
RAUVISIO crystal/ 
crystal slim
Processing and Application Instructions   



This document contains only the instructions for usage 
and processing for RAUVISIO crystal and RAUVISIO 
crystal slim. For technical details, please refer to 
technical information F20610.

Our current technical documentation is available for 
download from rehau.de/rauvisio-crystal.  
All dimensions and weights are reference values. 
Subject to errors and modifications.
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01	 Information and safety information

Validity
This Technical Information is valid worldwide. 

Currentness of Technical Information
For your safety and to ensure the correct use of our 
products, please check at regular intervals whether  
a new version of this Technical Information is already 
available. You can obtain the current version of the 
document from your local dealer, your REHAU sales 
office or you can download it from rehau.com/ti.

Navigation
At the beginning of this Technical Information, you will 
find a detailed table of contents with the hierarchical 
headings and corresponding page numbers. 

Pictograms and logos
 

Safety notice

Legal notice

Important information

Information available online

The benefits for you

Intended use
REHAU RAUVISIO products may only be planned, 
processed and installed in accordance with this 
Technical Information document. Any other use is 
deemed to be outside the scope of intended use and 
therefore is not permitted.

Suitability of the material
Our currently valid Technical Information publication 
must be observed for the processing, installation and 
use of RAUVISIO crystal and RAUVISIO crystal slim. 
Our Technical Information publications are based on 
laboratory values and experience gained up to the date 
of printing. The dissemination of this information does 
not comprise any assurance of the properties of the 
products described. No explicit or implicit guarantee 
may be derived from it.

The information does not release the user/purchaser 
from their obligation to assess the suitability of this 
material and the correct processing thereof to attain 
the required results in terms of objective
and application.

Disclosure of information
It is essential to ensure that your customers, including 
end customers, are informed about the necessity to 
observe the current technical information publication 
as well as the care and usage instruction for RAUVISIO 
crystal and RAUVISIO crystal slim. The care and usage 
instructions must be made available to the end 
customer, either by you or by your customers.  
(see Technical Information F206110)

Note to our distribution partners and customers that 
press RAUVISIO glass laminates and resell the 
laminated boards:
Please also inform your customers of the need to 
follow the current technical information and make this 
available to them.

Note to processors of pressed glass laminate boards:
Please ensure that at least the installation guidelines 
(chapter “8 Installation guidelines – Summary”) and 
the care and usage instructions (chapter “9 Care and 
usage instructions for the end user”) are handed over 
to your customers and to fabrication and installation 
companies.
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Safety instructions and installation instructions
Please observe the directions provided on the 
packaging, accessories, and installation instructions  
as well as the handling instructions enclosed with the 
goods. Keep the installation instructions so that they 
are always available.

If you do not understand the safety instructions or 
installation recommendations, or if there is any 
uncertainty with regard to their content, please 
contact your local REHAU sales office.

Relevant regulations and safety equipment
All applicable safety and environmental regulations,  
as well as the regulations from trade and professional 
associations must be strictly observed. These always 
take priority over the instructions and recommendations 
given in the technical information.

Always use safety equipment such as
	▪ Gloves
	▪ Protective goggles
	▪ Ear protection
	▪ Dust mask

Adhesives and additional tools
Observe safety regulations for the adhesives used and 
ensure that they are strictly complied with.

Keep ancillary working materials, e.g. alcohol-based 
cleaners and other highly flammable substances, in 
safe and well ventilated places.

Ventilation/extraction, production dust
Ensure good ventilation and extraction around the 
processing machines.
If production dust is inhaled, provide fresh air and in 
the event of symptoms seek medical advice.

Industrial health and safety and disposal
The dust created during processing is not toxic. The 
dust concentration is to be minimised through suitable 
protective measures such as extraction and use of a 
dust mask.

Dust from RAUVISIO crystal and RAUVISIO crystal 
slim presents no specific risk of explosion.

Disposal code in accordance with the Waste 
Catalogue Regulation:
	▪ 170203/Construction and demolition works 

consisting of timber, glass and plastic
	▪ 120105/Waste from mechanical shaping processes 

and from the physical and mechanical surface 
finishing of metals and plastics (plastic swarf and 
lathe swarf)

Fire behavior
RAUVISIO crystal and RAUVISIO crystal slim is 
classified as normally inflammable under DIN 4102-
B2. In the event of a fire, no toxic substances such as 
heavy metals or halogens are released. The same fire-
fighting techniques can be used as for construction 
materials containing wood.

Fire-fighting
Suitable extinguishing agents for fire-fighting are
	▪ Water spray
	▪ Foam
	▪ CO2
	▪ Extinguishing powder

A solid-stream water jet is unsuitable for safety 
reasons.

When fire-fighting, wear suitable protective clothing 
and if necessary standalone breathing apparatus.
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02	 Transport, packaging and storage

02.01	 Transport and loading information

Upon delivery the external packaging must be 
immediately checked for signs of damage.
	▪ If damage has occurred, open the packaging in the 

presence of the freight carrier and record the 
damage to the goods.

	▪ The freight carrier's driver is to confirm the damage 
by giving their name, the freight carrier, date and 
signature.

	▪ The damage must be reported to the freight carrier 
within 24 hours.

If you do not do this, the freight carrier's transport 
insurance is not liable!

Delivery
The boards or laminates are shipped loaded on square 
timber battens or pallets, depending on the type of 
shipment, to ensure they are kept flat.

	▪ After delivery, unload the packaging units with an 
industrial truck or similar equipment.

	▪ If the appropriate equipment is not available, the 
boards can be unloaded by hand. In this case, 
ensure that the boards do not become dirty and are 
not subjected to any mechanical loads.
	▪ When unloading by hand, wear suitable 

protective equipment, e.g. gloves, as sharp edges 
can cause cuts.

	▪ Use transport aids, such as suction lifters, lifting 
handles and board transporters for handling and 
observe the handling instructions, see also 
chapter "03.01 Unpacking“.

	▪ When transporting the RAUVISIO crystal boards 
in horizontal position, deflection is not allowed.

02.02	 Packaging

Protect boards with foam materials.
In the case of RAUVISIO crystal it is essential to 
protect the narrow sides and the surface. 

Surface protection must also be ensured for RAUVISIO 
crystal slim. When moving, picking or processing 
boards take particular care to avoid or remove any dirt 
that may get between individual boards, Otherwise the 
stack pressure/dead weight of the boards will inevitably 
cause indentations in the laminate surfaces.

