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Cutting
When cutting Kvadrat Really material, the choice of blade and rotational 
speed is crucial to ensure a good result with a minimum of additional 
processing needed and avoid risk of fire.

Removal of shavings
It is important to always ensure shavings are removed with sufficient 
ventilation to avoid continuous material and heat build-up.
Fail to achieve this and fire in the shavings can be a risk. 
 
Material build-up and heat
If material and heat build-up is experienced, it is recommended to use a blade 
with lower amount of teeth and a more open flute. 
This allows for rougher shavings, which is easier removed and have less 
tendency to compact.
This will also create a rougher finish and is mainly recommended in the initial 
stages of splitting the Kvadrat Really material.

Cutting with a table saw

Blade diam. Kerf width No. of teeth RPM

350 mm 3.2 mm 24 4000–8000

Using a hard metal blade is essential for a good cutting result. If frayed edges 
occur, cutting with an overlay on the face with frayed fibres could prevent 
this.

Format and panel saw

Blade diam. Kerf width No. of teeth RPM Speed

300 mm 3.2 mm 96 4000–8000 15000 mm/min

Using a milling cutter

Tool Tool diam RPM Speed

Straight hard 
metal, two flute

10 mm 17000 15000 mm/min

Positive/negative 
diamond coated, 
three flute

12 mm 19000 15000 mm/min

The settings should always be suitable for the actual equipment. If the 
settings, blade or router bit are not correct, frayed edges and build-up of 
material on the bit will cause problems.



Mounting Kvadrat Really
Textile Tabletop

General guidelines

Material 70% recycled textiles,
30% binder, melamine surface
Thickness 18mm
Bending strenght 40 MPa
E-modulus 2000 MPa
Density 820 kg/m3

The Kvadrat Really material is a high density textile composite allowing for a wide range 
of fixings. 

Below recommendation is based on using a screw for thermoplastics. 
It is always advised to select and test appropriate solutions according to intended use.

Standard

Øcore
L

< 3 Nm

Test

3mm
10mm

2,5Nm

100Kgf

Note

Drill size as core 
diameter of selected 
screw

With 8mm material 
penetration

5x10mm

Pre-drilling
- Depth

Driving torque

Withdrawal 
load

WÜPLAST®W 1451 

ØT

Øc

L

When pre-drilling it is recommended to use a dowel bit and check 
for material build up and lift the bit if necessary to release shavings.
 
Dull tools and material build-up can cause risk of material protrusion 
on the surface.   

Dowel bit:
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