
Machining and installation guide

EN

The machining of Panoprey Touch is identical to other structures available in Panoprey. For more information, refer to the Polyrey Collection 
documentation, section «Implementation Tips». 

Here is a reminder of the essential rules and the few differences that need to be considered.

Panoprey Touch must be stored in an enclosed storage area at standard 
interior room conditions (18-25°C and 50-65% relative humidity).

If the recommended storage conditions cannot be met, the boards must 
be conditioned for at least 48 hours under the following conditions:                    
18-25°C and 50-65% relative humidity. 

Provide a flat storage pallet to limit and avoid the risk of deformation and 
degradation of the product surface. On wooden pallets, we recommend 
to add a protection panel on bottom (chipboard or MDF/HDF board of at 
least 12mm above/below). In addition Panoprey Touch must be protected 
from moisture and mechanical damage.

Panoprey Touch must be transported on a horizontal, flat, level and 
sufficiently large base (e.g. pallet) with protection against slipping. In 
terms of transportation regulation, Panoprey Touch are not considered 
to be dangerous goods, therefore, labelling is not necessary.

2.1. GENERAL INSTRUCTIONS

1) The corners of cutouts should always be rounded, and the 
inside radius should be as large as possible. In the case of 
cutouts up to 250 mm in length, the corners must have 
a minimum radius of 5 mm. This radius increased as the 
length of the recess sides is increased.

2) Make sure that the cuts are made in the same direction, 
length- or crosswise (remember to mark before cutting) 
in order to avoid a colour difference due to the reflection 
of light. Similarly, the vertical/horizontal positioning of the 
panel can generate a slight colour difference due to the low 
reflection of light from the structures.
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3) Panoprey Touch has a very smooth Soft surface that must 
be processed in the same way as a shiny surface.
Both sides are protected with a protection film and the 
maintenance of the protective film is important to avoid any 
risk of scratches, dirt and marks (suction cup and conveyor 
belt can leave marks on the surface). It is recommended 
to maintain the film until the end of the operations (until 
mounting)
Avoid any dust, chips between the panels that could punch 
the surface.

4) Panoprey Touch board is filmed on both sides. The side with 
the texture TOUCH has a Wilsonart protective film (W) and 
for the one-sided version the backing has a neutral film.

5) In the case of obligation to remove the protective film: 
remove the two protective films on both sides; provide a 
protective interlayer for the parts between them: recyclable 
paper or plastic sheet. Dust or marks from transport 
components can be removed with a microfibre and dry 
cloth or a scrubbing sponge in case of persistent traces.

The usual cutting, machining and drilling machines for wood can be used. The cuts are made on vertical or horizontal saws, 
automated or not. The good machinability of the surface allows cutting to be carried out without martyred protective panels.

To do this, we recommend the following tools and settings:

 Saw blade with a minimum diameter of 160 mm (manual circular saw) or 
300 mm (vertical or horizontal industrial saw) with carbide or diamond 
treated teeth if the cuts are daily or large series

  The shape of the saw teeth must be at least trapezoidal; optimization is 
possible by making an alternative straight shape of the teeth. 

Trapezoidal / flat tooth
Source : proHPL

Top tooth/hollow tooth
Source : proHPL

The number of teeth should be minimum:

 For a vertical or horizontal industrial saw: minimum 72 teeth is recommended

 For a manual circular saw: a minimum of 48 teeth is recommended

The cutting and feed speeds must be adjusted to avoid splinters.

Recommended tool speed is : 6000 – 9000 rpm, equivalent to cutting speed of 15-25m/s.

2.2. MACHINING, CUTTING
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For drilling blind holes or clearance holes, we recommend to use a drill with low cutting pressure and good chip removal.

For manual drilling, we recommend to use HSS Wood drillers with centering spike and taper tap for Holes with small diameters, 
and forstnerdrills with centering spike and taper tap for holes with bigger diameters (> 20 mm).

For drilling on CNC stationary machine, we recommend to use :

	 	for through-hole (trous débouchant): bits HW 

	 	for dowel bits (tourillon) : dowel bits HW 

	 	for cylinder boring holes : cylinder boring bits

With monobloc shaped milling cutters or with machining 
inserts: use tungsten carbide or diamond treated drill bits 
when the quantity is large or regular.

Minimum tool diameter of 12 mm is recommended to limit the 
risk of tool weakness and ensure machining quality.

A maximum milling, cutting depth in one pass from ½ the 
diameter of the cutter, so for a 12mm cutter it is recommended 
not to exceed 6mm depth.

