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I. HANDLING AND STORAGE I. TASIMA VE DEPOLAMA

1.1 INSTRUMENTS REQUIRED 1.1 GEREKLI ALETLER

= Fork Lifts with forks atleast 2.5 m long for = Demir paletlerin yOklenmesi / bosaltimasi igin en
loading/unloading iron palettes az 2.5 m uzunlugunda gatall forklift

= Suction cups for handling the tiles/ Rubber coated = Levhalann tasinmas igin vantuzlar / Tavan vinci ile
canvas belts with overhead crane kauguk kaph kanvas kayislar

1.2 PROCESS 1.2 SUREC

1.2.1 Handling Iron Palettes 1.2.1 Demir Paletlerin Taginmasi

* \When handling iron palettes, use a fork lift to lift and * Demir paletleri tagirken, gerceveleri kaldirmak ve
place the frames at the desired location. istenen konuma yerlegtirmek igin bir forklift kullanin,

* The forks must be inserted in base of the iron = Dengeyi sadlamak igin gatallar, dGgemelerin
palettes parallel to the length of the tiles, with both uzunluguna paralel olarak demir paletlerin tabanina,
forks at the extremes of the palette to maintain her iki gatal da paletin en ug noktalannda olacak
balance. sekilde yerlestiriimelidir.

* Do make sure the frame is stable before moving the = Araci hareket ettirmeden evvel gergevenin
truck. It is recommended to keep the frame close to sabitlendiginden emin olun. Cergeveyi hareket

the ground while moving the frame around, ettirirken gerceveyi yere yakin tutmaniz dnerilir.
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1.2.2 Storing Slabs

* Remove the packaging from the slab.

= Lift the slab with the help of suction cups. You will
need two people to lift the slab from each side.
Alternatively, rubber coated canvas straps can also
be used to move the slabs around with the help of
an overhead crane.

TUR

1.2.2 Levhalann istiflenmesi

= Levhayl ambalajindan gikanin.

* Vantuz yarcimi ile levhay kaldinn. levhay her iki
taraftan kaldirmak icin iki kigiye ihtiyaciniz olacak.
Alvernatif olarak, bir tavan vinci yardimiyla levhalan
hareket ettirmek icin kaucuk kaph bez halatlar da
kullanilabilir.

* Always store LAMAR slabs vertically stacked on
appropriate supports. It Is recommended that the

product be protected with rubber padding on
stands.

* LAMAR levhalan her zaman uygun destekler
(zerine dikey konumda istiflenmis olarak saklayin.
Urindn standlar dzerinde lastik tampon ile

korunmasi tavsiye edilir.
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2. DESIGNING 2. TASARIM

2.1 INTERNAL CUT-OUTS AND MINIMUM 2.1iC KESIMLER VE MINIMUM MESAFE
DISTANCES PAYLARI

All internal openings must be at a distance of at least Tam ig agikhklar, tazgahin kenarlarndan ve birbirinden

5cm from the edges of the slab and from each other. en az 5 cm aralikh bir mesafede olmalidir.

The radius of the internal corners must be greater than Ig késelerin yangapi 5 mm'den biyilk olacak sekilde
Smm. Right angle comers are not recommended as oval halde birakimalidir. Levhanin yapisal mukavemetini
they weaken the structural strength of the countertop. zayiflatud igin dik agil kiseler tavsiye edilmemektedir.

The minimum distance between the LAMAR slabs and LAMAR levhalan ile diger yizeyler [dmedin duvar,
any other surface [for example, wall, an adjoining slab, bitisik bir levha, lavabo, ocak vb.] arasindaki minimum
sink, hob etc) should be atleast 2mm. The same can be mesafe en az 2 mm olmalidir. levhay yapiskan bantla

sealed with silicone, while protecting korurken aynisi silikon ile de kapatilabilir.

the slab with adhesive tape. The A= Bir ocak / barbekil vb. bir yere bitigik
sealant that is used must be able to . uygulama yapiliyorsa, kullanilan dolgu
withstand the thermal variations if macunu 15 degisikliklerine

applying adjoining a dayanabilmelidir.

hob/barbecue etc.




