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The uses of VERSATEX are only limited by your imagination. VERSATEX can be easily and quickly worked with the same  
standard tools used to process wood and metal. All tools should be sharp. In general, use a high cutting speed, a slow, 
continuous feed rate and good dust extraction. The following guidelines were designed to help you understand how to cut,  
drill, rout and mill VERSATEX.

Cutting
VERSATEX can be cut utilizing circular saws, reciprocating/saber saws, band saws, table saws, multiple blade gang rip 
saws, or any other saw commonly used to process wood. Best results are achieved when using blades that are designed 
for cutting wood or plastic. Care should be taken to not allow excessive frictional heat build up while cutting. Finer tooth 
band or hacksaw blades generally do not work well, because the tooth spacing will create excessive heat causing the PVC 
to fuse together along the cut line. When cutting VERSATEX the same safety guidelines used for cutting wood should be 
followed. The material should be cut at the proper feed rate, well supported, and the tooling should be sharp. Rough cut 
edges can result from excessive friction causing heat build up while cutting, poor support of product during cutting or worn 
tooling or blades. Power shears and guillotine cutters are not an acceptable method of cutting, as they tend to crush the 
edges.

Saw Blades
Circular Saws: Carbide tipped blades are recommended (32 -tooth blade optimal). Standard carbon steel blades 
will work, but must be kept sharp. Rough cuts can result from dulled blades. Best results will be achieved with a triple 
chip ground blade. Cutting speed 8,000 to 12,000 RPM, feed rate 90 to 120 FPM, rake angle 0 degree to 15 degree, 
clearance angle 10 degree to 20 degree, tooth pitch .080” to .400”. Band Saws: Blades that are normally recommended 
for wood or plastic should work. High speed steel, hook type, cutting speed 3,000 to 5,000 RPM, 4 to 8 teeth per inch, 
feed rate up to 40 FPM. Reciprocating/Saber Saws: Rough cut blades for wood or plastic are recommended. Finer tooth 
blades are generally unacceptable, as they allow excessive frictional heat build up causing the material to fuse together 
when cut.

Drilling
VERSATEX can be drilled using most twist type drill bits recommended for metal drilling. Cutting speed of 150 to 1,300 
rpm, point angle 90 degree to 110 degree, spiral angle 30 degree, relief angle 10 degree. Feed rate should not exceed 
.01 to .020 in/rev. In deeper holes, bit may need to be removed to facilitate waste discharge and to reduce heat build-up. 
Care should be taken to not allow excess frictional heat to build up in work piece. Best results will be achieved if bit is 
kept sharp at all times. Bits specifically ground for normal rigid PVC drilling are not recommended.
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Milling (CNC)
VERSATEX can be milled utilizing most standard milling machinery. Speeds of 15,000 - 20,000 RPM’s or greater are 
recommended. The higher the RPM the smoother the finished surface of the milled core. Feed rates between 20 and 
30 FPM depending upon the thickness of the profile, the contours in the profile and the tooling wear. Too fast a feed 
rate can lead to surface chatter. Use a single-edge up-cut spiral bit made from plastic. Use the biggest cutter your CNC 
can carry. The mass of a larger cutter will help dissipate frictional heat build-up, preventing “weld-back”. Consider an 
O-flute cutter design. The idea is to create a true chip rather than dust off the cutter. Use a bit that pulls the shavings out 
rather than down. This removes the shavings from the cut, reducing heat buildup at the point of the cut, which reduces or 
eliminates pullout in the core. Carbide steel should be used instead of high speed tool steel for all CNC cutters. The Vortex 
Tool Company recommends a 5600 series cutter with a single edge up cut spiral. Good results will be achieved at a chip 
load of 0.016" to 0.018". 

