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GENERAL CUTTING INSTRUCTIONS

Preliminary information

1

1.1

Evoca is able to provide indications of the best cutting parameters based on the experience of its 
technicians. In any case, it advises the user to carry out tests on the material in order to find the most 
suitable parameters for the machine and tools used. These parameters can also be influenced by the 
amount of wear on the tools as well as the operation of the machine.  

Before carrying out any cutting operation, the operator is required to remove any dust residues from 
the slab and visually inspect the surface. Any claims regarding visible defects cannot be made for 
materials that have already been used and/or installed. 

It should also be noted that the nominal size of the Evoca slab is 160x320 cm [63”x126”]. For this 
reason, small chips or cracks on the edges are not to be considered as defects as long as it is still 
possible to obtain the aforementioned size.

CUTTING  
AND INSTALLATION 
MANUAL 
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Furthermore, if possible make the holes in the area closest to the center of the original slab.

For kitchen tops in the classic L shape, use a wide radius on the inside corner. However, for greater 
strength of the top it is recommended to divide the piece into two parts. In this case it is advisable 
to study the placement of cuts that fit well with the final composition.

When possible, it is recommended that the perimeter cuts of the finished surface not coincide with 
the detensioning cuts.

When making holes and internal cuts, Evoca recommends leaving no less than 5 cm [2”] between two 
cuts/holes, as well as between a cut/hole and the edge of the slab itself.

General cutting instructions1.2

Evoca slabs can be cut and manipulated on traditional cutting machines for natural stone, marble and 
quartz agglomerates, like bridge saws and CNC bridge saws, CNC contouring machines and waterjet 
machines. If using a tool, it must be suitable for cutting 12 mm [½”] porcelain slabs. In this manual, 
information and cutting parameters will be provided for:
• Waterjet machine
• Bridge saws and CNC Bridge saws
• CNC contouring machine

For best results, it is good practice to verify the perfect flatness of the work surface on which the 
slab will be placed, and eliminate any scrap and debris from previous operations. The flatness of 
the working surface, combined with that of the slab, is important for a good quality cut because it 
reduces vibrations.

Before carrying out any type of work on the slab, Evoca always recommends making a detensioning 
cut. The detensioning cut consists in eliminating 1-2 cm [3/8”-3/4”] of material along all sides: in this way 
it is possible to release any residual tension in the piece. 

It is recommended to first cut parallel to the long sides of the slab, and then parallel to the short 
sides. Furthermore, these detensioning cuts allow the slab to be squared for subsequent operations.
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MIN. 2 cm [¾"] 

1

3

2

4

MIN. 2 cm [¾"] 

MIN. 1 cm [⅜"]

Furthermore, when making quadrangular holes Evoca does not recommend 90° corners. Corners 
should be rounded with a curvature radius of 5 mm [¼”] or more. If the geometry of the hole allows it, 
use wider radii (8-10 mm) [3/8”].

In any case, in general it is good to remember that the strength of the finished surface increases 
the greater the radius of the curvature inside the holes and the greater the distance between two 
adjacent cuts. Surfaces with large holes are inherently more delicate.

RADIUS 5 mm [¼"]DISTANCE 5 cm [2"]
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Waterjet cutting

Disc cutting with bridge saws

1.3

1.4

When using waterjet machines, Evoca suggests performing operations in the following sequence:
• Detensioning cuts 
• Perimeter cuts 
• Any internal holes

When making internal holes, it is advisable to start cutting from a point inside the perimeter of the 
hole (at least 2 cm [¾”], if possible), and then move outwards towards the perimeter with a curved 
(curled) trajectory. Once the cut is completed, it is suggested that the nozzle also exit with a curved 
trajectory, towards the inside of the hole. 

When using bridge saws, it is recommended to perform operations in the following sequence:
• Detensioning cuts
• Perimeter cuts

Evoca recommends a nozzle feed rate of 1000-1500 mm/min [3.3-5 ft/min] for straight perimeter cuts 
and a speed of 500-800 mm/min [1.6-2.6 ft/min] for internal holes. The jet pressure must be between 
3000 and 3500 bar, with a consumption of abrasive of about 0.35 kg/min [0.77 lbs/min]. For internal 
holes, it is recommended to reduce the pressure of the jet to 600-800 bar at the start, and then 
increase to 3000-3500 bar when the jet has completely penetrated the thickness.

If the machine allows 45° waterjet cuts, a feed rate equal to half the feed rate used for straight cuts 
is recommended.