2.2 L-TOPS

It Is advised to use two sections of a slab when making
L-tops to avold any 90° angles. An L-top can be created
in the following two ways, whichever Is preferable
based on the pattern of the slab.

In case a single slab is being used to create the L-top,
the bend radius must be at least 10 mm.

2.3 EDGES

Following edges are recommended based on
aesthetics and practicality.

R2mm

TUR
2.2 L-TEZGAHLAR

90" agilardan kacinmak igin L-tezgah yaparken bir
levhanin Ikl b&IOmMOnd kullanmaniz Snerilmektedir, Bir
L-tezgah, levhanin desenine badl olmak suretiyle hangisi
tercih edilebllirse, asagidaki ki sekilde olusturulabilir.

Tek parga L-tezgah olugturmak istenildiginde; bakdlime
yangapi en az 10 mm olmahdr. L sekilin ic kenar
bitimi agadidaki sekilde gosterildigi gibi 10mm
oval halde birakiimahdir.

2.3 KENARLAR

Estetik ve pratiklige gére asagidaki kenarlar tavsiye
edilmektedir.

R 0.5 mm
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J. CUTTING

3.1 PROCESS [USING BRIDGE SAW, WATER
JET, CNC MACHINE]

Cutting of the slabs can be done using water jet, Bridge
Saw or CNC Machine. Any disks used must be diamond
finished and suited for porcelain. The general
procedure is as follows:

= Before any kind of cutting operation, clean the
surface where the slab will be kept and remove all

stray items.

* The lesser the vibrations in the slab while cutting, the
less will be the risk of chipping. To ensure this, place
a wooden or rubber panel beneath the slab.

= Always focus the water on the blade so that it does
not overheat,

* |tis recommended to remove approx 3 ¢m from all
sides of the slab to release the slab's internal tension.
Make sure to cut the long sides before the short side.
For the fourth cut, it is advised to pre-cut part of the exit.

| 30 mm

30mm.

TUR

3. KESIM

3.1 ISLEM (KOPRU TESTERESI, SU JETI,
CNC MAKINES] KULLANARAK]
Levhalann kesimi su jeti, K6prl Testeresi veya CNC

Makinesi kullanilarak yapilabilir. Kullanilan diskler
elmas uglu ve porselen igin uygun olmalidir. Genel

prosedur asagidaki sekildedir:

Her trld kesme igleminden dnce, levhanin
koyulacad yizeyi temizleyin ve tim gereksiz
nesneleri ortadan kaldinin.

Kesim sirasinda levhadaki titresim ne kadar az
olursa, gatlama riski de o kadar az olacaktir. Bunu
saglamak icin, levhanin altina ahgap veya kauguk bir
panel yerlestirin,

Bigagin asin Isinmamast igin suyu her zaman
odaklayin.

Levhanin ig gerilimini azaltmak iin levhanin her
tarafindan yaklagik 3 cm stress kesigi alinmasi
tavsiye edilmektedir. Kisa kenardan nce uzun
kenarlardan stres aldiginizdan emin olun. Dérdinci
kesim icin bitisin bir kisminin dnceden kesilmesi

tavsiye edilir.

30 mm
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* \When making any cut-outs first drill holes on the
inside of the four corners of the slab and then cut
along the edges to join the four holes. This
procedure s recommended for all cut-outs, whether
Internal or external (lke L-cuts).

For cut-outs using water-jet, check the figure to
understand the process,

* When making a straight cut the feed rate should not
exceed 50% of the maximum rate in the

cenire of the slab,

2]-

TUR

* Herhangl bir keslk agarken &nce levhanin dort
k&sesinin Ic tarafina delikler agin ve ardindan dért
delidi birlestirmek icin kenarlar boyunca kesin. Bu
prosedr, ister dahili ister harici (L-kesimler gibi] tam
kesimler i¢in Snerlimektedir.

3)

Su Jeti kullanilan kesimler igin, islemi idrak etmek
adina sekile bakiniz.

