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1. Objective 

To provide the customers who supply mirror from DC with information on the requirements to be followed during 
the storage, cutting, processing and application stages.  
2. Scope  
After sale services for the mirror products between DC and its customers.  
3. Definitions  

 DC        Düzce Cam Sanayi ve Ticaret A.Ş  

   Customer              Company that supplies product from DC and directly sells or processes this product  

 Mirror       Material produced in compliance with TS EN 1036 standard  
4. Responsibilities  
DC    To carry out production in compliance with TS EN 1036 standard and to apply 

the tests in the related standards  
  

Customer   To carry out storage, cutting, processing and applications in compliance with 
this handbook  

5. Activities  
5.1. Storage  

5.1.1. If there is any package on the products when they are delivered by our company, they will be removed 
from their packages immediately.   

5.1.1.1. The rear surfaces of the products shall be wiped with a dry cloth due to the possibility of 
humidification.   

5.1.2. The mirrors should be stacked on dowels at appropriate angles.  

5.1.2.1. No air gap should be left between the plates so that no formation occurs between the plates 
stacked.  

5.1.3. The rear (painted) surfaces of the mirrors should not get into contact with materials such as rubber.   

5.1.4. The mirrors should be kept in dry tanks with appropriate temperature and ventilation, and should be kept 
away from the humid environments as well as the environments with chemical gases and vapors.   

5.1.4.1. The warehouse order should be paid attention, the mirrors should remain in stock for a minimum 
period of time, and the first product entering the warehouse product should be used first.  
5.2. Cutting  
5.2.1. Use of mirror cut-off relay (diamond); 

5.2.1.1. The cut-off relay (diamond) used should comply with the standards used in the glass industry (Bohle 

etc.).  

In the event that appropriate cut-off relays are not used, it shall cause decays on the mirrors in the following 
operation phase. 

5.2.1.2. The diamond to be used for cutting should be lubricated with the appropriate volatile oil.  



5.2.1.3. The mirror should be cut at the appropriate cutting pressures, and you should not cause 
formation of any capillary glass particles.   

5.2.2. The use of cutting oil in mirrors;  

5.2.2.1. Appropriate cutting oils should be used. ABSOLUTELY oil-derived oils, gas oil and low quality etc. 
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oils should not be used. In the event that such oils are used, it shall cause decays on the mirrors in the following 
operation phase.   

5.2.2.2. The oils used should be volatile (evaporative) cutting oils. In the event that non-volatile oils are used, it 
may cause faults especially on the edges of the mirrors.   

5.2.2.3. The mirror plates should not get into contact with each other, as one on the top of the other, in order to 
prevent the plates from any damage by the solvents contained in the oils, following the cut-off process. 
Appropriate brackets (cork etc.) should be placed between the plates. As a result of this process, it should be 
ensured that the cutting oil evaporates, by creating air gaps on the mirror.  

5.2.3. The table, counter and other equipment used for the cutting operation should be kept clean all the time. 
After the cutting operation, it is necessary to pay attention to the fact that there are no burrs and notches left on 
the edges of the mirror plates.   

5.3. Processing  
5.3.1. Following all stages of the operations such as grinding, beveling, hole drilling (being not less than the 
mirror thickness, the distance of the holes to be drilled on the mirror to the edge of the mirror and the distance 
of the two holes to each other should be min. 5mm), grooving, etc. the mirrors should be washed and the washing 
water should be completely removed from the mirror.    

5.3.2. The diamonds used for the trimming operation during the grinding and beveling operations should not be 
thicker than D=65. In addition, the cycle number of the engine should be at least 2500 cycle/minute.  

5.3.3. In order to protect the mirror coating; when a new stone is mounted, the stones should only be used in the 
glass grinding operation for the first 1 hour.   

5.3.4. The processing stones should be cooled down with some water including cooling agent. Excessive 
mechanical stress to be applied to the mirror in case of lack of this operation causes damage to the coating layer 
and as a result, leads to formation of edge corrosion as the water and glass dusts go around between the mirror 
coating.   

5.3.5. The most important issue to be paid attention as the mirror edges are trimmed is the pH value of the 
process water. The glass dusts (particles) formed during the trimming process increase the pH value of the 
cooling water and lead to corrosion on the edges of the mirror. With the help of appropriate cooling agents, this 
pH increase should be prevented and the pH value should be kept below 9, immediately after processing, the 
mirrors should be washed, and the cooling agents (substances) and glass dusts (particles) should be removed 
from the mirror before it gets dry.   

5.3.6. The cooling agents (substances) used during processing lead to formation of bacteria in the water over 
time. The hydrogen sulfide gas formed by these bacteria results in tarnish of the silver layer on the mirror. The 
appropriate bactericides (biocide) should be added in order to prevent this process. As the regular use of the 
bactericides may provide immunity to bacteria, it may be necessary to apply it in high doses when large amounts 
of bacteria are detected.    

5.3.7. The appropriate precipitant and repellant systems should be used in order to precipitate and repel the 
glass powder from the process during the grinding and beveling operations. The precipitant substance to be 
used should not ABSOLUTELY contain chlorine, and should not be very acidic. In addition, the precipitant 
chemical used should not react with the water including cooling agent.   