Evoca suggests the use of diamond discs specifically produced for porcelain with a 12 mm [½”] 
thickness. Diamond discs for granite (soft, hard), marble, and quartz agglomerates are not suitable for 
cutting Evoca porcelain slabs. For this type of cut, it is advisable to use sector diamond discs.

Disk cutting with a bridge saw must be performed wet, ensuring an abundant jet of water directed 
precisely at the cutting area, both frontally and laterally.

The direction of rotation of the disc must be consistent with the direction of its movement.

Evoca suggests the use of diamond discs with a diameter of 30-35-40 cm [11 ¾”-13 ¾”-15 ¾”], depending 
on the machine used, ideal for cutting a thickness of 12 mm [½”]. The rotation speed depends on the 
disc diameter. The ideal tangential velocity of the crown is generally about 40-45 m/s [131-147 ft/s].

At the end of each cutting operation, it is recommended to rinse the slab with plenty of water to 
remove debris, dust or abrasive produced during cutting.
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DETENSIONING
PERIMETRAL CUTS

STARTEND

DIAMETER (MM) ROTATION SPEED (RPM)

300 [11 ¾”] 2800

350 [13 ¾”] 2200 - 2500

400 [15 ¾”] 1900 - 2100

For the optimal parameters of any given disc please refer to the manufacturer’s data sheet.
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The optimal feed rate for the disc is 1000-1200 mm/min [3.3-4 ft/min]* for straight linear cuts, 
while for a 45° cut it must be reduced by 40%. In the latter case, it is important to reduce the disc’s 
feed speed because it is subject to greater vibration.

In order to reduce vibration during cutting (linear and inclined), it is important that the optimum feed 
speed be achieved when the whole disk is completely inside the material, not just at the entry but 
also, above all, at the exit. For this reason, if the machine allows it, Evoca recommends reducing the 
feed rate by 50% until the disc is completely inside the material. This distance therefore depends on 
the diameter of the disc.

It is important that the disc fall below the slab level by 1-2 mm [⅛”] so that the cooling water can also 
be effective from below. 

As support material for the slab during cutting, Evoca recommends specially designed vulcanized 
rubber sheets, panels of expanded polymeric material (XPS), granite slabs or quartz agglomerates. The 
use of marine plywood is not recommended because it absorbs water and can become deformed.

If the diamonds on the disc are clogged, it is advisable to clean the disc by cutting sandstone 
slabs, agglomerated quartz, sand- or cement-based bricks or dressing stone sold for this specific 
purpose.

If the working surface allows it, it is possible to place a strip of abrasive material against the slab 
to be cut so that after the slab is cut the disc continues its stroke passing through the abrasive 
material, thus reviving it.

Making holes

Circular holes

1.4.1

1.5.1

After using the bridge saw to cut the perimeter, Evoca does not recommend using the bridge saw to 
also make rectangular internal holes.
To make holes it is necessary to use a waterjet or CNC contouring machine.

Circular holes, both those intended for mixer taps and those in the corners of quadrangular holes, 
are made using wet diamond core bits. Abundant water flow is required both internally and 
externally to the cutting circumference.

Core bits of all diameters are available on the market. The recommended rotation speeds range 
between 2000 and 3000 RPM*, depending on the diameter of the core bit, with a feed speed 
through the thickness of 20-30 mm/min [¾-1 ⅛ in/min]*.

If the machine allows it, during the first and last 2 mm [⅛”] the drill bit should have a lower feed rate 
of about 5 mm/min [¼ in/min]*. This minimizes the risk of chipping at the bottom of the slab.

Cutting with a CNC contouring machine1.5

When using a CNC contouring machine to make cuts and holes, the positioning of the suction cups 
on the lower part of the slab is crucial. The suction cups must be uniformly distributed under the 
slab to reduce vibrations and bending during cutting operations. When making holes and cutting 
portions of the material, it is mandatory to place the suction cup(s) in the area to be cut so that it is 
well supported and nothing falls at the end.

Make sure that the suction cups have a perfect grip on the back of slab. 

Note: Evoca slabs that have fiberglass mesh on the back require a higher level of compared to those 
that don’t have it. Before proceeding with any kind of cut it is advisable to perform the resistance test 
for an optimal result

FEED RATE
50% 100% 50%100%

1 - 2 mm [⅛"]  

COUNTERTOP PERIMETER
SUCTION CUPS

* For more detailed values, please refer to your Evoca representative who will provide the technical data sheets.
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Counterbore hole

Quadrangular holes

1.5.3

1.5.2

When making a counterbore hole, Evoca recommends making the counterbore before the actual 
hole. The counterbore is made with a finger bit that removes material even from the lower surface. 
In general, the cutter is not able to remove all the material in a single pass. Repeat until reaching the 
desired depth: Evoca does not recommend using counterbores greater than 6 mm [¼”], i.e., half the 
thickness of the slab.