Moulding
VERSATEX can be moulded using most standard moulding machinery. Speeds of 8,000 RPMS or greater is recommended. 
The higher the RPM, the smoother the surface of the core. Feed rates between 25 and 55 RPM depend upon the thickness 
of the profile, the contours of the profile and the tooling wear. Too fast a feed rate will lead to surface chatter. Acceptable 
rake angles vary with equipment. We have found a rake angle of 25 degrees to work the best on VERSATEX. Using a steep 
rake angle on the inserts is much like using a dull blade since the sharpest part of the tool is not in contact with the PVC 
piece being milled. If the angle is too steep you are basically cutting with a dull knife, which can lead to excessive heat 
build up at the point where the piece is being milled and eventual tearing and ripping of the cellular core. It is important 
the board be held down in place during milling to prevent board vibration which can lead to chatter marks. Use either 
a high speed tool steel or carbide tooling to prolong tool life. Any woodworking equipment must have an optimum dust 
extraction and collection system. PVC dust or chip build up around the tooling will generate heat, which could lead to gum-
ming or softening of the PVC core.  

Routing
VERSATEX can be routed with virtually any piece of equipment that is used to fabricate wood. The consistent density and  
cell structure allows VERSATEX to shape better and hold tighter tolerances than most woods. Multi-flute carbide-tipped bits 
are recommended. Machinery that allows for multiple cutting speeds will allow you to optimize the process and obtain a 
smoother finished part. Sharp inside corners, that could possibly lead to stress cracking, should be avoided. One example 
of a sharp inside corner would be a dovetail joint. To help prevent stress cracking, tooling that creates a small radius, rather 
than a sharp angle is preferred. Spray router with Static Guard to keep dust off you and your equipment. 
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Edge Finishing
VERSATEX can be finished by machine edging, sanding, grinding, or filing. Care must be taken to not allow excess 
frictional heat to build up. The edges will display the texture of the interior cell structure. However, VERSATEX tight 
consistent cell size and structure will allow for a cosmetically smooth finish. If desired, a smoother edge can be 
obtained by sanding with a fine grit paper (320) or by painting. You can also seal the exposed edges by wiping 
them with a solvent such as toluene or acetone. These edges can also be painted.

Important Points
VERSATEX has been developed to have a density similar to wood, and will show the effects of being compressed. 
When using hold down to secure the material, care should be taken to distribute the force evenly over a large area, 
to eliminate the chance of marking. Tooling sharpness and operating speeds will determine the quality of finished 
surfaces of machined work. In most cases, sanding should not be required to achieve a smooth finish. When 
machining VERSATEX you may want to examine the edges to determine what machine setups give you the best 
finished edges.
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All cellular PVC trim, no matter what brand label it carries, will expand and contract about 3/16" in an 18' length. If 
installed correctly, VERSATEX trim can give you a very aesthetically pleasing, finished look on your home. Expansion 
and contraction issues are only an issue on longer “runs” (rake, fascia, frieze), comprised of 3 or more 18' boards.
To help minimize expansion and contraction, certain steps should be taken to mechanically constrain the board. The 
following is a list of recommended steps you should consider adopting when installing long runs of VERSATEX PVC trim.

1) Fasteners with thin shanks, blunt points, and full round heads are preferred. The fastener must be long enough 
 to penetrate the substrate a minimum of 11/4". The substrate must be the frame of the house, not the sheathing.  
 In addition, the shank of the fastener must be strong enough to resist the movement in the trim. If you can bend 
 the shank of the nail with your hands it is more than likely too thin. 8d, 12 gage annular threaded or spiral type 
 304 or 316 stainless steel fasteners are recommended. Galvanized fasteners have a tendency to lose their coating 
 during nailing and may lead to rust stains appearing on the VERSATEX  Trimboards. Simpson Strong-Tie  produces an 
 8d, 316 Stainless Steel Nail that is ideal for coastal areas. Known as the Trifecta Nail,  its screw shank creates a pilot 
 hole for smooth entry into and through the board. The ring shank at the top will help secure the VERSATEX trim to 
 the house. The nail is available in collated or loose (hand driven). For more information on this fastener call 
 (800) 999-5099 or visit their website, www.strongtie.com.

