?

It WILL Cure…when it gets into the oven.

It should be Cured WITHOUT Resin in the tool, or some of the Resin will Cure into 
the Mold Release.

So…when the tool is charged for the next part, the new Resin will adhere to the 
little fingers of Resin that’s Cured into the Mold Release. 



The Whitening Effect:
What Is It and Why Does It happen?

I would like to thank Jon Ratzlaff and 
Chevron Phillips Chemical Company for 
sharing many of the photographs on the 
next 2 pages. 
 



Results after Heating a Whitened Part with an LP Tank 
Torch



Minimizing the Whitening Effect

• Agitate the Mold Release before use and apply to a clean and dry surface.
• Preheat the mold surface until its 55–60°C (130–140°F) and feels warm to the touch.
• Use equipment that provides a fine spray mist (1 – 1.5 mm nozzle). 
• When wiping, agitate the Mold Release and apply it to a clean cloth.
• Lightly apply onto the mold surface, ensure all areas are coated evenly.
• Check that the P.I.A.T. is a minimum of 132°C (270°F) for curing.
• Run the mold empty for 5 to 10 minutes of a full production cycle with the oven 

temperature at 170°C (350°F). 
• For spot touch-ups, apply the Mold Release where needed and cure the freshly coated area 

with a heat gun or LP Tank Torch, applied to to the outside of the mold. This cures the Mold 
Release and enhances the bond between the coating and the mold’s surface. 

Proper curing will give a bond between mold and coating that will ensure no transfer of 
coating to the molded part. It also ensures the most effective coating for a durable life cycle.



Summary

Find the best combination of resin, release, temperature & speed

Match the best release and resin to the heating mechanism (hot air, 

flame or electrical heating elements)

Start with a clean mold

Run coated mold through a cycle empty first

Can do spot curing with a heat gun on the outside of the tool

Apply release uniformly on the mold





TraSys – Core products