In the case of a flush operation; ¼ of the diameter is 
recommended either for a 12mm cutter a removal of 3mm 
of maximum material

With a double-jointing unit, proceed in two stages : in the 
first pass, rough cut depending the thickness of the material, 
and in the second pass, a removal of max. 0.5 mm for finish 
processing.

Speed diagram, maximum operating speed, recommended operating speed

Y  speed n [min-1] depending on X  X  circular saw blade diameter D (mm)

1  Maximum operating speed   2  Recommended operating speed

Source : proHPL

2.3. DRILLING

2.4. MILLING
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Hand-held routers are used primarily for trimming protruding sheet edges. The hand-held router 
must be covered with a non-abrasive material to protect the surface during sliding. Dirt particles and 
milling shavings should be carefully removed.

Diameter of milling cutter: approx. 10 - 25 mm

Speed: 20,000 rpm

Cutting speed: 10 - 25 m/s

Milling cutters with single or double flute tungsten carbide tipped blades are recommended. For 
larger diameters these tools are also available with reversible plates. Height-adjustable milling 
cutters with axially parallel blades are preferable because they allow more efficient use of the tool. 
Edges are broken afterwards. The sheet should only protrude as much as required (2 - 3 mm) to 
avoid unnecessary strain on the tool. Stronger motors are required for longer cutting periods and 
particularly for continuous cutting operations.

Router and cutting heads with interchangeable tungsten carbide tipped blades have proven to be 
effective on table routers. Parallel tools are used:

a) with axially parallel blades for sheets covered on one or both sides

b) with diagonal blades on one side for sheets covered on one side

c) with diagonal blades on both sides for sheets covered on both sides

Tool speed (approx. 3,000 - 6,000 rpm, equivalent to cutting speed of 15 - 30 m/s) are recommended 
for Panoprey Touch.

The tool life for each height setting often differs greatly depending on tool location and type, required 
cutting quality, and types of substrates. For large amounts of cutting, it may be beneficial to use tools 
with polycrystalline diamond cutters.

The rotation speed should be between 18,000 and 24,000 rev/min (indicative).

For processing with CNC machines, we recommend the use of carbid cutters or diamond tipped 
routers bits.

Always choose the largest possible diameter (lower vibration risk).

The use of tools with very large shear angles is recommended on stationary systems, because there 
is a good relationship between the performance of the tools and cutting quality. 

When milling pockets or openings, the tool should always be designed with cutting edge/plunge tip. 

Clamping elements: Use hydro expansion chuck or shrink fit chuck in order to ensure the tool runs  
smoothly. 

Feed rate according to the following table :

Feed Rate

Material: Span-/ MDF-boards

Tool-diameter (mm)

3 - 10 10 - 16 16 - 25 25 - 40 > 40

recommended fz (mm) 0,03 - 0,10 0,10 - 0,20 0,20 - 0,30 0,30 - 0,40 0,40 - 0,50

2.4.1. HAND-HELD ROUTERS

2.4.3. CNC

2.4.2. TABLE MILLING MACHINES
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See the specific sheet.

On traditional industrial edgebander, we recommend to keep the protective film during the edge 
bands application. Take care on the good application of the protective film: no folds, bubbles, etc..

During machining, if the protective film peels off, it is recommended to check and clean the sensor 
and use a lubricant to limit friction between the film and the sensor.

The angle of the scrapers on the edgebanders must be adjusted so that they do not damage the 
protective film.

The edges can be used without edgebanding. 

Edges can be sanded and, if necessary, varnished.

Varnishes and lacquers must be cleaned quickly on the surface of the panel with the appropriate 
solvent acetone, white spirit.

The fixing of recessed or non-recessed accessories is done with wooden screws 

For further details, please refer to the brochures, product data sheets and care manual available at www.polyrey.com

Panoprey Touch one-sided is unsymmetrical: the decorative face anti-fingerprints is an acrylic coated paper 
counterbalanced with a functional layer of the same nature. This dissymmetry can cause flatness deviations 
within the tolerances of the norm 2mm/m.

For applications with higher demands on flatness, we recommend the use of the symmetrical panels (two-sided 
Touch finish). 

Panels can be screwed using wood screws.

Commercially available fittings and profile fixings can be used. Pre-drilling is not required.

Good assembling can be achieved with this product with a 45° angle corner.

It is not recommended to fix panels directly to masonry. Vertical battens (600 mm between fixing points) must 
be used to enable air to circulate freely. Panels can be fixed to wooden battens by screwing or gluing with a 2 
mm/m expansion joint between panels.

The direction of installation (lengthwise or crosswise) or changes in the direction (corner joints) have influence 
on the way light reflects and the aesthetic finish.

3. APPLICATION/ INSTALLATION

4. CLEANING AND MAINTENANCE
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2.6. MOUNTING
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