2) Fasteners should be placed no closer than 1/2" from the outside edges of the board. An aggressive nailing schedule  
 (maximum 16" on center or less) is recommended to mechanically constrain the board, and to help mitigate 
 expansion and contraction. If framing members are greater than 16" on center, provide additional wood blocking 
 for fastening. Bonding the trimboard to the substrate using Liquid Nails Sub Floor or Heavy Duty Construction 
 Adhesive can also help to further reduce movement in the board.

3)  To help reduce expansion, you may choose to use the number of fasteners across the width of the board as shown in the  
 schedule below. Typically fasteners should be spaced approximately 3" on center.

Nominal Board Width  Fasteners per Width Board Width
4 and 6  2
8 and 10  3
12  4
16  4 or 5

4) Install fasteners no more than two inches from the end of each board.

5)  In highly visible areas, bond joints between pieces of VERSATEX to eliminate separation. Use expansion joints in less  
  conspicuous areas along a long run of VERSATEX trim.
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6) Bonded joints should be secured with a double row of fasteners on each side of the joint to allow for adequate 
 bonding time. Use a shiplap joint. Butt joints are not recommended. The VERSATEX trimboards can be reinforced 
 with construction adhesive on the back side of the board about 2' - 0" on each side of a joint (example: sub fascia).

7) Use a UV resistant polymer based, or polyurethane caulk to fill any gaps between boards for appearance. Sealants  
 containing solvent bond well to VERSATEX. Recommended sealants include Solar Seal #900 by NPC sealants  
 (Trimboard White #111) or Quad OSI.

8) Pre-drilling typically not required unless large shank fasteners are used or the product is installed when the outside  
 temperature and the temperature of the board is below 40°F. The impact properties of VERSATEX diminish with  
 low temperatures.

9) Product that cannot be face nailed in accordance with our recommended on center spacing may require more room to  
 accommodate expansion.

10) If you prefer to use a sealant rather than a bonded joint between boards, utilize a shiplap joint, leave a full 1/4" gap  
  when installing on a day where temperatures range from approximately 30°F to 40°F.

Apply construction adhesive
2'-0" on each side of joints (min.)

Subfascia

PVC Fascia

Two sets of 8d nails on 
each side of joint Shiplap Joint, 

bonded with Weld-On 705, 4052 
Trim Tight or PVC TrimWelder
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11) If using a sealant rather than a bonded joint between boards, utilize a shiplap joint and leave a very small gap (Typ. 1/8")  
  sufficient in size to accept the sealant when installing on a day when temperatures range from approximately 80°F to  
  100°F. Consult the sealant manufacturer for minimum gap spacing between boards.

12) If picture framing VERSATEX to form a window surround miter cut the boards bonding the miter corner with a PVC  
  adhesive such as Weld-On 705 or PVC TrimWelder and pocket screw the miters to strengthen them. Secure the unit with  
  fasteners to the frame of the structure, as you would any wood trim.

13) If gun nailing, set the pressure to between 70 and 100 psi. The pressure will be dependent upon the type of gun, 
  the type and thickness of nail, ambient temperature, and the substrate the nail must penetrate. In line pressure   
  gauges will help to maintain even pressure to the nail gun. Be careful not to over drive the nail through the trim. 
  Excessive driving force can cause micro-cracks to develop in the VERSATEX Trimboard.

14) To avoid a build up of stress in the board which could cause them to become wavy, it is recommended that fastening  
 begin on one end and proceed towards the other or from the middle working towards each end. 

