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Preliminary Information
Vasari surfaces, created from high-quality raw materials using dry compaction techniques and subsequently fired in
latest generation ceramic kilns, have the high levels of ruggedness and durability necessary for use in even the most
extreme conditions. Along with the possibility of installation in wet and outdoor areas, Vasari slabs are ideal for use on
kitchen worktops thanks to their outstanding resistance to shock, scratching, heat and chemicals. As a result, Vasari
provides the perfect combination of style and practicality for the worktop & Australian design segment.
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INTRODUCTION
Vasari is born Italian, from the heart of the Emilia region, the latest technological advancements in
the production of large format porcelain surfaces and have been fused with the most current global
trends and designs to create the ultimate porcelain surface.

In collaboration with ABKSTONE, part of the ABK group, one of the world's leading producers of
large format materials.

ADDITIONAL INFORMATION
Slab Thickness: 12mm & 6mm
Slab Dimension: 3200mm x 1600mm
Colours: 20
Finishes: 2

APPLICATIONS
Vasari surfaces are one of the most technologically advanced porcelain surfaces in the
Australian market today and as such, offer a high array of applications to suit every internal
or external design request.

Kitchen benchtops

Flooring

Splashbacks

Custom Furniture

Vanity Units

BBQ Surrounds

Wall Lining

Fireplace Hearths

Pictured: Superwhite
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GENERAL CUTTING INSTRUCTIONS
Vasari slabs can be cut and machined on traditional cutting machines for natural stone, marble and
quartz agglomerations such as bridge milling and CNC machines, CNC contouring machines and
waterjet machines. In the case of machining using a tool, it must be suitable for cutting 6-12-20 mm
porcelain stoneware.

Information and parameters are provided in this manual for cutting on:
Waterjet machines
Bridge and CNC milling machines
CNC Contouring machines

In order to achieve optimum machining, it is good standard practice to verify the perfect
flatness of the work table/grid plate on which the slab will be placed, as well as the absence
of scraps and debris from previous operations.

The flatness of the work table/grid plate, combined with that of the slab, is important for the
good quality of the cut because it reduces vibrations. Before carrying out any type of
machining on the slab, Vasari always recommends doing a trimming cut.

The trimming cut consists in cutting 1 cm more than the thickness of the material being
machined on a long side and a short side.
Pictured: Atlantis Smoke
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GENERAL CUTTING INSTRUCTIONS (cont)
In drilling holes and making internal cuts, Vasari recommends leaving no less than 5 mm between
two adjacent cuts/holes and between a cut/hole and the edge of the slab itself.

Moreover, in carrying out quadrangular holes, Vasari advises against carrying out 90° angles.
Set out a radius in correspondence to these corners, with radius of curvature greater than or equal
to 5 mm. If the geometry of the hole allows, use wider radii (8-10 mm).

In any case, as a general rule, you should remember that the sturdiness of the finished
surface increases with the increase of the internal radius of curvature of the holes and with
the increase of the distance between two adjacent cuts. Surfaces with large holes are
intrinsically more delicate.

If possible, carry out the holes on the surface in the portion of material closest to the centre of
the original slab. In the event of “L” shaped kitchen countertops, provide a wide radius on the
internal corner.

Nevertheless, for greater sturdiness of the surface, we recommend dividing the piece into
two parts. In this case, we recommend studying the most suitable cutting scheme for the
aesthetics of the composition.

7
GENERAL CUTTING INSTRUCTIONS (cont)
At the end of each cutting operation, it is advisable to rinse the slab with abundant water jets in
order to remove debris, dust or abrasives consumed during the machining.

WATERJET CUTTING
In creating surfaces using waterjet machines, we recommend carrying out the operations in the
following sequence:
Trimming cuts
Any internal holes

In carrying out internal holes, we recommend beginning the cut from a point inside the perimeter of
the hole (at least 2 cm, if possible) and then proceed toward the perimeter with a curved trajectory
(curled). Once the cut is complete, we also recommend removing the nozzle with a curved
trajectory, toward the inside of the hole.

We recommend a nozzle feed rate of 1000-1500 mm/min for straight perimeter cuts and a feed
rate of 500-800 mm/min to carry out internal holes. The pressure of the jet must be between 3000
and 3500 bar and the abrasive consumption about 0.35 kg/min.

In the event of carrying out internal holes, we recommend reducing the jet entrance pressure to
600-800 bar, to then increase to 3000-3500 when the jet has completely penetrated inside the
thickness. Should the machine allow 45° waterjet cutting, we recommend a feed rate equal to half
of the feed rate used for straight cuts.
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BRIDGE SAW CUTTING
We recommend using specific diamond disks for porcelain stoneware and 6-12-20 mm thickness.
Diamond disks for granite (soft, hard), marble and quartz agglomerations are not suitable for cutting
Vasari porcelain stoneware.