Protect the surfaces with foam wrap. This will prevent 
marks being caused on the surface when stacking 
components.

02.03	 Internal transport and storage

Internal transport
Transport RAUVISIO crystal board material or laminate 
in a flat and level position with support throughout. 
Transport within the supplied packaging is recommended 
to achieve this (re-packing is not recommended).

Storage
RAUVISIO crystal is delivered on pallets or squared 
timbers with the appropriate protective boards to 
cover them. The packaging units of RAUVISIO crystal 
can be stacked. However, due to the stack pressure,  
no more than five units can be stored on top of each 
other.

Protecting the packaging units.
The packaging units must be protected against damage, 
high temperatures and humidity fluctuations, as well 
as high UV levels from artificial lighting and direct 
sunlight.

6



Store boards flat and level.
RAUVISIO crystal board material must be stored and 
transported in a flat and level position with support 
throughout. Storage on the supplied packaging unit is 
recommended. Alternatively, boards must be 
supported by a minimum of 5 evenly spaced timber 
battens of equal size (see diagram). This is necessary 
to prevent bending or warping.

 

Fig. 02-1	 Pallet packaging

 

Fig. 02-2	 5-batten storage

In the event of storage contrary to the storage 
regulations described above (pallet or at least 5-batten 
storage), no warranty can be given for warping.

The material must be stored in closed, heated rooms 
where the room temperature is between 15 °C and 25 
°C and the relative humidity is between 30% and 70%.

Prior to opening packaging units, boards must be 
allowed to acclimatise to room temperature for at least 
48 hours.

Prior to returning opened or partially used packaging 
units to storage it must be ensured that the cover 
board is replaced on top. This is to prevent 
contamination and uneven temperature/humidity 
penetration (due to drafts or heating air), and thus 
counteract warping effects as well as surface damage. 
 

 
 
Storage before and after bonding of the laminate
All materials that are bonded together must be 
acclimatised for a sufficient amount of time and have 
the same temperature.

After bonding, panels must be stored immediately in 
enclosed, heated rooms. Ensure that the storage/
transport temperature does not exceed 60 °C.
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03	 Prior to processing

03.01	 Unpacking

Prior to opening packaging units, boards must be 
allowed to acclimatize to room temperature for at  
least 48 hours.

Carefully unpack the boards.
Care must be taken whilst opening the packaging to 
ensure that surfaces are not damaged by sharp tools. 
Suitable lifting equipment must be used to separate 
individual boards.

Open the packaging with scissors. Do not use a sharp 
blade!
1.  Cut the packaging tape.
2.  Cut the protective film away from sheets.
3.  �Two people and four vacuum lifting pads lift the 

uppermost cover board vertically towards the top 
with care and without displacing it or remove the 
box in the case of individual packaging.

4.  �Dirt which can get trapped between the individual 
boards must be completely avoided or removed.

03.02	 Check boards and laminates

Please check the RAUVISIO crystal system components 
with regard to the following points before any further 
processing and therefore finishing of the goods takes 
place (see chapter "03.04 Documents for material 
warranty"):
	▪ External damage such as Cracks or marks
	▪ Surface damage or blemishes
	▪ Flatness (when purchasing pressed board)
	▪ Surface tension of the laminate rear side (with 

purchasing individual laminates)
	▪ Color consistency within the production batch 

The surfaces of RAUVISIO crystal are always delivered 
with a protective foil. This serves to protect the 
laminate and may exhibit slight scratches or pressure 
marks. Damage to the protective foil does not 
constitute grounds for complaint.

Where an order utilizes multiple laminate sheets, it is 
recommended that only laminate sheets with the 
same batch number are used.
If production numbers are different, a color comparison 
must be carried out before processing.
A color uniformity check must be performed in 
daylight – on account of the objective comparability  
in daylight – and not in bright sunlight. Due to the 
industrial production processes, occasional minimal 
optical imperfections of the surface cannot be entirely 
avoided and are not a reason for complaint.

Any costs resulting from checking the above points are 
not borne by REHAU. This also applies to consequential 
costs incurred in the further processing of defective 
goods.

03.03	 Conditioning

RAUVISIO crystal and all other materials to be 
processed, e.g. edgebands, must be acclimatized at 
room temperature (at least 18 °C) prior to processing 
for a period of at least 48 hours.
Processing is also carried out at room temperature.  
It must be ensured, particularly in the colder months, 
that all boards are acclimatised.
If there is incomplete acclimatisation of the laminate 
due to the stack size, the duration should be adjusted 
accordingly.

03.04	 Documents for material warranty

Delivery notes and shipping labels should be retained 
to aid batch traceability in the event of a technical 
issue.

The inkjet printing on the edge of the substrate board 
can also be used for the unique identification of a 
production batch. These must be given to the REHAU 
sales office in the event of a complaint.
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04	 Prerequisites for pressing 

04.01	 Processing individual laminates

RAUVISIO crystal can also be obtained as an individual 
laminate in addition to the pressed version after 
coordination with the Technical Applications Department. 
In this case, however, suitable technical equipment 
must be ensured in order to be able to achieve 
sufficient quality.

04.01.01	 Substrate material

Wooden substrates, lightweight boards or composite 
material substrates are suitable for use as a substrate 
for RAUVISIO crystal. In order to achieve the optimal 
surface finish it is critical that the correct substrate is 
selected for the intended application.

In principle the substrate should be chosen so as to 
ensure sufficient flatness. This is the basis for the 
planarity of the pressed end product.

Another factor for a good appearance is the surface 
structure of the substrate. A delicate surface structure 
favours a smooth and therefore high-quality surface.
MDF is the recommended substrate here. It has a very 
fine surface structure from which only very small 
fibres are pulled out during processing (sawing, 
milling, drilling, adhesion.) By comparison the quantity 
of fibres pulled out from a chipboard, OSB or plywood 
panel is much greater leading to the chance that the 
unevenness will be visible through the laminate 
thereby "distorting" the surface. With chipboards, 
particles can fall out of the middle layer, leaving 
indentations in the laminate. This hazard does not 
arise when using an MDF substrate.

An MDF substrate is recommended for a high-quality 
surface finish.