In the CNC machine it is possible to make quadrangular holes by first drilling holes in the corners with 
a diamond core bit (bearing in mind the general indications of radius) and subsequent execution of 
the cut using a diamond finger bit. 

In this case, a circular hole is first made with a diamond core bit inside the perimeter of the 
quadrangular hole. If possible, this circular hole should be made in the center of the quadrangular 
hole, at the greatest possible distance from the hole’s perimeter.

The diamond finger bit, having a diameter that is smaller than the circular hole, is placed in the hole 
just made and moved towards the perimeter of the quadrangular hole following a wide circular 
trajectory until the hole is completed. The typical feed rate for this type of operation is 200-300 
mm/min [8-12 in/min]*, with a rotation speed of 5000-5500 RPM*.

The finger bit should not work the corners of the hole where the circular holes have already been 
made, thus avoiding any extra pressure on the corner.

PERIMETRAL CUT

FINGER BIT CUT

CORNERS 
AND CENTRAL DRILLING

12 mm [½"]
MAX 6 mm [¼"]

Edging of slabs1.5.4

The edges of Evoca porcelain stoneware slabs can be worked with a CNC contouring machine in order 
to create different profiles. Evoca does not recommend leaving the edges with a sharp edge and 
advises to make a bevel of at least 1 mm or a rounded edge with a minimum curvature radius of 1 mm. 
The edge of the slab can be subjected to the next step of grinding, including polishing. Here are some 
examples that can be obtained using a CNC contouring machine. 

The outer edge of the slabs, but not the internal edges of the holes, can also be shaped using an 
edge polisher machine. In this case, in the absence of a CNC contouring machine, the edge of the 
hole must be worked with a manual diamond pad.

The edge polisher machine is also able to cut the slab’s outer edge at 45°.

* For more detailed values, please refer to your Evoca representative who will provide the technical data sheets.
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COUNTERTOP INSTALLATION

Supports

2

2.1

Evoca slabs can be glued to a solid support or on reinforcements. Whatever the support it is advisable 
to use elastic and deformable adhesives that can adjust to the different thermal expansions of the 
slab and the substrate. There are even spreadable adhesives available that guarantee adhesion to any 
type of support and good deformability. The gluing of slabs to quartz agglomerate reinforcements is 
absolutely not recommended.

In the case of gluing on reinforcements, make sure that the reinforcements are positioned at the 
most delicate points of the slab, such as the internal perimeter of the holes (sink, hob, mixer tap) 
andeven along the entire external perimeter.

Evoca suggests keeping the slabs vertical when moving them. If the holes are situated closer to one 
side, it is recommended to keep that side at the top.

COUNTERTOP PERIMETER
REINFORCEMENTS
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Flush slabs 45° joints2.2 2.3

If the design of the kitchen counter calls for the combination of two or more flush slabs, as in the case 
of L or U-shaped kitchens, Evoca recommends making a 1 mm bevel on the adjacent edges to avoid 
chipping during positioning. 

In any case, the leveling of the substrate is essential for ensuring the flatness of the top of the two 
slabs.

Always include a minimum joint (1 mm) filled with silicone or epoxy filler in the same color as the slab, 
taking care to clean the two surfaces to be joined properly before applying the adhesive.

If the project requires the creation of mitered edges (45°), the edges should be glued with a specific 
adhesive, after which the joint must be beveled in order to soften the sharp edge. However, it is 
also possible to make a slight bevel on the two edges before gluing them together.

Evoca always recommends leaving a margin of at least 2 mm between the slab and the wall, in order 
to avoid any problems of variation in the flatness of the wall and thermal expansions of the countertop. 
This margin can be covered by adding a baseboard.

In addition, for a flush stove top or sink, it is recommended to leave 2 mm between the stove/sink 
and the counterbore.

In both cases, Evoca recommends filling the empty space with silicone or seals provided by the stove 
top or sink manufacturer. 

Before applying the adhesive, make sure the edges are clean, and, if necessary, clean them with 
acetone.