For this type of cut, we recommend using sectored or resin diamond disks. Disk cutting on bridge
milling machines must be carried out damp, ensuring an abundant jet of water directed precisely at
the cutting area, from both the front and the side.

The rotation direction of the disk must be consistent with the feed direction of the same.
Vasari recommends using diamond disks with 30-35-40 cm diameter depending on the machine
used, ideal for cutting a thickness of 6-12-20 mm. The rotation speed depends on the diameter of
the disk. The ideal tangential speed of the crown is generally about 40-45 m/s
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BRIDGE SAW CUTTING (cont)
The optimum feed rate of the sectored disk is 1200-1600 mm/min (6-12-20mm) for linear straight
cuts, whereas in the event of a 45° cut, it must be reduced by 40%. For linear cuts using a resin disk,
the speed of 2500 mm/min is reached. In the case of a 45° cut, it is important to reduce the feed
rate of the disk because it is subject to greater vibrations.

In order to reduce the vibrations in the cutting phase (linear and inclined), it is important that the
optimum feed rate is reached with the entire disk is completely inside the material, not just entering,
but also, and above all, when exiting. For this purpose, should the machine allow it, we recommend
reducing the feed rate by 50% until the disk is completely inside the material.

This distance therefore depends on the diameter of the disk. It is important that the disk descends
below the level of the slab by 1-2 mm so that the cooling water can also evacuate from below

As support material for the slab during the cut, we recommend specifically designed vulcanised
rubber sheets, expanded polymer material (XPS), slabs of granite or quartz agglomerations.

We recommend against using marine plywood sheets because they absorb water and can be
deformed.

Should the diamond of the disk be dirty, we recommend sharpening it by cutting open sandstone
sheets, quartz agglomeration slabs, sand/cement based bricks or sharpening stones sold for this
specific operation. If the work table allows, a strop of abrasive material can be provided up against
the slab being cut so that the disk follows its travel post-cut, cutting into the abrasive material and
sharpening itself.
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HOLE DRILLING
Once the perimeter cut in the bridge milling machine has been carried out, we recommend
against using the bridge milling machine to carry out the internal rectangular holes as well. To carry
out the holes, a waterjet or CNC contouring machine must be used.

CUTTING & MACHINING USING A CNC
In the case of carrying out machining, cuts and holes using CNC contouring machines, arranging
suction cups on the bottom part of the slab is indispensable. The suction cups must be distributed
evenly under the slab in such a way so as to reduce vibration and bending during the cutting
operations.

In the case of carrying out holes and cuts of portions of material, the suction cup(s) must be
positioned in the area of the cut material so that it is supported and it does not fall at the end of the
cut. Ensure that the suction cups have a perfect grip on the back of the slab.
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CIRCULAR HOLES
The circular holes, both those which will house the mixer tap and those made ahead of time in the
corners of the quadrangular holes, are carried out damp using diamond drill bits. Provide abundant
water flow both inside and outside the cutting circumference.

Router bits of all diameters are available on the market. The recommended rotation speeds range
from 1800 to 3000 RPM, depending on the diameter of the router bit, with a feed rate in the
thickness of 20-30 mm/min. If the machine allows, for the 2 mm entering and 2 mm exiting, it is
good practice for the router to have a lower feed rate of about 5 mm/min*. This way, the risk of
chipping on the lower part of the slab is minimised.

QUADRANGULAR HOLES
In the CNC machine it is possible to carry out the quadrangular holes by means of the technique of
boring in the corners using a diamond router bit (remembering the general radius indications) and
then carrying out the cut using a diamond mill cutter. In this case, a circular hole is carried out ahead
of time using a diamond router bit inside the perimeter of the quadrangular hole. If possible, this
circular hole must be carried out at the centre of the quadrangular hole at the greatest possible
distance from the perimeter of the hole.

The diamond mill cutter, smaller in diameter than the circular hole, enters into the hole that has just
been bored and moves toward the perimeter of the quadrangular hole with a broad circular
trajectory, proceeding with the cut. The typical feed rate for this type of operation is 200-300
mm/min, with a rotation speed of 4500-5000 RPM.
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FLUSH HOLE
In the case of carrying out a hole with flush hole recessing, we recommend carrying out the recess
before the actual hole. The recess is carried out using a mill cutter capable of removing material
from the lower surface as well.

Generally, the mill cutter is unable to remove all the material in a single pass. Repeat the passes until
reaching the desired recess depth: We recommend against using recesses greater than half the
thickness of the slab.