15) Ring shank fasteners are not required for a secure hold into the substrate. Nails are designed with ring shanks  
 in order to withstand the pressure of wood swelling and shrinking with fluctuating moisture content. The seasonal 
 movement of wood is primarily in thickness. The shanks create additional holding power into the substrate against 
 this outward force. Expansion and contraction of VERSATEX PVC is almost entirely in length. Any variation in thickness 
 will be insignificant, and measured in thousandths of an inch. There is no outward pressure away from the substrate 
 to be considered when selecting a fastener. The holding power of a smooth shank nail is more than adequate for all 
 VERSATEX products. The reason ring shank fasteners are not approved for use with VERSATEX is because the rings 
 on the shank of the nail create excess frictional heat when penetrating the product which can lead to melting of the 
 PVC. Repetitive strikes of a hammer especially in colder weather can cause the PVC to soften followed by rapid
 cooling which allows material to build up on the nail since the rings are of a greater diameter than the point. If the 
 cooling happens before the nail passes completely through the board into the substrate, the melted PVC can form 
 into an awkward shape that cannot efficiently exit the smooth surface of the board. The result can be excess material 
 break out at the point of impact and possible cracking or fracturing.
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16) When securing VERSATEX with screws it is recommended that wood or deck screws with coarse threads be used 
 a 305 stainless steel #7 finishing B/B screw painted white is a good choice. Large diameter screws and cold   
 temperatures may require pre-drilling to prevent cracking. Stainless steel screws are preferred but hot dipped 
 galvanized screws are also acceptable. Standard steel screws and some galvanized steel will rust staining or 
 discoloring the product. Screws should be tightened until a snug fit is obtained. Over tightening may cause 
 poor or unacceptable hold strength due to strip out of the fastener. Stainless steel screws with a white painted 
 head are available through Simpson Strong-Tie Fasteners, ww.strongtie.com and Starborn Industries, Inc., 
 www.headcote.com.

Please see our installation instructions available on our website at www.versatex.com, for additional fastening  
recommendations.
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Crown Profiles
Crown Mould 
Installed where the ceiling and wall meet for a dramatic effect. A sprung moulding used where two surfaces meet at an 
angle. Often referred to as a Cornice. Moulding used on cornice or wherever an interior angle is to be covered. A sprung 
moulding used where two surfaces meet at an angle; usually applied wherever a larger angle is to be covered; (also 
cornice moulding).

Bed Mould 
Utilized where walls and ceilings meet. Beds can either be sprung or plain.

Cove Profiles
Scotia Cove 
A moulding with a concave profile used at corners, particularly as a ceiling cornice. Small coves may be used as an inside 
corner guard.

Quarter Round 
Can be used as a base shoe, inside corner moulding or to cover 90 degree recessed junctures. Often used to cover the 
line where roof and siding meet on exteriors.

Baluster
Also known as a spindle or stair stick, is a moulded shaft, square or of lathe turned form made of wood, stone and  
sometimes metal, standing on a unifying footing and supporting the company of a parapet or the hand rail of a stair case.

Casing Profiles
Base Cap
Installed on top of a board flush against the wall to add decorative style. It is also used as a decorative piece on column 
wraps. It can be used as versatile panel mould or to conceal uneven floor and wall junctions.

Back Band 
A rabbeted moulding that is attached to the surrounding edge of a casing to add ornamental style.

Adams Casing
Used to cover the gap between a wall surface and door or window frame. Casings define the overall character of a room 
and are often the most visible part of the trim.
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Brick Mould
A common exterior door and window casing which provides a surface for brick or other siding materials to butt against. 
Many windows and some doors have narrow built-in exterior casing. If brick moulding is to be the exterior casing, it 
usually comes installed on the frame or included in the packaging if the door or window unit is KD (knocked down which 
means not assembled). The thickness of the small edge is typically 11/4" but can be as narrow as 11/8", which is the same 
as storm and screen door thickness. An alternate choice for exterior door and window casing is a simple 1 x 4. A thick 
moulding used on an exterior door and window casing that abuts the exterior facing and provides a surface for brick or 
other siding to butt against. It may be used to form a rabbet for screens, storm sash, or a combination door.