The adhesives most suitable for bonding 45° joints are dual component epoxies. The catalysis of these 
adhesives is chemical and requires some hardening time*. The temperature of both the room and 
the slabs affects the hardening time: it is recommended to glue the pieces together at a temperature 
above 10°C [50°F]*. In any case, Evoca suggests that you carefully read the recommendations of the 
adhesive’s manufacturer.

It is important to remove any excess adhesive before it has hardened. Please refer to the Cleaning 
and Maintenance Manual for cleaning suggestions.

To create invisible joints, it is best to cut each edge at an angle of just over 45° in order to leave 
more space for the glue at the back of the joint.

In the case of a 45° joint between slabs for outdoor use, and therefore subject to different degrees 
of thermal expansion between the Evoca and the support, it is strongly recommended to use a 
support for the miter separated from the horizontal support by at least 5 mm [¼”]. This space allows 
a differential expansion between the floor and the substrate. Use adhesive suitable for outdoor 
applications, resistant to thermal shock, water, and yellowing 

12 mm [½"]

1 mm  

1 mm  

SILICONE SEALS

12 mm [½"]

2 mm  

ADHESIVE

12 mm [½"]

MIN. 5 mm [¼"]

ADHESIVE  
FULL REINFORCEMENT
MITER REINFORCEMENT

* For more detailed values, please refer to your Evoca representative who will provide the technical data sheets.
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Sinks2.4

Evoca slabs can be combined with different types of sinks, such as top-mount, bottom-mount and 
flush-mount.

We recommend that you follow the installation instructions of the sink manufacturer.

In the case of a bottom-mount sink larger than the hole in the counter top, in order to reduce the 
risk of chipping it is advisable to make a bevel or a rounded edge with at least a 1 mm radius even 
on the lower edge.

For a flush-mount sink, follow the cutting instructions and leave a margin of at least 2 mm between 
the sink and the counterbore.

For medium and large sinks it is always a good idea to use support brackets under the sink.

12 mm [½"]

2 mm  TOP-MOUNT SINK

12 mm [½"]

BOTTOM-MOUNT SINK

12 mm [½"]

2 mm  

SILICONE 2 mm

FLUSH-MOUNT SINK
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TREATING SLAB EDGES3

Once the Evoca porcelain slab has been cut, the edges (of both the outer perimeter and any holes) 
may be more prone to staining. 

For this reason, after cutting Evoca advises applying a sealant product specific for porcelain stoneware 
- like FILASTOP DIRT - to the visible edges. It is best to apply this product immediately after making 
the cuts, where the work is being carried out.

TREATED EDGES
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1   ORDINARY CLEANING      2   EXTRAORDINARY CLEANING

ORDINARY CLEANING1

For the ordinary cleaning of Evoca slabs, it is advisable to remove the dust with a dry and clean cloth. 
Afterwards, we recommend using the product FILABRIO.  We suggest using the doses recommended 
by the manufacturer and a microfiber cloth.

In any case, to avoid extraordinary cleaning, it is advisable to immediately remove any stain before 
it dries.

EVOCA  CLEANING AND MAINTENANCE MANUAL

EXTRAORDINARY CLEANING2

In the case of dirt that is resistant to ordinary cleaning, it is recommended to use a detergent spe-
cific to the type of dirt. 

Prompt action remains an important factor for the success of the cleaning operation. 

It is suggested to perform a preliminary test on a small stained portion, verifying the effectiveness 
of the detergent before using it on the whole surface.

Never use concentrated hydrochloric acid and/or caustic soda or detergents that contain hy-
drofluoric acid and/or its derivatives.

Below is a table showing detergents suitable for various types of dirt:

CLEANING  
AND MAINTENANCE 
MANUAL 
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TYPE OF DIRT DETERGENT/SOLVENT APPLICATION

FILA FILA

FABER FABER

GREASE Degreasing detergent  
(like FILA PS87)

Damp cloth

Deep Degreser White Pad

COFFEE Degreasing detergent  
(like FILA PS87)

Damp cloth

Coloured Stain Remover Direct application

WINE Degreasing detergent  
(like FILA PS87 or SR95)

Damp cloth

Coloured Stain Remover Direct application

BEER Degreasing detergent  
(like FILA PS87)

Damp cloth

Tile Cleaner White Pad

FRUIT JUICE Degreasing detergent  
(like FILA PS87)

Damp cloth

Tile Cleaner White Pad

COCA COLA Degreasing detergent  
(like FILA PS87)

Damp cloth

Tile Cleaner White Pad

INK Degreasing detergent  
(like FILA PS87 or SR95)

Damp cloth

Coloured Stain Remover Direct application

VOMIT AND URINE Degreasing detergent  
(like FILA PS87)

