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High Pressure Laminate with coloured core, made from melamine impregnated white 
kraft paper and a melamine impregnated decorative surface.  
Available in standard grade, thickness 1.2mm and postformable grade, thickness 
0.6mm. 

HPL White core MONOCHROM® 

Applications

Designed for all interior applications both horizontal and vertical (for high or 
moderate wear depending on the surface texture), in retail spaces as well as 
hospitals and food environments. Ideal for worktops, vanity tops, table tops, desks, 
countertop, tablets, doors or drawers, and even furniture. 
*Epimat finish is recommended for a vertical use or moderate horizontal use. 

Made for furniture and premium interior fitting, for monobloc final result, with no 
visible edges. 

Storage conditions  

• Shipment and storage 
- Ship the panels on pallets of sufficient size and rigidity in order to protect the 

edges and corners from damages.  
Do not roll.

- Must be stored flat on its entirety on a sacrificial panel on a pallet. (See drawing 1)

- Keep away from direct heat sources and excessive humidity. 

- Store within a controlled and closed environment : 

 • Temperature between 15°C and 25°C.  
 • 45 and 65% relative humidity level. 

• Packaging
- Prior to any use of the HPL, it is essential to store the HPL Monochrom® and 
other elements used for the fabrication (glue, supports, boards…) for a period of 
72h in an ambient conditions premises :  

 • Temperature between 15°C and 25°C.                      
 • 45 and 65 % relative humidity. 

- It is essential that humidity level relative to HPL and its supports are the same 
before the bonded stage. 

- Keep away from direct heat. 

 Please respect the storage conditions and the fabrication guidelines : do not 
store or use in an overly dry and hot environment.
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Use of panels 

• Bonding 
- An aesthetic appearance is governed by the choice of glue. 
  A translucent glue will retain an uninterrupted appearance with a “monobloc” 

effect.

- Pre-mixed glues such as PVAC are recommended. 

- Bonding with neoprene glues are possible but not optimum. 

- Bonding type:

• Cold bonding with PVAC glue :
Single or multi-daylight presses with consistent pressure on the entirety 
of the surface. Manual or automatic gluing of the support, with a 
recommended amount of glue from 90 to 150g/m². Drying time 
recommended:24H.   
 
• Cold bonding with neoprene glue :
Double bonding (HPL and support). It is important to apply the same 
quantity of glue (80 to 100g/m2) on the HPL and the support. Minimum 
drying time: 4h. 
 
• Hot bonding with PVAC glue: 
Do not exceed 60 °C (glue joint) and limit the maximum press time 
according to the type of glue used, to minimise the risk of cracking due to 
tension in the sheet caused by drying out. Recommended amount of glue: 
from 90 to 150g/m².

- Maximum pressure: 2 Bars

White HPL bonding must be done using chipboard or MDF entirely flat, smooth 
and free of dust. 

•  Balancing 

To guarantee flatness and avoid potential bowing, it is imperative that the panels 
thinner than 25mm are balanced with the same product on the other side. Make 
sure the pattern is on the same direction on both sides (sanding marks are visible 
on the back of the panels).

Satisfactory final results are proven when using Polyrey tested balancer*:

• ref. Z092NB pour Monochrom Blanc Absolu

* Bowing measures made in conformity with ISO 13894-1 on a 16mm support bonded on both sides, with slight bowing accepted 
(according to norm standards of 2 mm/m).
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• Cutting

Cutting, processing, drilling can be done with traditional carpentry (wood) 
machines: 
- Circular saws 
- Routers 
- Spindle moulding machines
- Drills 
- CNC routers

The resin used in the manufacture of the white Monochrom® reduces its flexibility 
in comparison to other Polyrey HPL. As a result, extra care is required to avoid 
chipping, cracking or crazing:

- Tools should be perfectly sharp

- Diamond-tipped blades, or tungsten carbide with small and numerous teeth 
should be used.

- Place a safety board on the back to limit the risk of chipping when cutting (HPL 
can be cut either individually or in batches). 

- Position the decorative panel correctly depending on the position of the blade 
and the direction in which it rotates. As a general rule, the decorative side is 
placed uppermost. 

- Adapt the blade speed. The harder and thicker the panel, the slower the speed 
should be. The rotation speed should however be sufficient to cut (mini 4000 
rev/min).

- The inside corners of the opening and cut-outs must be rounded up to the 
greatest possible radius (8mm) to avoid cracking. 

- After the cutting operation, soften the edges with sand paper to keep them from 
the risk of cracking (due to chipping) 

• Cutting with an industrial circular saw : 
Use a large-diameter blade (ex. 240 mm), with at least 80 teeth and a 
rotation speed between 6,000 and 9,000 rev/min. 

• Cutting with portable tools : 
Use a blade with the largest possible diameter and at least 46 teeth. 
For non-linear cutting, it is possible to use a jigsaw with fine teeth for 
laminate material or metal. 

