
1INDEX

Introduction 2

Handling and Storage 4

Adhesive and safety 6

Tools you will need 8

Making a start 10

Cutting and joining 11

Preparing to use adhesive 14

Using the adhesive 15

Internal and external corners 16

Positioning of joins 18

Cutting holes in solid surface 19

Thermoforming (heating and bending) 21

Sanding and fi nishing 22

Frame and support / overhangs 23

On site with Hanex® 25

Splash backs and vertical applications 26

Fabricating semi translucent Hanex® materials 28

Installing Hanex shape products 29

Templates 30

Transport and installation 31

Repair and refi nishing 33

Vertical sheeting 34

Last salesman on site! 35



22

INDEX

SANDING AND FINISHING

After the piece being produced has been cut, glued, and trimmed, 
it’s time for the fi nishing touch.

This is critically important, because the fi rst two things we are judged by 
in solid surface fabrication are our joins and the quality of fi nish.

Typically the fi nish required is a semi gloss that allows the top to be 
cleaned with a light abrasive without changing the gloss level of the 
factory fi nish. Occasionally a higher gloss level will be required and 
methods to achieve this are noted below.

Method 1
Sand with random loop square or round based sander with vacuum attachment using 
120, 240, 320 and 447 Scotchbrite* dry then 447 Scotchbrite wet. Wash top down 
between papers. This process should take approximately twenty minutes per square 
metre plus paper changing time.

Method 2. High gloss
All of the above steps with two more papers added 600 and 800 p plus a polishing 
compound suitable for acrylics. Follow instructions from polish and buffer 
manufacturer. Maintain high gloss with more polish and a soft cloth.

Special note: When dark colours are to be used in high traffi c areas such as kitchen 
bench tops. receptions tables etc the client should be warned that scratches will be 
more evident. This is even more relevant when high gloss is specifi ed. Joins are good 
but not invisible.

DIRECTIONS:

•  When sanding, always sand in the same direction to prevent swirl marks

•  In order not to miss any area, sand front to back and side to side in circular motion.

•  The circular motion should be done clockwise.

•  Make sure to overlap half the diameter of the sander

• If the sanding is 6”, it should be overlapped by 3”
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FRAME AND SUPPORT / OVERHANGS

Our responsibility as qualifi ed fabricators is to support the top so it will 
remain level for a minimum of ten years. However, careful engineering 
design can extend this to twenty plus years, by using a frame designed to 
prevent fl exing over 6mm with a down load of 10kg.

The material requires a “ladder 
frame” peripheral support. A full 
underlay should not normally be 
used. Full underlays are permitted for 
tables and overhangs where visual 
appearance is important and where 
heat cannot build up under the top.

Where heat is involved such as hotplate sections, use strip frames to 
allow the free fl ow of air. Support the material every 600mm with joins 
placed as close as possible to cupboard divisions

Spans over 900mm should be supported with solid timber front frames 
35 x 70mm. It may be necessary in some commercial applications to use 
box steel sections to prevent fl exing over 6mm.

Over hangs of over 150mm should be supported with lateral supports of 
structural ply, solid timber or steel. We strongly recommend using the two 
for one rule – for every 1mm overhang, have 2mm internal for support. 

Use dimensionally stable materials such as HMR CD grade ply, HMR 
MDF board HMR Particle board. It is common to blend aluminium angle 
bar into the frame for extra strength.

Use the minimum amount of acid cured silicon to fi x the frame onto the 
Hanex® part. Small daubs the size of a ten cent piece set 600mm apart 
front and back is suffi cient)
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ON SITE WITH HANEX

This section of the guide covers all aspects of the process outside 

the factory:

1. Site inspection

2. Template

3. Delivery

4. Installation

5. Hand Over

Site inspection and templating
Your role is to describe to the factory what is required to make the top 
correctly the fi rst time so that the customer maintains the high opinion of 
your organization that has been set by the sales department. 

1.  Make notes relating to the condition of the site as far as clearances, 
site access, room condition and other hazards which may delay or 
prevent a smooth installation.

2.  Template the area that the Hanex® piece is being installed in, so that 
the angles of the walls allow for an even over hang to the cabinets. 
Various methods are employed, including the use of 75mm wide x 
6mm thick MDF strips. These are laid out on the job then hot melted 
together to reproduce the top shape required. 