Damp cloth

Tile Cleaner White Pad

ICE CREAM Degreasing detergent  
(like FILA PS87)

Damp cloth

Deep Degreser White Pad

FELT TIP PEN Degreasing detergent  
(like FILA PS87)

Damp cloth

Coloured Stain Remover Direct application

BLOOD Degreasing detergent  
(like FILA PS87)

Damp cloth

Coloured Stain Remover Direct application

HAIR DYE Degreasing detergent  
(like FILA PS87 or SR95)

Damp cloth

Coloured Stain Remover Direct application

RUBBER Degreasing detergent  
(like FILA PS87)

Damp anti-scratch  
Scotch Brite

Solvent Stripper White Pad

RUST Detergent for rust removal  
(like FILA NO RUST)

Damp anti-scratch  
Scotch Brite

Cement Remover White Pad

SILICONE Detergent for silicone removal  
(like Fila ZERO SIL)

Damp anti-scratch  
Scotch Brite

Epoxy Cleaner White Pad

WAXES AND RESINS Solvent  
(like FILA SOLV or Fila ZERO SIL)

Damp anti-scratch  
Scotch Brite

Wax Remover White Pad

ALUMINUM MARKS Descaling detergent  
(like FILA DETERDEK)

Damp anti-scratch  
Scotch Brite

Tile Cleaner White Pad

PENCIL MARKS Descaling detergent  
(like FILA DETERDEK)

Damp anti-scratch  
Scotch Brite

Tile Cleaner White Pad

LIMESCALE Descaling detergent  
(like FILA DETERDEK)

Damp anti-scratch  
Scotch Brite

Cement Remover White Pad

Application2.1

The good result of the cleaning process is strictly related not only to the accurate choice of the product 
type but to its correct application as well. Thus, Evoca always recommends to view the technical data 
sheet of the product chosen for cleaning.
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PRECAUTIONS3

Evoca is not responsible in any way for the improper use of the material, which is why it recommends:

• Prevent collisions with the most exposed points like corners and edges, both  
 with and without a miter.

• Avoid using metal or abrasive pads.

• Do not use knives with a ceramic blade because the hardness of the two materials is very similar.

• For dark colors and/or Polished surfaces use wood or plastic cutting boards for cutting food.

• Do not place hot objects (such as frying pans, pots, coffeepots, etc) directly on the surface.  
 Instead, use trivets to protect the surface.

Note: To repair shallow surface scratches of both the Honed and Polished finishes,  
contact Evoca directly.

It is understood that Evoca cannot be held responsible for events, damage or defects due to negligent 
cleaning and maintenance. 

This technical manual was drawn up by Evoca technicians  
based on laboratory testing, therefore it may be updated  
as new technologies are developed.

The sole purpose of this manual is to inform slab installers  
of the state of the art in cutting and handling techniques. 

Evoca is not in any way responsible for any breakage occurring  
while working with the material nor is it responsible for visible defects  
in materials that have been cut or installed.

With regard to optimal working parameters, always refer  
to the technical sheets of the tool/machine manufacturers.  
In any case, Evoca can provide the technical sheets  
of the tools of the technical partners that collaborated  
in the development of this technical manual.
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CARATTERISTICHE TECNICHE 
TECHNICAL FEATURES

GRES PORCELLANATO  
COLORATO IN MASSA - NON RETTIFICATO 
COLOURED BODY  
PORCELAIN TILES - NOT RECTIFIED Requirements for nominal size N 

Requisiti per dimensione nominale N

N ≥ 15 cm
Honed Polished(%) (mm)

Regularity
characteristics

Thickness  
Spessore

ISO 10545-2

± 0,5± 5 ± 5,0% 
± 0,5 mm

Surface flatness 
Planarità

c.c. ± 0,5 c.c. ± 2,0
± 0,5%

±2,0 mme.c. ± 0,5 e.c. ± 2,0

w. ± 0,5 w. ± 2,0

EN 14411 annex G (Group BIa)
EN 14411 appendice G (Gruppo BIa)

ISO 13006 annex G (Group BIa)
ISO 13006 appendice G (Gruppo BIa)

Structural
characteristics

Water absorption  
Massa d’acqua assorbita

ISO 10545-3 Ev  0,5% Individual max 0,6% -  Ev ≤ 0,5% Valore max singolo 0,6%  0,1 %