Diz bir kesim yaparken, kesme isleminin baginda
ve sonunda llerlerne hizi maksimum hizin%50'sinl

beginning and end of the cutting gegmemelidir. Disk levhanin merkezine dodru
operation. It can be progressively hareket ederken kademeli olarak %100'e
increased to 100% as the disc moves ylkseltilebilir ve daha sonra disk
towards the centre of the slab and levhanin merkezinden

later progressively decreased to 50% o uzaklastikca kademell olarak
as the disc moves away from the & % 50'ye dislrdlebilir.




_HiE il

3.2 PARAMETERS 3.2 PARAMETRELER
* For Disc Cutting * Disk Kesim igin
Recommended Onerilen Hiz
Blade Diameter RPM Speed (M/min] Testere Capi RPM (M/dak]
300mm 2500 07-1.0 300mm 2500 0.7-1.0
350mm 2200 0710 350mm 2200 0.7-1.0
400mm 1500 0710 400mm 1900 0710
At 45° cut, the cutting speed should be half of thatina 45° kesimde, kesme hizi diz kesimdekinin yansi kadar
straight cut. oimalidir,
* For drilling holes, use a @ 35 mm drill bit. * Delik agrnak icin @ 35 mm'lik bir matkap ucu kullanin.
* For water jet cutting * 35U jeti kesim igin
Kessirn icin Dedicer icin
High Pressure | Low Pressure | Feed Speed | Cutting Besleme Kesme
for cuting [bar] | forholesfoas] | (mymin] | Head | e e | P o™ |k | Kates | AFOON
80 mesh 80 mesh
3500-3800 600 0.4-06 |.8Bmm 300g/min 3500-3800 600 04-06 |.8Bmm 300g/min
* For CNC Machine * CNC Tezgah igin
RPM Speed for Speed for Core Drill RPM Parmak Ucu Karct Matkap Hz
Finger Bit (mm/min] | @ 35mm [mm/min] Hz [mm/dak) | @ 35mm [mm/min]

4000-4500 200 20 4000-4500 200 20




ENG TUR

3.3 L-SHAPE EDGING 3.3 L- KENAR
L-shape seamless edges can be obtained by making Bir levhanin 1ki tarafinda 457 aciyla kesim yapilarak L
45° cut on two sides of a slab, seklinde eksiz kenarlar elde edilebilir.

3 R 05 mm
R 05 mm

*% %

4. INSTALLATION 4. KURULUM

4.1 ON-SITE HANDLING 4.1 YERINDE TASIMA

The slab must be in a vertical position while being Levha, kurulum alaminda hareket ettirilirken dikey
moved around at the installation site. Any cut-outs, If konumda tutulimahdir. Herhangi bir kesilmis alan var ise,
there, should be always facing upwards when the slab bu alan levha taginirken veya dururken daima yukan

is being transported or is at rest. yonde olmalidir.




4.2 LAYING

Before laying the slabs, please ensure that the base
surface is smooth without any debris. It should also be a
completely even and level surface,

It Is a good practice to ensure at least 2mm distance
between any two slabs, or between a slab or another
surface. The same can be filled with a suitable sealant
which matches the base color of the LAMAR design.

If there are any cut-outs on the slab, they should be
supported by reinforcements near the joints and the
surface. Any fittings on the slab, like taps, must also be
supported at the drilling site with a reinforcing pad.

TUR

4.2 YERLESIM

Levhalan yerlestirmeden evvel, litfen taban ylzeyinin
herhangi bir kalint olmaksizin porizsiz oldudundan
emin olun, Ayri zamanda tamamen diz ve tesviyeli
bir ylizey clmalidir.

Herhangi iki levha arasinda veya bir levha veya bagka bir
ylizey arasinda en az 2mm pay birakmak dogru bir
uygulamadir. Bu bogluk, LAMAR tasanrminin temel rengiyle
eslesen uygun bir dolgu macunu le doldurulabilir.