Rake Moulding
A trim piece that runs parallel to the roof slope to form the finish between the wall and the gable roof extension.

Sill Profiles
Historic Sill
The bottom horizontal moulding of a window surround designed to match the style and look of colonial window sills.

Sill
The bottom horizontal header of a double hung window. 

Additional Profiles
Drip Cap
A moulding applied over exterior window and door frames to keep water from seeping under the siding. Commonly 
referred to as sills.

Shingle Mould
Originally used on the rake of a building or around exterior window frames. It may also be used in applications similar 
to panel moulds.

Panel Mould
A decorative pattern originally used to trim out raised panel wall construction. It is most useful when fabricated into 
a frame, surrounding attractive wall covering for a paneled effect on walls. It can also be applied on top of a smooth 
trimboard or cut in short lengths to make decorative patterns.
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RPM’s of Spindles 
Varies with moulder. We recommend spindle speeds of 8,000 RPM’s or greater. We have found that the higher the spindle 
RPM the smoother the surface of the milled VERSATEX board. We use equipment with an RPM of 6,000 which is satisfactory 
but not optimum.

Feed Rate 
Weinig specifies a feed rate of approximately 45 FPM (15m/min). We recommend feed rates between 40 and 60 FPM  
depending on material thickness, profile being cut and tooling wear. Too fast a feed rate will lead to surface chatter.

Hold Down 
It is important the board be held in place during moulding to prevent or minimize material vibration. Vibration will lead  
to chatter lines across the face of the moulding profile produced.

Tooling Wear 
It is important to maintain sharp tooling. Worn tooling or tooling with chips in the insert will create a ripping or chatter  
look in the core of the cellular PVC board. This can also lead to softening or gumming of the core due to heat build-up.

Tooling 
Most mill shops use high speed tool steel inserts on their moulders. However, carbide steel should be used for these 
inserts. Be sure all cutter head inserts are properly aligned. Misalignment will lead to a rough finish. 

Dust Extraction
Probably one of the most critical components associated with the proper milling and moulding of VERSATEX. It is very  
important that all milling and moulding equipment have an optimum dust extraction and collection system. If you allow the 
dust and small PVC chips to build up around the tooling inserts, they will generate excessive heat thus creating gumming or 
softening of the PVC core. A soft core allows for chunks of PVC to be ripped out or torn during the moulding process.
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Moulder (cont’d)
The rake angle that other OEM’s have told me works best with VERSATEX is 25 degrees. One long time VERSATEX OEM sets 
his rake angle of his moulding inserts to 25 degrees. He has tried steeper angles in the range of 10 to 15 degree but the 
surface finish becomes coarser. This OEM feels that using a steep rake angle on the insert is much like using a dull blade 
when placed in contact with the product being milled. This is because the sharpest part of the tool is not in contact with 
the PVC piece being milled. As a result, if the angle is too steep you are basically cutting with a dull knife which can lead 
to tearing and ripping at the core of the product. This tearing and ripping created through the use of a dull knife will also 
generate excessive frictional heat which can cause a gumming or softening of the PVC core.

Milling (CNC) 
Use a single edge up cut spiral bit made for plastic. Use the biggest cutter your CNC can carry. The mass of a larger cutter 
will help dissipate frictional heat build-up, preventing “weld-back”. Consider an O-flute cutter design. The idea is to create 
a true chip rather than dust off the cutter. Use a bit that pulls the shavings out rather than down. This removes the shavings 
from the cut, reducing heat buildup at the point of the cut, which reduces or eliminates pullout in the core. Carbide steel 
should be used instead of high speed tool steel for all CNC cutters. The Vortex Tool Company recommends a 5600 series 
cutter with a single edge up cut spiral. Good results will be achieved at a chip load of 0.016" to 0.018". Run your CNC 
cutters at 12,000 to 18,000 RPMs. Feed rates should be between 250 and 300 in./min. or 20 to 25 ft./min. 
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