ASTM C 373 Requirement ANSI A137.1 Water Absorption Max  0,5%   0,5 %

12 mm - S  3500

R  45 N/mm2

6 mm - S  1000

20 mm - S  10000
Bulk 
mechanical
characteristics

Breaking strength 
Sforzo di rottura 

ISO 10545-4

 S  1300 N
for thickness  7,5mm

per spessore  7,5mm

 S  700 N
for thickness < 7,5mm

per spessore < 7,5mm

Modulus of rupture  
Resistenza alla flessione R ≥ 35 N/mm2

Surface 
mechanical
characteristics

Mohs hardness  
Durezza Mohs EN 101 - 6 4÷5

Resistance to deep abrasion 
of unglazed tiles (removed volume)  
Resistenza all’abrasione profonda delle piastrelle 
non smaltate (volume materiale asportato)

ISO 10545-6 ≤ 175 mm3  160 mm3

Thermal and 
hygrometric 
characteristics

Coefficient of thermal linear expansion 
Coefficiente di dilatazione termica lineare ISO 10545-8 Declared value 

Dichiarare un valore
Test method available

Metodo di prova disponibile  9 M°C-1

Thermal shock resistance 
Resistenza agli sbalzi termici ISO 10545-9

Pass according to ISO 10545-1
Test superato in accordo con

ISO 10545-1

Test method available
Metodo di prova disponibile

Resistant
Resistente

Resistente

Moisture expansion (in mm/m) 
Dilatazione all'umidità (in mm/m) ISO 10545-10 Declared value 

Dichiarare un valore
Test method available

Metodo di prova disponibile  0,01% (0,1mm/m)

Frost resistance 
Resistenza al gelo ISO 10545-12

Pass according to ISO 10545-1
Test superato in accordo con

ISO 10545-1

Required
Metodo di prova richiesto

Resistant

Physical 
properties

Bond strength/adhesion for improved 
cementitious adhesives 
Adesione a trazione con adesivi cementizi migliorati 

EN 1348 Declared value 
Dichiarare un valore -   1,0 N/mm2

(Class C2 - EN 12004) 

Reaction to fire 
Reazione al fuoco - Class A1 or A1

Classe A1 oppure A1 - A1 (only ceramic tiles)

Chemical 
characteristics 

Resistance to household chemicals and 
swimming pool salts
Resistenza ai prodotti chimici di uso domestico 
ed agli additivi per piscina  

ISO 10545-13

Minimum Class B (U for unglazed tiles)
Classe minima B (U per piastrelle non smaltate) UA

Resistance to low concentrations of acids 
and alkalis 
Resistenza a basse concentrazioni di acidi e alcali 

Declared Class
Dichiarare una Classe

Manufacturer is to 
state classification

Secondo la classificazione 
indicata dal fabbricante

ULC

Resistance to high concentrations of acids 
and alkalis 
Resistenza ad alte concentrazioni di acidi e alcali

Declared Class
Dichiarare una Classe

Test method available
Metodo di prova disponibile

UHC

Resistance to staining  
Resistenza alle macchie ISO 10545-14 Declared Class

Dichiarare una Classe
Test method available

Metodo di prova disponibile

ULA

UHA

5 5

Release of dangerous substances: 
Cadmium (in mg/dm 2 2) and Lead (in mg/dm 
Rilascio di sostanze pericolose: 
Cadmio (in mg/dm 2) e Piombo (in mg/dm 2)

ISO 10545-15 Declared value 
Dichiarare un valore

Test method available
Metodo di prova disponibile

 0,01 mg/dm2  Cd
 0,1 mg/dm2  Pb

Resistance to scratching
Resistenza alla graffiatura

UNI EN
15186:2012 met.B

CEN/TS 16209 Class B
CEN/TS 16209 Classe B

Tendency to retain dirt
Tendenza a ritenere lo sporco UNI 9300:2015 No visible change (5)

Nessun cambiamento visibile (5)

Surface resistance to cold liquids
Resistenza delle superfici ai liquidi freddi

UNI EN
12720:2013

CEN/TS 16209 Class A
CEN/TS 16209 Classe A

Surface resistance to wet heat
Resistenza delle superfici al calore umido

UNI EN
12721:2013

CEN/TS 16209 Class A
CEN/TS 16209 Classe A

Surface resistance to dry heat
Resistenza delle superfici al calore secco

UNI EN 
12722:2013

CEN/TS 16209 Class A
CEN/TS 16209 Classe A

Assessment of resistance to impact
Resistenza all'urto ISO 4211-4:1988 Class 4 (ST)

Classe 4 (ST)

)

fl

fl
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