04.01.02	 Adhesive

In addition to selecting the suitable substrate board, 
selection of the correct adhesive is important to ensure 
board quality. Individual component PU hotmelts have 
become increasingly common in recent years. These 
adhesives can be easily applied to the board or substrate 
using rollers. A short press-down time is usually 
sufficient to ensure high initial strength. To ensure  
high surface quality, the pressing must be done with  
a continuous roller lamination system. The bonding 
results are decisively influenced by the machinery 
parameters, ambient parameters and the materials 
used. These influencing parameters must be 
coordinated with one another in a sample production 
batch.

When selecting a suitable adhesive type, it is 
important to ensure that there is sufficient adhesive 
power to resist the forces that can occur between the 
wooden substrate and the plastic laminate in different 
climatic conditions and to prevent the plastic laminate 
from slipping on the wooden substrate, thereby 
creating a joint opening at the edge, and delamination 
effects in general.

Ideally matched to all components while also offering 
the widest possible processing window, RAUVISIO 
FLAT-LAM PUR is recommended by REHAU for high-
quality adhesion (for details see Technical Information 
F20602 RAUVISIO FLAT-LAM PUR').
Use of the adhesive RAUVISIO FLAT-LAM PUR is 
required in order to uphold warranty claims.

Ensure adequate adhesion/final strength. An adhesion 
strength of approx. 80% is achieved after just a few 
hours, the adhesive joint takes max. 7 days to achieve 
its final strength. Check the bond. Especially with 
custom applications, the bond must be checked by the 
customer to ensure compliance with specifications.
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04.01.03	 Balancing sheet

To ensure a homogeneous board that remains 
dimensionally stable when exposed to variations  
of temperature and moisture a balancing sheet is 
required. Without a balancing sheet, RAUVISIO  
crystal is very likely to show signs of warping.

Warp-resistant panels and components can generally 
only be achieved with a symmetrical structure.  
A special polymer balancing sheet has been developed 
that is similar to glass laminate in thickness and 
composition and thus has similar properties under 
varying climatic conditions, which minimizes warping. 
This must be used in general.

With custom solutions, component tests may be 
required to qualify the whole composite. In individual 
cases, use of the desired balancing sheet must be 
coordinated with the Application Engineering 
Department at REHAU.

Please contact your REHAU sales office about this.
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05	 Processing of RAUVISIO crystal

05.01	 Proper handling of RAUVISIO boards

Placing the boards on the machine table 
The machine table must be large enough, must not 
have any sharp edges and must have been thoroughly 
cleaned.  
Alternatively: Cover the machine table with a clean 
base (chipboard, carton, etc.) or position the board 
rotated, protective film downwards and balancing 
sheet upwards.

Formatting the boards
The nesting process is recommended to cut the boards 
to size. When cutting to size using a saw, observe the 
instructions for positioning the boards on the machine 
table (see above). In this case, work with a scoring 
blade.

Between the processing steps
After milling/sawing, all residue must be removed and 
all surfaces cleaned. For transport, place the boards 
vertically and individually on appropriate trolleys.  
Alternatively: Stack the workpieces in layers with clean 
and padded cardboard/foam material inserted 
in-between on a pallet.

Edging the workpieces
Anti-static agents should be used whilst edgeband is 
being applied. Ensure that the boards are fed into the 
system cleanly and safely. Any loose chipping created 
must be safely removed via extraction.

Drilling and milling
Extraction must be used during drilling/milling 
operations to ensure that the swarf is removed.

Packing the workpieces
Stack the workpieces in layers on pallets with a clean 
and pliable interlay of cardboard or foam between the 
layers. Use a transport lock to prevent damage due to 
slipping or similar.

05.02	 Preparing the individual laminates

05.02.01	 Pre-treatment of the laminate and 
substrate 

RAUVISIO crystal is provided with a Corona 
pre-treatment on the coloured underside. This 
pre-treatment ensures a good bond of the laminate  
to the adhesive. Due to a high wettability of the 
surface good adhesion is ensured. The wettability can 
be established using a test ink. The measurement for 
this is the surface tension, which is given in the unit 
[mN/m]. It is known that the surface tension reduces 
with time. It is therefore recommended that the 
laminate be processed within one year.

If the surface tension is less than 38 mN/m, the ABS 
rear side must be retro-treated. This can be done, for 
example, by way of flaming, corona/plasma treatment 
or priming.

Before the laminate is glued to the substrate board, 
both must be run through a cleaning station. Here it is 
important that there are no foreign objects on the top 
or underside of the laminate after cleaning. Foreign 
objects can leave imprints during the lamination 
process that do not become visible until the protective 
foil is removed.

05.02.02	 After manufacture of the pressed board

After pressing the laminates, make sure that no foreign 
particles get between the individual layers or that any 
such objects are thoroughly cleaned to prevent any 
indentations being caused on account of the pressure 
exerted by the stack.

Before onward transport takes place, a rest period/
curing time of at least 24 hours must be maintained in 
a flat position.

Any deflection whatsoever that the composite 
experiences during the curing time will inevitably lead 
to warping and must be avoided.
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For further processing, it must be checked when the 
subsequent processing steps can be carried out, 
depending on the adhesive system and environmental 
conditions. Refer to the adhesive’s product data sheet 
to do this.

For picking/storing individual components it is 
recommended to protect the surfaces with non- 
woven material or similar. This will prevent marks 
being caused on the surface when stacking 
components.

05.03	 Mechanical processing of RAUVISIO 
crystal

RAUVISIO crystal can be processed with most 
approved and sharp woodworking tools. When 
machining, the polyethylene protective foil must 
remain on the surface. Tears in and delaminations  
of the plastic laminates must be prevented through 
the use of suitable tools.

To check the quality of the RAUVISIO crystal system 
group test processing on samples is recommended.

All information on process parameters are reference 
values and may vary depending on the machine, tool, 
system and application. We therefore recommend 
determining the optimal conditions for your production 
through sample production before the first production 
run. The REHAU Applications Engineering Department 
and your tool manufacturer will be happy to support 
you with this.

05.03.01	 Cutting

Various factors are responsible for a good cutting 
result:
	▪ Correct saw blade projection
	▪ Feed rate
	▪ Tooth shape
	▪ Tooth pitch
	▪ Rotational speed
	▪ Cutting speed

Depending on the amount of cutting, either carbide-
tipped (HW) or diamond-tipped (DP) circular saw 
blades can be used.

05.03.01.01	 RAUVISIO crystal sizing saw cutting

Saws with a large number of teeth are fundamentally 
recommended.