5.3.8. So that all these chemicals used during the processing do not create a corrosive effect on the mirror, the 
mirrors should be washed with pure water and dried before these materials get dry on the mirror.   



5.3.9. Finally, the mirrors should not ABSOLUTELY be subjected to the operations such as laminating and 
tempering.     
5.4. Application  
5.4.1. As the burrs and uneven surfaces on the application surface shall cause deviations, such surfaces should 
be corrected.  
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5.4.2. A mirror application should not ABSOLUTELY be applied before the newly processed surfaces (gypsum, 
paint, plaster, etc.) get dry.  

5.4.3. Some space should be left between the application surface and the mounted mirror plate to enable air 
circulation.   

5.4.4. If the mirror plate shall be placed in a frame, a protective material (cork etc.) should be placed between the 
frame and the mirror so that the edges are not damaged.  

5.4.5. If it is desired to place some screws etc. on the holes drilled on the mirror surface, equipment such as plastic 
seals should be used to prevent contact between the mirror and the screw.   

5.4.6. If the mirrors are to be placed on the surface in multiple parts, joint gaps should be left between them so 
that the mirrors do not damage each other. In order to get the best image in the vertical mirror applications, it is 
recommended that the angle of the mirrors to the floor is 900.    

5.4.7. If double-sided tape or silicone is to be used in the mirror application; these materials should not contain 
acid, base or solvent that could affect the paint and coatings within the mirror. In addition, the application surface 
should be free of all kinds of dirts such as dust, oil, etc.   

5.4.8. The adhesive tapes to be used should be applied on the surface vertically.   

5.4.9. Attention should be paid to ensure that the application surface has the appropriate weight and endurance 
to carry the mirror.   

5.4.10. In the event that the application surface of the mirror is chipboard, wood etc., the application surface 
should be covered with paint and varnish that shall not bleed the resin.   

5.4.11. An application should not ABSOLUTELY be conducted on the cold surfaces, the application should be 
conducted at ambient temperature (about 250).   

5.4.12. The thickness of the mirror should be maximum 4 mm in the applications with double-sided tapes to carry 
the mirror.   

5.4.13. In case of the use of the double-sided tapes, small and frequent pieces should be preferred instead of 
long strips.   

 

5.4.14. The tape should not be used horizontally and in forms of points in the mirror applications with double-
sided tapes.  

5.4.15. If the mirror application shall be made with silicone, it should be applied vertically in a way to ensure air 
circulation on the rear surface of the mirror.   
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5.4.16. In silicone applications, silicone should not be used horizontally and in forms of points.  

5.4.17. The neutral, one- or two-component hybrid silicones should be used in the mirror applications.   

5.4.18. Acidic silicones, rubber-polyurethane-water based adhesives should not ABSOLUTELY be used in the 
mirror applications.   

5.4.19. In the mirror applications in very humid places, the mirror edges should be covered with neutral silicone in 
order to prevent any possible corrosion in the future.   

5.4.20. In the applications with silicone, the adhesive strength can be increased with a double-sided tape.   

 

IMPORTANT NOTE: For each chemical substance to be used in the mirror applications, the manufacturing 
company should indicate that it is suitable for mirrors and a test should be carried out before the application.  

5.4.21. In case of screw and profile applications in the mirrors;  

5.4.21.1. Attention should be paid to ensure that the apparatus to be used be have the profiles and strength to 
carry the mirror plate.  

5.4.21.2. In the event that metal nails and profiles are used during the application, plastic seals should be used to 
prevent contact between the mirror and the metal surfaces.  

5.4.21.3. In the same way, plastic seal and other materials should be placed between the mirror and the equipment 
such as screw, etc. to be placed on the holes drilled on the mirror surface.   

5.4.22. In the event that the mirror application is initiated from the ground, the mirrors should be placed on 
dowels in the profile.  

5.4.23. In the event that the mirror application is initiated from the ceiling, the rear surface of the mirror should be 
ventilated by leaving a space between the edges of the mirror plate and the ceiling.  

5.4.24. Safety Film applications should be used for the mirror applications with high risk of breakage. In addition 
to reducing the risk of accidents, this operation prevents scratching and corrosion of the paint on the rear surface. 
The safety film is applied to the painted rear surface of the mirror, the mirror with the safety film is mounted on 
the relevant surface with double-sided tape or appropriate mechanical stabilizer equipment. (The application of 
the safety film to be applied on the mirror should conform to TS EN 12600 2B2 standard.)     
5.5. Cleaning:  
5.5.1. The mirror should be wiped with a damp, soft cloth.   

5.5.2. It is not advisable to try to remove the strong stains when the mirror is dry, the stains should be removed 
with a cotton cloth submerged in clean hot water and wrung properly by gently rubbing over them.   

5.5.3. Any cleaning material should not be sprayed directly onto the mirror surface.   
5.5.4. Attention should be paid to ensure that there is no water left at the lower edges of the mirror.   

5.5.5. Abrasive chemicals and ammonia-based, acidic and alkaline cleaning materials should not be used for 
cleaning mirrors.   

  
  
  
  
  



5.5.6. Cleaning should not be performed with the materials such as spatula, etc. that could scratch the surface.  
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