EDGE PROFILES
The edges of the Vasari porcelain stoneware slabs can be machined in a CNC contouring machine
in such a way so as to obtain various profiles. We recommend against leaving the slabs with a sharp
edge and recommends carrying out a 1 mm minimum chamfer or a rounded profile with a 1 mm
minimum radius of curvature.

The edge of the slab can subsequently be subjected to grinding, including by polishing grinders.
Below are a few examples that can be obtained using a CNC contouring machine.

The perimeter profile of the slabs, but not that of the inside of the holes, can also be contoured using
a straight-line contouring machine like the ones used in the glass industry. In this case, without a
CNC contouring machine, the edge of the hole must be machined with a manual diamond backing
pad. The straight-line contouring machine is also able to carry out the 45° cut of the edge on the
perimeter of the surface.
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INSTALLATION
We suggest handling the cut surface in a vertical position. In the event that the holes are arranged
closer to one side, it is advisable to keep that side upward.

SUPPORT
Vasari slabs can be glued onto a full support as well as on reinforcements. In both cases, using
elastic and deformable adhesives capable of overcoming the different thermal expansion of slab
and support is advisable. Spreadable adhesives are also available on the market which guarantee
adhesion on any type of support and good deformability. Gluing the slabs onto quartz agglomeration
reinforcements is absolutely inadvisable.

In the case of gluing on reinforcements, ensure the optimal arrangement of the reinforcements in
the most delicate points of the surface, such as the internal perimeter of the holes (sink, cooking
surface, water mixing tap) and along the entire external perimeter.
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COPLANER SLABS
If two or more coplanar slabs are to be placed next to one another due to the design of the kitchen
countertop, as in the case of “L” shaped or “U” shaped kitchens, we recommends making a 1 mm
chamfer on the coupled edges in order to avoid possible chipping when placing them next to one
another.

In any case, levelling the support is indispensable also to guarantee the flatness of the
upper surface of the two slabs. Always provide a minimum joint (1 mm) in silicone or epoxy grout in
a colour to match the slab, taking care to adequately clean the two surfaces that will come into
contact with one another before applying adhesive.

We recommend always leaving a margin of at least 2 mm between the slab of the countertop and
the well in order to avoid any problems of flatness of the wall and thermal expansion of the
countertop. This margin can be covered using a riser.

Furthermore, in the case of a cooking surface or flush mounted sink, we recommend leaving 2 mm
between the cooking surface/sink and the recess. In both cases, we recommend filling the gap
using silicone suitable for the use or gaskets provided by the cooking surface or sink manufacturer.
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45* Joint
In the event that the project requires a filler or side, the slabs machined with a 45° cut are glued
using specific adhesive, after which, the joint must be chamfered in order to reduce the sharp
profile of the edge. However, it is also possible to carry out a slight chamfer on the two edges before
gluing.

Before applying the adhesive, it is advisable to clean the edges and possibly treat them with
acetone. The ideal adhesives for 45° gluing are the two-component epoxy type. The catalysis of
these adhesives is the chemical type and requires a certain hardening time. The atmospheric
temperature, as well as the temperature of the slabs, has an impact on the hardening time. It is
advisable to carry out gluing at a temperature above 10°C. In any case, we suggest that you read
the recommendations of the specific adhesive manufacturer carefully.

It is important to remove excesses of adhesive before it hardens. Please see the cleaning and
maintenance manual for cleaning tips. To create invisible joints, we recommend cutting each edge
at an angle slightly greater than 45° in order to leave more space for the glue in the rear part of the
joint.

In the case of a 45° joint between slabs intended for outdoor use, and therefore subject to a
different thermal expansion between the Vasari surface and the support, we highly recommend
using a support for the filler separated from the horizontal support by at least 5 mm. This cavity
allows differential expansion between surface and support. Use suitable adhesive for outdoor
applications, resistant to thermal shock, water and yellowing.
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SINKS
Vasari slabs can be combined with different types of sinks, such as drop-in sinks, undermount sinks
and flush-mounted sinks. We recommend following the sink manufacturer’s installation suggestions.
In the case of an undermount sink with a basin larger than the countertop hole, in order to reduce
the risk of chipping.

We recommend carrying out a 1 mm minimum chamfer or radius on the lower edge as well. In the
case of a flush-mounted sink, follow the cutting suggestions and provide a margin of at least 2 mm
between the sink and the recess. In the case of medium and large size sinks, we recommend
always using support brackets under the sink.

SLAB EDGE TREATMENT
Once the Vasari porcelain stoneware slab has been cut, the edges (of both the perimeter and the
holes) may be more susceptible to being stained. For this reason, we recommend applying a sealant
product specifically for porcelain stoneware, like FOB EXTREME FILA, on the exposed edges after
the cutting phase. We suggest applying this product immediately after carrying out the cuts, in the
machining shop.
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