
This section is intended for Polyflor Bloc PUR heterogeneous sheet vinyl with 

pigmented wear layer construction.  In general, the installation procedure is the same 

as that detailed in Installation of Homogeneous and Safety vinyl sheet and reference 

should be made to this section for in-depth advice. Included below are details of how 

installation differs from homogeneous vinyl sheet, specifically in relation to alignment 

of adjacent sheets and welding options.

SUBFLOORS 

Due to the nature of the single consistent colouring of the product, extra attention is 

needed when preparing the subfloor to ensure a smooth and even finish is achieved in 

order to avoid any irregularities becoming visible. 

In common with the installation of any type of flooring, the subfloor should not only 

be in sound condition, but also free of any contaminants, like oil, paint, preservative 

treatments or other forms of marking, such as a permanent marker pen.  Similarly, no 

markings should be applied to the back of heterogeneous flooring

ALIGNMENT

Polyflor Bloc PUR heterogeneous sheet features a 0.7mm pigmented solid 

homogenous PVC wear layer.  It MUST be reverse laid.

FITTING THE SHEET

Once the adjacent sheets are aligned, the seam should be cut using one of the 

following methods:

•  Ensuring there is a maximum overlap between the sheets of 25mm; using a straight  

 edge and a utility knife cut through both layers to ensure there is a tight seam  

 keeping the utility knife upright throughout the process.

 Discard any waste material, and check the final appearance.

Or

•  Using a Polyflor seam cutter and the factory cut edge as a guide, set the seam  

 cutter and cut the factory edge off the upper sheet; repeat the process and trim  

 the factory edge off the lower sheet. Discard the waste strip and check the final  

 appearance.  Once the seams have been dry cut, the vinyl sheets can be adhered  

 to the substrate. Fold back all the sheets half way and apply a pressure sensitive  

 adhesive approved by Polyflor, following the adhesive manufacturer’s instructions  

 and recommendations.

Working from the centre of the room, fold the sheets back into their original position, 

using a rolling motion to reduce the risk of trapping air.  Using a 68kg roller starting 

in the width direction, roll the floor to expel any air bubbles and ensure good contact 

with the adhesive, substrate and the back of the sheet vinyl.  Repeat in the lengthwise 

direction. Repeat the whole rolling process approximately 4 hours later.

WELDING THE SHEET

There are two methods of welding that are recommended for heterogeneous vinyl 

sheet floorcoverings with a fully pigmented wear layer. NB: due to the solid colour 

palette of Polyflor Bloc PUR cold welding is recommended whenever a high degree

of aesthetic quality is required.

Cold Welding 

Once the seam has been accurately cut, remembering that this type of welding

should not be considered as gap filling, the seam can be welded.

A. Cover the seam with masking tape or similar to prevent any excess welding

 liquid coming into contact with the vinyl surface.

B.  Cut through the tape at the seam, using a utility knife with a sharp blade.

 Apply the welding liquid, as per the manufacturer’s instructions, ensuring

 both hands are controlling the tube.  

 Keep fingers away from the needle applicator.

C. After approximately 10 minutes and once the welding liquid has cured,

 the masking tape can then be removed.

Note: Any proud parts of the cured welding liquid can be left, as they will be removed 

with the effects of maintenance and traffic.

Hot Welding

Once the adhesive is cured, normally after 24 hours, the seam can be grooved out. 

This can be done either manually by using a hand groover or mechanically using a 

power grooving machine. The groove should not be deeper than 2/3rds thickness of 

the wear layer for the U groove and 7/8ths thickness for the V groove.

A. Remove all dust and debris prior to welding.

B. Using an appropriate vinyl weld rod, test the weld fusion on a scrap piece of the  

 material. Once you are happy with the heat settings and resultant weld, proceed to  

 weld all the pre-grooved seams.

C. On completion, and whilst the weld is still warm, carry out the first trim.

 This should be carried out using a cable guide and spatula knife.

D. The final trim should be carried out once the weld has completely cooled and   

 should be done using the spatula knife.

Note: The welding technique described will provide a very strong mechanical weld. 