The best cut quality is achieved with the tooth shape 
combination trapezoidal-flat-chamfered (TR-FL-FA). 
Saws with an alternating tooth shape and a work-face 
blade angle achieve good cutting results.

Saw blades with hollow teeth produce worse  
cutting quality (chips in the cover layer). Due to the 
subsequent formatting of the boards in the edging 
process, minimal chipping can usually be tolerated.

Good edges on both sides are achieved by using an 
appropriate scorer with a cutting depth of 3 mm.

Optimal saw blade projection: 	 20 – 30 mm
Recommended cutting speed: 	 60 – 70 m/s 
Feed per tooth: 	 0.03 – 0.05 mm

Fig. 05-1	 Alternate tooth Fig. 05-2	 Trapezoid-flat

Fig. 05-3	 Trapezoid-flat-
chamfer

Fig. 05-4	 Saw blade 
projection

Panel sizing saws
On panel sizing equipment, good results are achieved 
with the trapezoid-flat tooth form.

p
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Good edges on both sides are achieved by using an 
appropriate scorer with a cutting depth of 3 mm. 
Scoring saw blades with an alternate tooth geometry 
and a high tool cutting edge angle (approx. 25°) have 
proved effective.

An alternative is to process with the front side – i.e. 
with the polyethylene protective foil—facing down.

The saw blade projection must be set depending on 
the diameter:

Saw blade Projection (P)

Ø 300 mm approx. 20 mm 

Ø 350 mm approx. 25 mm 

Ø 400 mm approx. 25 mm 

Ø 450 mm approx. 30 mm

05.03.01.02	 RAUVISIO crystal sizing saw cutting

Because RAUVISIO crystal slim is a pure polymer 
composite, the use of a suitable plastic saw blade is 
recommended to achieve a high-quality, score-free 
and chip-free cutting quality.  Plastic saw blades have 
a high number of saw teeth and a negative rake angle.

 

Fig. 05-5	 Negative rake angle

Optimal saw blade projection: 	 approx. 10 mm
Recommended cutting speed: 	 60 – 70 m/s 
Feed per tooth: 	 0.01 – 0.02 mm

Perform your sawing on a sufficiently large, level 
surface. As every possibility of vertical motion lowers 
the cutting quality, place the RAUVISIO crystal slim 
board between two MDF boards prior to cutting if 
necessary.

Formatting RAUVISIO crystal with Directional 
Dependency

When processing RAUVISIO crystal Strong Collection, 
Deep Collection, and certain colors of the Pure 
Collection, it is important to ensure that the 
installation direction of all components matches the 
arrow direction on the protective film. If a component 
is installed in a rotated position, the orientation of the 
pigments may result in a different color appearance. 
Direction‑dependent colors can be identified by the 
arrows on the protective film.

05.03.02	 Milling on straightline edgebanders

Fundamentally, the material can be machined with 
solid carbide or carbide-tipped tools, carbide turnable 
end mill inserts or diamond-tipped milling cutters. 
However, the tools must have cutting edges with 
alternating splay angles.

In the case of turnable end mill inserts, shaft 
eccentricities can leave marks. Using the tools in 
clamping systems with a high concentricity achieves 
visible advantages.

A crystal clear edgeband in the area of the polymer 
glass laminate cannot be achieved with any conventional 
milling cutter. If this is required, it is necessary to work 
with special polishing cutters or to use mono-crystalline 
diamond cutters afterwards.

Cutters for straightline edgebanders

Tool Cutters with low cutting pressure are 
recommended.

Cutting speed 80 m/s

Tooth feed 0.15 – 0.20 mm 
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Table miller and milling cutters for straightline 
edgebanders

Tool Cutter heads with carbide turnable 
inserts (polished) or diamond-tipped 
milling cutters with the largest possible 
splay angle are recommended. Polished 
cutting edges and finely polished 
clearance angles are recommended.

Diameter As large as possible

Cutting speed 50 – 60 m/s	
Example:	 Ø100 mm –> 12,000 rpm
	 Ø125 mm –>   9,000 rpm
	 Ø150 mm –>   8,000 rpm
	 Ø180 mm –>   6,000 rpm

Tooth feed 0.3 – 0.5 mm

CNC machining – stationary technology

Clamping 
equipment

Hydraulic chucks, power shrink chucks, 
heat shrink chucks

Tool Solid carbide end mills, turnable end mill 
inserts with alternating splay angles, 
diamond-tipped end mills (t = 2 or  t = 3, 
depending on the required feed rate)

Cutting speed Diameter-dependent: 15 – 25 m/s

Tooth feed 0.15 – 0.25 mm (in no case ≤ 0.1 mm)

Machining up-cut

05.03.03	 Drilling

Dowel hole drilling in the polymer glass layer 
Conventional carbide-tipped (HW) dowel drill bits 
achieve the best results. Satisfactory results cannot be 
achieved with drilling pins. However, fast drilling (S-S 
mode) is required. With slow drilling (mode L-S) long 
plastic splinters are formed around the drill.

Feed: 		  3 – 4 m/min
Rotational speed: 	 4,500 rpm

Dowel hole drilling in the polymer balancing sheet
Conventional carbide-tipped (HW) dowel drill bits can 
be used. The best hole edges are achieved with solid 
carbide-tipped high-performance dowel drill bits.
Fast drilling (S-S mode) is required. With slow drilling 
(L-S mode), long plastic shavings collect around the 
drill bit. Good results can also be achieved on the 
balancing sheet with drilling pins.

Feed: 		  3 – 4 m/min
Rotational speed: 	 4,500 rpm

Through holes
The best hole edges on the entry side (glass laminate) 
and exit side (balancing sheet) can be achieved with 
carbide-tipped (HW) throughhole drill bits. 
Feed: 	 3 – 4 m/min
Rotational speed: 	 4,500 rpm

Fast drilling (S-S-S mode) is required. Here, again,  
slow drilling (L-S-L mode) cannot be used, as plastic 
shavings collect around the drill bit.

Hinge drilling
Standard cylinder head drills are recommended for 
this.
Slow drilling (mode L-S) leads almost inevitably to 
melting of the hole edge and to the formation of long 
plastic splinters, that could accumulate around the 
drill.

Feed: 	 1	 .5 – 2 m/min
Rotational speed: 	 3,000 rpm

A number of revolutions above n = 4,000 U/min is not 
recommended .