Levhada herhangi bir kesim bulunuyorsa, bunlar
derzlere ve ylzeye yakin takviyelerle
desteklenmelidirler. Levha (Gzerinde musluklar gibi
herhangi bir baglant pargas: da bir takviye tamponu
ile delme alaninda desteklenmelidir.




4.3 GLUING

To glue LAMAR surfaces together it is recommended to
use a 2-component epoxy adhesive in as similar color
to that of the base color of the slab as possible.
Following are a few steps to ensure proper gluing:

* Always clean the surfaces that are to be glued
properly. Ensure that they have dried evenly.

= Attach adhesive tapes on the outer sides of both
surfaces to be glued. This can be peeled off later.

* Sopme parameters like the mix ratio, how much time
the glue takes to harden after mixing vary from
manufacturer to manufacturer and must be taken
note of before proceeding on with the gluing.

= After the two surfaces have firmly glued together,
mask the bonded edge with paper masking tape
before grinding/polishing the edge.

When installing LAMAR slabs on other foreign surfaces,
either a 2-component Epoxy/Polyurethane glue can be
used or a polymer-medified mortar [do check if it is
sultable for large format tiles and the same is
mentioned in the packaging of the mortar].

It is recommended to do a sample test first.

TUR

4.3 YAPISTIRMA

LAMAR yiizeyleri birbirine yapistrmak icin, levhanin
temel rengine mamkin oldudunca benzer renkte 2
bilesenli bir epoksi yapigting kullanilmasi tavsiye
ediimektedir. Dodru yapistirmay) midmkdn kimak igin
gerekli birkag adim asadidadir:

» Her zaman diizgiin bir sekilde yapistinlacak

ylzeyleri temizleyin. Esit sekilde kurudugundan
emin olun.

* Yapistincinn drdn yiizeyine bulasmamasi igin
yvapistinlacak her iki yGzeyin dig tarafina yapigkan
bantlar yapistinn. Bunlar daha sonradan cikartlabilir,

* Karnsim orani glbl bazi parametreler, kanstrmadan
sonra yapistincinin sertlesmesi Greticiden Oreticiye
degisir ve yapisarma islemine gegmeden énce
dikkate alinmalidir.

» [ki yiizey birbirine sikica yapistinidiktan sonra,
kenan zimparalamadan / parlatmadan &nce
yapistinian kenan kadit maskeleme bandi ile
maskeleyin.

LAMAR levhalan dider yabanci ylzeylere monte
ederken, ya 2 bilegenli bir Epoksi / Polilretan
yapisting kullanilabilir ya da polimer modifiyeli bir
harg kullamilabilirsiniz [genis formath karolar igin uygun
olup olmadidin kontrol edin ki ayrist harcin
ambalajinda da belirtiimistir). Once bir test yapilmas:

tavsiye edilir.
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3. CLEANING AND MAINTENANCE

5.1 EVERYDAY CARE

LAMAR Ceramics are waterproof and highly stain resistant.
Hence dirt and stain cannot penetrate the surface. This is
what makes the LAMAR Slabs perfect for countertops for
all purposes.

To clean surfaces regularly, LAMAR recommends using a
neutral soap with warm water solution with a sponge or
cloth. Do not use products containing wax or any
substance which may form a film on the slabs.

5.2 SPECIFIC STAIN REMOVAL

LAMAR recommends a preliminary cleaning with warm
water and mild detergent. If that does not serve the
purpose, we recommend the following for removing
stubbxorn stains. Do not use any harsh detergents or
abrasive sponge.

= Alkaline Solutions like Basic Cleaning Agents and
Ammonia for Grease and Qil, Wine, lce Cream and
Coffee stains.

* (Oxidants like Hydrogen Peroxide and diluted Bleach
for Beverages and Nicotine stains.

s Solvents like Universal Solvent, Acetone, Alcohol and
Turpentine for Ink, Resin, Nall Varnish, Candle Wax and
Asphalt stains.

* Aclds like Limescale Remover (lemon julce and
vinegar] for residual cement, gesso, graphite staln and
marks left by metal cbjects.

Rinse with water and dry the surface with a clean cloth or a

paper towel after application of any of the above agents.

