


The majority of architectural glass typically features some form of edgework that goes beyond simple
clean-cut edges. A comprehensive summary of the various types of edge work can be found below.
Additionally, there are specialized decorative finishes designed primarily for furniture applications.

Types of glass edge work [samples]
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Note: Images above are for illustrative purposes only. The actual appearance and colors may vary slightly.
Please consult our team for precise product details and specifications.

Types of glass edge work Detail Application

Clean cut As cut edges, edges are sharp General glazing concealed edges

Sharp edges are removed. Minimum edge

Rough arriss General glazing concealed edges

waork for toughened glass
Flat grind Machine ground edges Silicone butt joints
Flat polish Machine polished Exposed edges and furniture
) ) Angles silicone glazing and exposed angled
Mitre Machines edge 45mm - 67.5mm

edges




Clean cut

Edges are cut clean and sharp

Edge as cut
No edgewaork

Rough Ariss - Standard Arris

This particular edge is crafted through the use of a coarse stone, a wet belt, or a vertical machine arriser.
It results in a glass edge that retains a distinct white arrised finish. Typically, this edge style is employed
for toughened glass in situations where the edges remain unseen.

Rough arrised edge

Edge as cut

Rough arrised edge

Flat polish

A flat polished edge is expertly crafted by employing a straight-line rectilinear or CNC machine, yielding a
finely polished, smooth surface suited for a wide range of applications, including furniture glass and
frameless toughened panels.

Ground and polished
Ground and polished

Ground and polished

Mitres

Rectilinear machines are utilized to create mitred edges with either a ground or palished finish. These
specific edges find application in glass silicone butt joints, regardless of the angles, and exposed edges.
When ordering mitres:
» Provided drawings should clearly depict the back or face mitre view along with the corresponding
degree measurement [refer to figure 1 and 2] for precise communication.
» Mitres are calculated based on the degrees taken off from the 90° square edge or angle [refer to
figure 3]
» Mitres should be specified in terms of the angle taken off, such as 15°, 22.5°, 45°, and so on [refer to
figure 4].
» Glass width measurements should be indicated from the longest points of the glass, as illustrated
(refer to figure 5].




Figure 3
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Face mitre
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Face view

Figure 3

22.5°
45°

Typical 90° and 135° mitred glass butt joints.
Mitre edge is generally a flat grind finish in
these applications. Exposed mitres are
generally flat polished.

Figure 5

Xmm = Long points




Fi 1
Min glass 350x350 'gure

Max glass size 2400x2400 Single bevel .
min bevel 7mm o "\fb@/%
max bevel on 4mm 20mm /%
max bevel on 6mm 25mm ‘ Iy. ’ .
w €mmmmmos Residual edge

Exposed cutouts
EXPOSED SIDE/CORNER/CENTRE CUTOUTS

For a consistent high quality edge finish, specify a ‘*CNC’ flat polished
finish where glass edge is seen or exposed. For corners, where a ‘CNC’
flat polished finish is specified, request ‘'CNC’ external radius corners
(see following page].

Cutouts for splashbacks may be produced on a waterjet cutter, which
leaves a white coloured ground edge. This is generally acceptable as
the edge is painted and covered by powerpoint

CORNER FINISHES

» Standard tipped corner - 2mm across the face as shown in a white colour arrised finish which is
supplied on all 8mm+ toughened glass with rough/standard arris peripheral edge [see Photo A).
Where two flat polish edges meet, the minimum corner finish is a polish tipped;

» Polish tipped corner —up to 2mm across the face as a manual 'buffing’ of tip (see Photo B];

» Polish radius corner - up to 3mm across the face as a manual process [see Photo BJ;

e CNC external radius corners - Minimum size is Smm for flat ground and polished high quality corner
finishes. Flat polish ideal for exposed edges (see Photo C);

e <B6mm glass - Corners not tipped unless requested.



Waterjet & CNC capabilities

Discover precision and innovation through our state-of-the-art CNC and waterjet technologies. Our CNC
Waterjet system leads in intricate glass cutouts, operating at an astounding 45000psi. Using a potent
mixture of water and abrasives, it navigates internal curves with impeccable accuracy, ensuring flawless
cuts across varying thicknesses. The resulting textured finish complements covered cutouts perfectly.
Our Intermac CNC machines excel in delivering polished edge variations for diverse shapes, evoking a
refined texture akin to flat palish. Beginning with CAD drawings and meticulous programming, achieving
the desired textured finish may involve up to 8 passes, with processing times starting from 6 hours per
panel, depending on complexity.

Machine Thickness range Maximum size Minimum size
Waterjet 4-19mm 1800x3660mm 100x100mm
CNC 4-19mm 1800x3200mm 400x400mm

Processing guidelines

The toughened safety glass guidelines provide a concise overview of critical measurements and
allowances for holes and notches. If your application falls outside of these specified tolerances, please
direct them tohglass for further review.

Diagram 1
Figure 1l
The minimum diameter should
be Bmm or the thickness of the
glass, whichever is greater. Figure 2
Distance to be 2x thickness
l Te of glass for holes at sides
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Countersunk holes at 45 LO
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Figure 4
Figure 5 Holes positioned at corners
The maximum diameter of holes should not should have a distance of 4
exceed 50% of the narrower height or width of the times the glass thickness

glass, specifically for holes larger than 75mm.
Special regulations apply to dog and cat doors.




Diagram 2

Figurel

Radius of corners to be
equal to the thickness of

the glass.

Figure 8

Figure 2

rounded.

External corners must be

Corners rounded

A minimum radius of 19mm
is required at the semi-
circle of the cutout.
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Figure 7
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33% of the corresponding
height or width of the glass.
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Figure 6 b

The minimum radius is equal
to the thickness of the glass
at the end of the cutout.

Figure 5
The interior width and height of

the cutout must not be smaller
than the glass thickness.

Position of the cutout from the edge

» The edge distance must be greater than half the cutout height
« The edge distance must be greater than half of cutout width
» Theinside of cutout must have radius corners to a dimension of not less than the thickness of the

glass

o Refer to our sales staff for advice

Other points

Figure 3

Rectangle cutouts to have a
hole radius. Have radius

> corners or semicircular
ends not less than the glass
thickness

Figured
[ The distance between the cutout and the
edge of the glass should be a minimum
of 50% of the width or height of the
hole/cutout in the respective direction.
¢ For glass with a thickness of 4-
6mm, the minimum distance is
75mm.
¢ For glass with a thickness of 8-
19mm, the minimum distance is
100mm.

 In a panel with holes, the minimum width of the panel must be 8x the thickness of the glass
» In a panel of glass where there are a cluster of holes [e.g. more than 4x], please refer to our sales staff

for advice

At hglass, our team is committed to delivering unparalleled support and expert guidance for all your
architectural requirements. For comprehensive information about our glass processing, we encourage you
to explore our website at hglass.au.