Cutting holes in RAUVISIO crystal slim
See chapter "12.5 Drilling" on page 39.
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05.03.04	 Miter-cutting

RAUVISIO crystal can be miter-cut. We recommend 
edging the component on four sides, including 
chamfering. The component is then mitered. To keep 
the chamfer clean, mill just enough to remove the 
edgeband, but leave the transparent part of the 
surface intact. This prevents a sharp edge from 
remaining on the top edge of the material during 
milling, which tends to flake off, while at the same 
time the glue used for bonding is not visible through 
the transparent layer.

 

Fig. 05-6	 Clean miter-cutting

05.03.05	 Special machining

Surface routing and V-grooves can be introduced  
into the polymer material by means of stationary 
machining to give the surface visual effects and 
accents. 

 

Fig. 05-7	 RAUVISIO crystal slim with surface milling

Depending on the quality requirement, various cutting 
materials and tool geometries are used.

To create a matt engraving look, a carbide milling tool 
can be used.

A minimal chip removal of 0.1 – 0.2 mm with a 
monocrystalline diamond cutter is required for a high-
quality gloss surface, which means that – depending 
on the depth of the desired milling – pre-milling/
reaming of the geometry with carbide cutters is 
necessary. Attention must be paid here to the fact that 
equivalent quality of the two milling faces can only be 
achieved by machining in each case in the same 
cutting direction.

Ideal processing parameters 
Feed:		  2 m/min
Rotational speed:	 18,000 rpm

Similar requirements of the tool technology and 
machine parameters also apply when machining the 
pure laminate, i.e. RAUVISIO crystal slim (e.g. for the 
application of a chamfered edge geometry).

 

Fig. 05-8	 RAUVISIO crystal slim with surface milling

Similar application parameters as described above can 
be used for the creation of backlighting effects through 
rear-side routing of the furniture board. To ensure a 
uniform appearance – in particular in the case of relief 
milling over a large area – surface clamping (e.g. a 
nesting table) is recommended.

To minimize temperature uptake and thus maintain a 
milling pattern that is as uniform and as flat as 
possible, several milling operations are imperative:

	▪ Spaces up to -0.3 mm:  
Carbide-tipped end-milling cutter, up-cut,  
n = 18,000 rpm 

	▪ Pre-milling up to -0.1 mm:  
Carbide-tipped end-milling cutter, up-cut,  
n = 20,000 rpm 

	▪ Finish milling to 0:    
Carbide-tipped end-mills (matte) or MCD polishing 
end-mills (high-gloss), up-cut, n = 20,000 rpm
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Subsequent varnishing – with a 2-component water 
varnish system – of the milled surfaces to be backlit is 
recommended in order to create translucent surfaces 
and to laminate the traces of milling. The compatibility 
of the systems used must be ensured with the aid of 
test samples. An alternative to painting is sandblasting 
the milled surface. 

If you have any queries, your local REHAU sales office 
and the REHAU Applications Engineering Department 
will provide you with support.

Fig. 05-9	 RAUVISIO crystal mirror slim backlit

 

Fig. 05-10	 RAUVISIO crystal backlit

05.03.06	 Bending of RAUVISIO crystal

In contrast to real glass, polymer material can be cold 
formed within defined limits in the 2D area. This can 
take place concavely and convexly subject to the 
maintenance of a minimum radius of R = 400 mm.

Application of the bending technique requires the use 
of defined materials in the structure as well as suitable 
process parameters and machine technology. 
Pre-qualification must take place on the basis of first 
article production and approval testing and is the 
responsibility of the fabricator. If you have any queries, 
your local REHAU sales office and the REHAU 
Applications Engineering Department will provide you 
with support.

 

Fig. 05-11	 Curved component
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05.04	 Machining RAUVISIO crystal magnetic

Machining RAUVISIO crystal magnetic can produce 
sparks.
This must always be taken into account in the  
removal of the chips. It is also crucial to wear  
adequate personal protective equipment and  
observe the applicable fire protection regulations.

On account of the steel inlay, carbide-tipped tools with 
soldered cutting edges and a drawing cut are suitable 
for machining RAUVISIO crystal magnet. Diamond-
tipped tools must not be used as the steel inlay can 
cause damage to the cutting edges.

The metal inlay generally leads to reduced tool life. 
Sizing with a saw cut, avoiding an additional milling 
operation, is therefore preferred.

Sawing
A carbide-tipped (HW) saw blade is recommended for 
cutting. A flat tooth with a chamfer has proved its 
worth.

Recommended rotational speed: n = 2,500 – 4,500 rpm
Recommended feed: vf = 6 – 10 m/min 
Recommended saw blade projection: ü = 15 – 20 mm

Milling
A turnable end-mill insert and a solid carbide-tipped 
(HW) spiral finishing cutter with alternating twist 
Z2+2 is recommended.

Recommended rotational speed:  
n = 14,000 – 18,000 U/min
Recommended feed: vf = 5 – 10 m/min
Recommended cutting direction: up-cut

Due to processing dependencies, RAUVISIO crystal 
magnetic is only available in the slim version. 

To achieve the longest possible tool life, axis Z of the 
tool (oscillation) must be continuously adjusted during 
the milling. The degree of oscillation depends on the 
milling cutter used, but should be adjusted so that a 
uniform wear pattern results. The degree of oscillation 
should be between 5 – 6 mm. Cutting close to the 
final dimension is recommended, enabling a relatively 
low chip removal during milling and thus minimizing 
the wear. The use of two tools is recommended. One 
tool pre-mills the workpieces, while the second tool 
then mills the contour.

Drilling
A carbide-tipped dowel drill bit or a through-hole drill 
bit is recommended. To make clean entry/exit holes, it 
is recommended that the material is machined from 
both sides.

Recommended rotational speed: n = 4,500 rpm
Recommended feed: vf = 1 – 1.5 m/min

Concealed hinge holes must be made with standard 
tools on account of the aluminium inlay on the rear
side. No special tools are needed.
This relates only to the rear side of the component!

05.05	 Tool lives

The tool lives and the work result do of course depend 
on several factors, e.g. the material, the tool and the 
machine. Tool life tests with the material RAUVISIO 
crystal resulted in a longer tool life than with the 
machining of melamine-coated chipboard.
Due to the variety of processing machines and the 
varying complexity of the tasks, we recommend that 
you discuss your customer-specific requirements with 
the relevant REHAU sales office or the tool 
manufacturer.