Should you require a much thinner line whilst at the same time providing a continuous 

surface, we suggest that in these instances, and using the technique described, only 

the wear layer be grooved out. This will result in a much narrower weld whilst still 

preventing ingress of dirt or moisture.

Installation of Polyflor Bloc PUR Heterogeneous vinyl sheet安装Polyflor Bloc PUR异质乙烯
本部分适用于Polyflor Bloc PUR异质片材着色耐磨层结构。一般来
说，安装步骤是一样的如《均质和安全乙烯基薄板的安装》中的详
细内容以及参考应对此部分进行深入咨询。以下包括有关如何操作
的详细信息安装与均质乙烯基板不同，特别是在对齐方面
相邻板材和焊接选项。

基层地板

由于产品的单一一致着色的性质，需要特别注意在准备底层地板时
需要用到，以确保在为了避免出现任何不规则现象。

与安装任何类型的地板一样，地下地板不仅应状况良好，但不含任
何污染物，例如油，油漆，防腐剂处理或其他形式的标记，例如永
久性记号笔。同样，没有标记应贴在异质地板的背面。

对准 
 
Polyflor Bloc PUR异质片材具有0.7mm的着色固体
均匀的PVC耐磨层。它必须反向放置。

贴合乙烯基片

相邻的纸张对齐后，应使用以下一种方法切割接缝
下列方法：

•	 确保两张纸之间的最大重叠量为25mm；使用直线边缘和美工
刀切穿两层，以确保接缝紧密在整个过程中保持美工刀直立。
丢弃所有废料，并检查最终外观。

或 

•	 使用Polyflor接缝切割机并以工厂裁切的边缘为指导，设置接
缝切割并从上层纸上切下工厂边缘；重复该过程并修剪工厂边
缘离开下页。丢弃废纸条并检查最终出现。一旦接缝被干切，
就可以粘附乙烯基片材到基板上。将所有纸张折回一半，然后
施加压力感应遵循粘合剂制造商的说明，由Polyflor批准的粘
合剂和建议。

从房间的中心开始，将床单折回到原来的位置，使用滚动运动来减
少积聚空气的风险。使用68公斤起重轮在宽度方向上，滚动地板
以排出气泡并确保良好的接触带有粘合剂，基材和乙烯基片材的背
面。纵向重复方向。大约4小时后，重复整个轧制过程。

焊接板

对于异质乙烯基，建议使用两种焊接方法具有完全着色的耐磨层的地板覆
盖层。注意：由于纯色无论何时高度推荐使用Polyflor Bloc PUR冷焊调色
板需要美学品质。

冷焊接

正确切缝后，请记住这种类型的焊接不应将其视为填缝，可以将接缝焊
接。

A. 用胶带或类似材料覆盖接缝，以防止过度焊接液体与乙烯基表面接触。 
B. 使用带有锋利刀片的美工刀切开接缝处的胶带。按照制造商的说明使用   
    焊接液，确保两只手都在控制电子管。

使手指远离针头涂抹器。

C. 大约10分钟后，一旦焊接液固化，然后可以撕下胶带。

注意：固化后的焊接液中任何引人注目的部分都可以保留，因为它们将被
除去。以及维护和交通的影响。

热焊接

一旦胶粘剂固化，通常在24小时后，就可以开缝了。可以使用手动开槽器
手动完成，也可以使用电源开槽机。凹槽的深度不得超过厚度的2 / 3rds
U形凹槽的耐磨层和V形凹槽的7/8厚度。

A. 焊接前清除所有灰尘和碎屑。 
B. 使用合适的乙烯基焊条，在一块碎屑上测试焊接融合材料。对热设置和  
    最终焊接满意后，继续焊接所有预先开槽的接缝。
C. 完成后，在焊缝仍很热的情况下，进行第一次修整。这应使用电缆导管  
    和刮刀进行。 
D. 焊缝完全冷却后，应进行最终修整。应该用刮刀刀做。 

注意：所描述的焊接技术将提供非常牢固的机械焊接。您是否需要更细的
线同时提供连续的表面，我们建议在这些情况下，并使用所述技术，仅磨
损层开槽。这将导致焊接范围更窄，而同时防止灰尘或湿气进入。