3.  Details such as divisions and proposed join positions should be marked 
on the template as well as any other information relevant to the making 
of the piece in question (see diagram of strip method).

4.  The template should be transported back to the plant broken at the 
intended join positions.
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SPLASH BACKS AND VERTICAL 
APPLICATIONS

One of the distinct advantages of solid surface is that it can be shaped 
readily. 

Coved splash back
The most common and useful cove is the 10mm tile/glass cove. The tile 
cove eliminates the hard to clean joint between the vertical wall and the 
horizontal bench top.

This is achieved by fabricating a piece 15mmx12mm Hanex® and cutting 
a 10mm Scotia cove into one edge. The coved piece in turn is glued into 
a 15mm x 2mm rebate situated on the rear edge of the bench top. After 
the adhesive has dried a cove router or scraper is used to remove 
overfl ow adhesive. (See diagram) 

Tiles or Glass are then fi tted to the cove as per the diagram.

If a Hanex® splash back is required without coving it is best scribed into 
position on site and pointed with plastic, grout or silicone.

If the job requires a 100mm splash with cove this will be added to the tile 
cove before delivery. 
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FABRICATING SEMI TRANSLUCENT 
HANEX® MATERIALS

This exciting version of the Hanex® product offers many creative design 
and lighting options but requires special thought and planning when 
fabricating. The principal design feature of this variety is that light travels 
through the product and as such may reveal the frame behind it.

It is important to make sure that all aspects of the visibility of the sub 
frame are discussed with the client.

You should ensure that framing is kept to the minimum to maximize the 
“see through” effect. Remember that back lighting will enhance the 
colour but accentuate the frame.

Always use the correct colour adhesive recommended for the colour 
chosen.

If fabricating a major part it may be advisable to make a small trial section 
to show the client the join effect prior to doing the job. 
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INSTALLING HANEX® SHAPE PRODUCTS

Probably the single biggest difference that Hanex® has over other bench 
top products is that it is seamless and easier to clean. Hanex® also has 
molded bowls for kitchen and bathroom as part of their product line. 
These bowls are adhered to the underside of the Hanex® sheet and when 
complete give a one-piece fully integrated look.The bowls come to you 
pre-prepared for easy installation. They have a fl at fl ange (or rim) which 
fi ts to the underside of the sheet and must be a very good tight fi t to give 
a seamless, hard-to-see join between the top and the bowl.

Once you have determined the correct position on the underside of the 
sheet for the bowl, hot melt anchor blocks around the top so that it will 
not slide out of position when the adhesive is applied.

Special note: make sure the fl ange in fully “buttered” with adhesive before positioning 
the bowl. This will prevent air being trapped by the adhesive.

Weight and downward pressure must be applied to the now upside down 
bowl to ensure a very discreet join between the bowl and the top. This is 
done by placing a heavy weight on the bowl or using a threaded bar and 
pressure plates.

After the adhesive has set a special set of tapered router bits is used to 
remove the material over the bowl. In the router guide you will see bowl 
cutting bits for solid surface. The bits cut the edge of the bench material 
to match the angle of the bowl. Some designs call for a round edge to the 
bowl so a bit with this shape is used to achieve this effect. (See diagram)

After edge routing is complete the join 
is hand sanded using a small palm 
sander for a fi ne fi nish.
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Now that you have successfully installed the Hanex® top and accessories 
the owner must have every confi dence on how to use and maintain their 
new purchase.

•  Where possible physically demonstrate how to clean the surface with   
 a mild abrasive or how to rebuff a high gloss fi nish.

•  Show the owner where the matching repair piece is stored and   
 encourage then to place hot pots etc on a head proof pad.

•  If they have a gas hotplate installed into the top demonstrate how pots  
 and pans are to be kept within the perimeter of the hob to prevent over  
 stressing the material with heat.

•  Leave the new owner with clear care and maintenance written   
 instructions.

•  Insure that following trades do not abuse the fi ne fi nish on your work  
 by protecting the material with covers until the offi cial hand over     
 takes place.

•  Explain the transferable warranty that comes with XFLO               
 Hanex® products.

• Ask the owner to register online with XFLO.

Leave the job with pride an assume you will be doing more Hanex work 
for the client because of user satisfaction. 

THE LAST SALESMAN ON SITE!