The findings shown were elaborated in collaboration 
with established tool manufacturers; detailed 
recommendations regarding machine parameters and 
tool recommendations can be provided by your 
REHAU sales office.
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05.06	 Edging with RAUKANTEX pro

 

Fig. 05-12	 Zero-joint edging – RAUKANTEX visions pro

Due to the high-quality surface of RAUVISIO crystal, 
REHAU recommends the use of RAUKANTEX pro  
for both of the followingedging options. See the 
RAUKANTEX usage instructions/TLV for all the 
different materials and versions. For further 
information, please contact your REHAU sales office.

The resulting component quality (e.g. adhesion of the 
edgeband, appearance and application properties) 
depends on the machine settings and the board quality 
used and must be checked by the fabricator.

Optimum machine settings, tool configuration and 
cutting speeds are to be established individually prior 
to production using a series of samples; the REHAU 
Applications Engineering Department will be happy  
to support you with this.

05.06.01	 The 'uno solution' – RAUKANTEX color 
pure/pro

 

Fig. 05-13	 RAUKANTEX color pure/pro high gloss version

 
The most widespread, and also standardized by 
REHAU, is the use of RAUKANTEX color (referred to  
as “Uno solution” below). 

It can be used both as a bonding agent version for 
classic adhesive processing and as a zero-joint version. 
We recommend RAUKANTEX pro for perfect 
component results. 

REHAU offers a colour-coordinated edgeband portfolio 
for the RAUVISIO crystal decorative designs in high-
gloss and matt variants, which creates a homogeneous 
appearance with the laminate surfaces as well as in 
the corner copying area, particularly in combination 
with a colour-coordinated polymer functional layer.

Thanks to the use of an adhesion promoter primer 
edgeband, the uno solution remains an interesting 
edging option, particularly where zero-joint processing 
is impossible. The glass visual effect in the edgeband 
area is most effective when a 45° chamfer is milled on 
the edgeband and surface, thus revealing the glass 
laminate.

 

Fig. 05-14	 45° chamfer on the edgeband and surface

 

Fig. 05-15	 45° chamfer on the edgeband and surface material

Depending on the quality requirements, various 
cutting materials and axial directions of the tools can 
be used to create the desired surface appearance in 
the milling area (matt/glossy).

To achieve a surface appearance that is as uniform as 
possible, the milling cutter must have high degree of 
concentricity, a large number of cutting edges and a 
slow feed rate to minimize plane eccentricities, as well 
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as a rigid tool guide, rigid tool clamping and uniform 
low chip removal when using a scraper in order to 
avoid differing gloss effects and chipping/chatter 
marks on the surface material. Both machine and tool 
manufacturers have different solutions for achieving 
good chamfer quality. Please contact your respective 
machinery or tool manufacturer or the REHAU 
Applications Engineering Department on this subject.

Special downstream processing methods that need to 
be assessed on a case-by-case basis are another 
potential means of optimizing gloss in the milling area.

The 'uno solution' is available through the REHAU 
Express Collection as the zero-joint edgeband 
RAUKANTEX color pro with a polymer functional layer 
as well as the adhesive edgeband RAUKANTEX color 
pure.

05.06.02	 The "Duo solution“ – RAUKANTEX Duo 
Design

 

Fig. 05-16	 RAUKANTEX Duo Design pro

As an alternative to the plain RAUKANTEX color, 
REHAU offers the RAUKANTEX Duo Design. 
The RAUKANTEX Duo Design pro edgeband materials 
for jointless edgeband processing are made from 
PMMA. They are designed for processing on 
edgebanding machines with all available zero-joint 
technologies (laser, hot-air, NIR, plasma). See 
processing instructions / RAUKANTEX.

The edgeband materials are provided with a transparent 
polymer functional layer. The customer must check by 
means of processing tests the suitability of 
RAUKANTEX pro.

When processing RAUKANTEX Duo Design pro, it is 
particularly important to ensure sufficient application 
pressure in the narrow, transparent area of the 
edgeband onto the transparent area of the glass 
laminate, as well as synchronization between the 
edgeband infeed and the board feed, in order to obtain 
optimal transparency of the glass visual effect.
The joint quality with regard to chipping and scoring in 
the transparent area depends on the cutting system, 
cutter infeed, cutter quality, cutter geometry, etc.

Transparent edgeband leg

Glass look in the edgeband area

Combined with RAUVISIO crystal surface 

Possible variants:  
Greenish colouring of the transparent edgeband leg for 
an improved glass visual effect

 

Fig. 05-17	 Improved glass effect due to subtle colouring in the 
transparent area

Coloured edgeband leg

Design match to the surface and balancing foil 
Covering of the substrate, balancing foil as well as 
coloured layer of the surface material RAUVISIO 
crystal

Possible variants:  
Decoration of the edgeband leg, e.g. with a stainless 
steel visual effect, wood effect, etc.

 

Fig. 05-18	 Variation through RAUKANTEX decorative designs
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If RAUKANTEX Duo Design pure is used, the adhesive 
joint may turn yellow after a long period of time. This 
yellowing is clearly visible through the transparent 
layer. This can only be prevented by using a zero-joint 
edgeband and does not constitute grounds for 
complaint.

To create a visual and functional zero-joint look 
between the board and the edgeband, a zero-joint 
edgeband is used. The back of the edgeband materials 
has a transparent polymer functional layer for this 
purpose. This creates a transparent bond between the 
board and edgeband and completes the glass effect.

This system solution consisting of the board and zero-
joint edgeband enables a continuous, zero-joint edge 
and thus the perfect full jacket coverage of the 
wooden substrate with plastic elements.

 

Fig. 05-19	 RAUVISIO crystal – pressed system component with 
RAUKANTEX visions pro

Depending on the processing options, processing on 
the edgeband material can be carried out as a radius or 
with various milling geometries.

 

 

Fig. 05-20	 RAUVISIO crystal polished radius

 

 

Fig. 05-21	 RAUVISIO crystal 45° chamfer

Glass 
laminate

Balancing 
sheet

Wooden 
substrate

Transparent edge

Coloured edge

Zero-joint edgeband
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Fig. 05-22	 RAUVISIO crystal 20° chamfer

To create a consistent gloss effect the PMMA 
edgeband material can be polished to high gloss to 
match the laminate and edgeband surface, as a result 
of which a homogeneous, high-gloss surface finish  
is created.

05.07	 RAUVISIO crystal complete

In addition to pure laminate and pressed large-sized 
board, REHAU offers customers the option of using 
the configurator to order customized laser-edged 
components.