5.3 DOs and DON'Ts

@ pos € DON'Ts

LAMAR Cevamics can withstand heat Awoid exposing LAMAR siabs 1o high
from everyday ulersls, which can ba temperature heat sources like chimneys.

leespil dlivectly on the surface. Alscy avod difect exposuns I open flames
LUisa soit sponge, doth or paper iowelic | Do not use abrashe sponge o metal
claan the surface. scouring pad.

Toeliminate dred food o other residue Do ot use amy sharp metalic objisct on
from the surface, use a wooden of fh couriertop surface.

plastic soraper,

TUR

J. TEMIZLIK VE BAKIM

5.1 GUNLUK BAKIM

LAMAR Ceramics su gegirmezdir ve ylksek derecede
leke tutmazlardir. Bu nedenle kir ve lekeler ylizeye
nifuz edemez. LAMAR Levhalan her amaca hizmet
eden tezgahlar igin mikemmel kilan da budur.

Ylzeyler ddzenli olarak temizlemek icin LAMAR, singer
veya bezle ik su gozeltisi igeren nétr bir sabun
kullaniimasini Snermektedir. Plakalar Gzerinde tabaka
olusturabilecek asin koyu, mumiu veya herhangi bir
kalinti birakabilecek madde iceren drinler kullanmayin.

5.2 SPESIFIK LEKE CIKARMA

LAMAR, ilik su ve yumusak deterjanla 6n temnizlik
yapiimasini &nermektedir. Bu amaca hizmet etmiyorsa,
inatg lekeleri cikarmak igin asadidakileri dneriyoruz.
Sert deterjanlar veya agindinci snger kullanmayin,

* Gres ve Yad, jarap, Dondurma ve Kahve lekeler icin
Temel Temizlik Maddeleri ve Amonyak gibi Alkali
Cozimler.

* |gecekler ve Nikotin lekeleri igin seyreltiimis Hidrojen
Peroksit ve Agartici gibi oksidanlar.

* Mirekkep, Recine, Tirnak Cilasi, Mum ve Asfalt
lekeler icin universal Cézlcl, Aseton, Alkol ve
Terebentin gibi gdziicller.

= Artik gimento, tutkall algi, grafit lekesi ve metal
nesnelerin biraktigi izler icin Kireg Coziicd (limon
suyu ve sirke) gibi asitler.

Suyia durulayin ve yukandaki maddelerden herhangi
birini uyguladiktan sonra ylzeyi temiz bir bez veya
kadit haviuyla kurulayin.

5.3 YAPILMASI ve YAPILMAMASI GEREKENLER

) Yapimasi Gerekenler | €3 Yapimamasi Gerekenler




m_“@ TECHNICAL SPECIFICATION

PROPERTY

Water Absorption

Modulus of Rupture

Breaking Strength

Thermal Shock Resistance

Thermal Expansion [COE)

Surface Abrasion Resistance [Glossy)
Surface Abrasion Resistance (Matt)

Bulk Density

Moisture Expansion
Impact Resistance-Coefficent of

Restitution (COR)

Small Colour Difference
Resistance to Stain

Lead and Cadium Release
Deviation in Length and Width
Deviation in Thickness
Straightness in Side

Rectangularity
Surface Flatness
Surface Quality

*Higher the class, the better

STANDARD
VALUE

0.50%

min. 35 N/mm?
min. 1300 N

min. 10 cycle
max. 7.0 x 10
min. Class Il

min. Class |l

min. 2.2 g/cc
max. 0.02 mm/m
min. 0.55

No Difference
min. Class llI*

As per Mfg.
+0.10%

+ 5.00%

+0.10%

+0.10%

+ 0.50%

> 95% Defect Free

MEAN LAMAR
VALUES

0.06%

4311 N/mm?
6270 N

min. 10 cycle
484 x10°¢
min. Class II*
min. Class III*
2.27 g/cc

No Expansion
min. 0.57

No Difference
Class V*

No release
+0.10%

+4,00%

+0.10%

+0.10%

+10.50%

> 95% Defect Free
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