• Cutting on CNC :  
The recommended speed is 24,000 rev/min.
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• Internal cut-outs

- An internal cut-out in a panel can lead to weakening points which might provoke 
cracking, especially in high temperatures and low humidity level environments. 
Packing and storing the panels in specific environments is thus very important 
before starting fabrication. It is also important to round up the inside corners to 
the greatest possible radius (8mm mini). (see drawing 2) (Use a 16mm diameter 
bit) 

- The biggest the internal cut-out is compared to the total surface, the higher the 
risk of cracking. (see drawing 3a) 

- This constraint is also true for smaller but more numerous cut-outs. (see drawing 
3b) 

- After each cut-out work, soften the HPL with a fine sand paper (120) to prevent 
all risks of cracking due to chipping. 

• Drilling

To avoid damaging the decorative side, it is recommended to work with a sufficient 
dense sacrificial panel, avoid any jolting and adjust the choice of drill bit:

- Diameter < 10 mm: use HSS iron twist drill bits with a point angle of 60 to 80° 
for small production runs and tungsten carbide bits for big runs.

- Diameter ≥ 10 mm: use tungsten carbide-tipped twist-drill bits fitted with a 
centre point. 
A hole cutter can be used. 

• Treatment of edges  

- The inside corners and of the opening and cut-outs must be rounded up to 
the smallest possible radius of 8 mm (bit diameter 16 mm). Sharp corners 
are prohibited, even if hidden, to reduce the risk of cracking and dimensional 
variations. (see Drawing 2) 

- All cut-outs and edges must be soften. Chipping can lead to cracking after a long 
exposure to a dry environment. 

• Bande de chants

- The use of HPL Monochrom® as egde band is possible.

- PVAC gluing with a press or edging machines with thermofusible glue. 
In this case, it is important to make sure the amount of glue is sufficient by 
adapting the speed of progress of the machine. 
The recommended pressure for the application of the edge band is 4 bars. 
The glue application must be done under a temperature of at least 200°C. The 
bonding is made under ambient conditions. 
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- Edge band gluing with contact glue is not recommended (depending on 
atmospheric variations, soft glue can lead to a detaching of the edging) 

- For optimum results, you can adjust manually with a portable machine or a soft 
half-rounded fill or a fine sand paper (120).

• Bending  

- Monochrom® HPL can be bent cold lengthwise and widthwise both convexly and 
concavely. 

- A shaped laminate panel is glued cold using a neoprene glue and needs double 
gluing and more glue (100-120 g/m²). 

• Monochrom HPL 1, 2mm – cold radius 30 cm (panel width 1,32m)

• Monochrom HPL 0,6 mm – cold radius 20 cm (panel width 1,32m)

•  Postforming - only for Monochrom® HPL 0,6 mm thickness

It is best to work in a controlled environment with a high relative humidity level of 
60 to 80% and to avoid any overheating which would increase the risk of damaging 
the laminate panel (blistering, burning and delamination, cracking).

Laminate panels can be postformed lengthwise (in the direction of the sanding on 
the back sheet). After hot bonding, it is recommended to store and stabilise the 
bonded boards at least 24 hours before postforming. 

- Temperatures: from 170° to 180°C (to adapt and test depending on the 
postforming tool.)

- Postforming curve radius: 8 mm mini with Monochrom® HPL 0.6 mm

- Postforming methods: 

• Dynamic: HPL trimming before postforming must be done with no engine 
jolting. Adjust the width of the HPL that needs to be cut to have the less 
material to trim.

• Static : HPL trimming before postforming must be done with no engine 
jolting. Adjust the width of the HPL that needs to be cut to have the less 
material to trim. It is recommended to trim the HPL when cold.
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Care and maintenance (AFNOR T54325 guide)

- Daily maintenance is easy using a soft cloth and hot soapy water or other non-
abrasive, alkaline cleaning products. 

- Do not use abrasive products (scouring powder, steel wool or black soap) or 
bleaching agents, wax furniture polishes, cleaning products containing strong bases, 
acids or salts (limescale removers, hydrochloric acid, drain cleaning products, silver 
cleaning products).

- For stubborn stains, use an appropriate organic solvent (White spirit, acetone, 
etc....), rinse with hot water and wipe with an all-purpose paper towel.

Spots of glue must be removed immediately. Neoprene and silicone joint blobs must 
be removed with appropriate solvent and blobs of vinyl glue with hot water. Residual 
flakes of glue may be removed with acetone. 

- Laminates panels are designed for covering moderately or heavily used surfaces: 
work surfaces, offices, reception desks, shop counters. According to its final 
purpose, certain decors and finishes can suffer premature visual deterioration:

•  Glossy surfaces are smooth and even. They are more sensitive to scratching.

•  Matt and structured surfaces tend to show signs of wear and can leave a 
slight glossy effect with time.

- Fruit juices, oil, oxygenated water 30%, acetone are not altering White 
Monochrom® HPL core but it is more sensitive to certain deeply coloured staining 
agents such as wine, Mercurochrome®, caustic soda… 

It is recommended to clean immediately these stains.

In case of stubborn stains, you can rejuvenate the edges thanks to a fine sand paper 
(120). 
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