 

Fig. 05-23	 Laser-edged component

For front applications, a successful certification was 
carried out in collaboration with TÜV Rheinland in 
accordance with AMK guidelines. The certified 
component is characterized by the following quality 
features:
	▪ Quality
	▪ Usability
	▪ Regular production monitoring

For the configurator for cuttings and laser-edged 
components go to rehau.com/boards.

21

www.rehau.com/boards


06	 Machining on the construction site

06.01	 Sawing

RAUVISIO crystal slim can be cut to the desired 
dimensions with a circular saw and guide rail. 
Contours and fine cut-outs can be made with a jigsaw.

06.01.01	 Circular saw

 

When processing RAUVISIO crystal slim with a circular 
saw, REHAU recommends the following procedure:
	▪ Use a plastic saw blade with a large number of teeth 

and trapezoidal-flat tooth geometry
	▪ Select a high speed and keep the rake angle as 

negative as possible
	▪ A uniform and slow manual feed brings the best 

results
	▪ To avoid chipping on the visible face, you can 

machine the laminate with the embossed rear side 
facing upwards

06.01.02	 Jigsaw

 

To achieve good results with the jigsaw, please note 
the following recommendations:
	▪ Use a plastic saw blade with a tooth spacing  

of 2.5 mm
	▪ Set the reciprocation stroke to a high speed
	▪ To avoid chipping on the visible face, you can 

machine the laminate with the embossed rear  
side facing upwards

06.02	 Milling

 

RAUVISIO crystal slim can be sized to the desired 
dimensions with a router and a guide rail. When 
machining with the router, please note the following:
	▪ Use end mills made of carbide
	▪ Select the highest possible speed
	▪ Manual feed should be slow and uniform

Milling a chamfer

 

When milling a chamfer, make sure that the chamfer 
size does not exceed the thickness of the transparent 
layer. An attractive visual effect can be created with 
about 1.5 mm. Please use a 45° milling cutter to make 
a chamfer.
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06.03	 Sanding

 

The machined edgebands of RAUVISIO crystal slim 
can be improved further with a random orbital sander 
and fine sandpaper. note the following points:
	▪ A very good basis for a subsequent polishing 

operation can be created with an 800 grit.
	▪ Do not remove the protective foil before completing 

the machining

06.04	 Polishing

 

A high gloss result can be achieved with a rotary 
polisher and a 1-step polish. As an alternative to the 
polishing machine the process can be performed by 
hand with a polishing felt.

 

If the result is not yet satisfactory, the sanding and 
polishing steps can be repeated.
Do not remove the protective foil before completing 
the machining.

06.05	 Drilling

 

Flexible on-site holes can be drilled easily. The 
following recommendations apply for drilling:
	▪ Use a plastic drill bit
	▪ Drill with slight pressure and a matching feed into 

the material
	▪ To avoid chipping, use a wooden base that you drill 

into to reduce the exit force on the underside

 

	▪ For hole cutting REHAU generally recommends the 
use of a router, by means of which – with the aid of 
a stationary seal ring and the use of a template 
placed on it – the desired cut-out can be 
dependably traced.

	▪ When using hole saws, sharp saw teeth with 
slightly blunt centring drills should be used.

	▪ To prevent the edge of the hole from breaking out, 
use a wooden base to drill into. 
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06.06	 Adhesion of RAUVISIO crystal slim

Depending on the condition of the substrate, work 
with beads of adhesive in a V shape (levels very 
uneven surfaces) or apply the adhesive with a notched 
trowel. 
Adhesive application influences the high-gloss 
appearance. For the best results, apply the adhesive to 
high-gloss surfaces with a notched spatula and check 
the condition of the substrate beforehand.

Attach the board by applying pressure to the whole 
surface.

Make sure that the expansion joints are at least 2 mm 
all around! It is recommended that spacers are used as 
shims.

06.07	 Grouting of RAUVISIO crystal slim

 

	▪ Remove the protective foil after the adhesive has 
cured.

 

	▪ Grout the joints with a matching coloured silicone 

 

	▪ Screed the silicone 

 

	▪ Job done!
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06.08	 Transitions between RAUVISIO crystal 
slim panels

Joint in detail:

 

Outside corner in detail:

 

Inside corner in detail:

 

Expansion and sealing joint (silicone)

RAUVISIO crystal slim 4 mm

Adhesive joint to subsurface

Subsurface (wall or similar)

RAUVISIO crystal slim 4 mm

Expansion and sealing joint (silicone)

Subsurface (wall or similar)

Adhesive joint to subsurface

RAUVISIO crystal slim 4 mm

Expansion and sealing joint (silicone)

Subsurface (wall or similar)

Adhesive joint to subsurface
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07	 Applications and installation instructions

RAUVISIO crystal is designed for vertical indoor use. 

07.01	 Front application

RAUVISIO crystal was originally developed for front 
applications and combines a high-quality real-glass 
appearance with the advantages of a polymer material 
and therefore offers maximum flexibility in the 
production process, using conventional woodworking 
processes. Whether you are sawing, milling, drilling or 
edging with matching REHAU edgeband solutions, a 
complete glass-effect front can be created without 
any special processes. The use of the polymer 
balancing sheet ensures sufficient flatness, which is 
essential for front applications.

 

Fig. 07-1	 RAUVISIO crystal as a front application

When it comes to handles, RAUVISIO crystal offers 
great creative freedom: from conventional handles and 
handle strips to the handle-less push-to-open variants.
For conventional handles, ensure that the drilling 
pattern is machined cleanly. For the tightening torque 
of handles, we recommend 1 Nm, and we also 
recommend the use of silicone washers for additional 
surface protection.

07.02	 Backsplash application

RAUVISIO crystal slim and the well-known RAUVISIO 
crystal can also be used as a splashback.

 

Fig. 07-2	 RAUVISIO crystal as a backsplash

Even when installed as a splashback, the thermal 
expansion coefficient always has to be taken into 
account for the respective application . The expansion 
joint must be rated depending on the board size, the 
thermal coefficient of expansion and the prevailing 
ambient conditions and installation conditions  
(see Technical Information F20610).
Empirically, an expansion joint of 2 mm is 
recommended for two-dimensional adhesion in 
housing construction.

Fig. 07-3	 Expansion joints

RAUVISIO crystal is a thermoplastic polymer material 
and therefore only suitable for maximum surface 
temperatures of 80 °C. A sufficient minimum gap to 
the edge of the cooking range must therefore be 
ensured with the gap size depending on the type of 
cooking range and the radiant temperatures it emits.

Cooking range Minimum distance

Induction, ceramic, cast iron ≥   50 mm

Gas ≥ 200 mm

2 mm expansion joints
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In the case of improper use, such as if the hobs are not 
or only partially covered when switched on for long 
periods or if there is direct contact with hot pots and 
pans, etc., temperature damage can occur to the 
surface. Splashes of fat that hit the surface when in 
proper use do not damage the surface and can be 
removed without any residue.

Fig. 07-4	 Proper and improper use

To avoid these potential hazards, heat shields made of 
heat-resistant materials such as stainless steel can be 
installed behind the cooking range. 
 

Fig. 07-5	 Heat shield and clearance between the back panel – 
RAUVISIO crystal

For the full-surface attachment of RAUVISIO crystal to 
the rear wall, bonding with the tested polymer hybrid 
adhesive SikaFlex AT Connection is recommended.  
For this purpose, the substrates to be bonded must  
be even, clean and free of grease, and the adhesive 
manufacturer’s instructions must be followed.

Polymer hybrid adhesive SikaFlex® AT Connection 
was tested together with the manufacturer and 
approved for use with RAUVISIO crystal/RAUVISIO 
crystal slim. If other adhesives are used, they must be 
qualified independently by the customer. Polymer 
hybrid adhesives that retain a certain elasticity even 
when cured are generally suitable for this purpose,  
and the adhesive must be compatible with PMMA. 
The REHAU Applications Engineering Department will 
be happy to advise you here. 

The adhesive should be applied in beads with a 
spacing of approx. 50 mm. A V-shaped bead layout is 
recommended, the thickness of which must be 
matched to the substrate conditions in question (for a 
flat substrate the standard thickness is 6 mm). In the 
area of the cooking range a minimum bead spacing of 
25 mm is recommended on account of the effect of 
the higher temperatures.

 

Fig. 07-6	 Mounting of RAUVISIO crystal to the back wall

Partially, double-sided adhesive tape can be used to 
mount it to the wall. When mounting it to the wall, be 
sure to apply sufficient pressure so that a maximum 
clearance of 2 mm between the board and the wall 
occurs and adequate adhesion can be ensured.

Joints that need to be maintained on account of the 
thermal expansion, for example, butt joints in corner 
areas or connections to walls (as described above), 
must also be sealed and grouted with silicone joints. 
This is especially important where RAUVISIO crystal 
can come into contact with moisture. 
Connecting or expansion joints are maintenance joints 
that need to be checked regularly and repaired as 
necessary.

The current guidelines of the Central Federation of the 
German Construction Industry/Trade Association for 
Tiling and Natural Stone ("Zentralverbund Deutsches 
Baugewerbe/Fachverband Fliesen und Naturstein") for 
the "execution of bonded waterproofing with tiled or 
panelled coverings in indoor areas" must be observed 
and complied with to ensure that water cannot 
penetrate and cause structural damage. REHAU 
accepts no liability for damage resulting from improper 
or unprofessional processing.

RAUVISIO crystal slim 

Heat shield 

Cooking range

2 mm clearance 
from the wall

50 mm

25 mm

30
0 

m
m

Apply approx. 6 mm thick adhesive beads 
vertically with a spacing of approx. 50 mm

≥ 50 mm clearance distance between 
the backsplash and the edge of the 
cooking range

Cooking range

Apply approx. 6 mm thick adhesive beads 
with a spacing of approx. 25 mm over the 
whole length of the cooking range
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Please check whether there are any country-specific 
regulations relating to the environment of cooking 
ranges and apply these accordingly.

The compatibility of the adhesive/silicone used with 
RAUVISIO crystal must be verified independently by 
the customer.

07.03	 Other furniture construction

RAUVISIO crystal can also be used for furniture in 
horizontal applications. Use is approved exclusively  
for “non-work areas,” i.e., not for worktops and dining 
tables.

 

Fig. 07-7	 RAUVISIO crystal in horizontal use
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07.04	 Bathroom and shower wall paneling

RAUVISIO crystal slim is also suitable as a tile 
replacement in wet areas (the variant pressed onto 
wood-material substrates is not suitable due to the 
increased risk of swelling of the substrate).

 

Fig. 07-8	 Expansion joints and the mounting of RAUVISIO 
crystal slim to the wall

The same installation instructions as in chapter 7.2 
apply with respect to the consideration of expansion 
joints, e.g. in corner areas and onto adjacent attachments, 
of at least 2 mm and mounting by means of a polymer 
hybrid adhesive (e.g. SikaFlex® AT universal) with a 
bead spacing of 50 mm.

Recesses and drill holes must also be made 4 mm 
larger and sealed with silicone to prevent the 
infiltration of moisture behind the panels. 

For sealing external and abutting edges, silicone 
jointing is recommended over all exposed edges to 
prevent the infiltration of moisture, dirt, waterlogging 
and mold. 

 

Fig. 07-9	 Silicone jointing

When grouting components that tend to be exposed 
to stress (e.g., by the fitting), we recommend non 
acetic silicone, as otherwise there is a risk of stress 
cracking.

The current guidelines of the Central Federation of the 
German Construction Industry/Trade Association for 
Tiling and Natural Stone ("Zentralverbund Deutsches 
Baugewerbe/Fachverband Fliesen und Naturstein") for 
the "execution of bonded waterproofing with tiled or 
panelled coverings in indoor areas" must be observed 
and complied with to ensure that water cannot 
penetrate and cause structural damage. REHAU 
accepts no liability for damage resulting from improper 
or unprofessional processing. 

2 mm adhesive layer

Silicone

Wall

Shower tray
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07.05	 RAUVISIO crystal mirror

RAUVISIO crystal mirror is a polymer mirror specially 
developed for areas of use where glass mirrors are 
limited. RAUVISIO crystal mirror offers advantages in 
terms of weight, processing flexibility and break 
resistance in particular.

Processing can be carried out using woodworking 
tools as described in Chapter 6 in the usage instructions 
for RAUVISIO crystal. The material does not contain a 
metal inlay.

When installing RAUVISIO crystal mirror slim, the 
precision of bonding has a decisive influence on the 
final visual appearance of the mirror. 

Special attention should be paid to the following 
points:
	▪ The substrate must be smooth and even (e.g., dry 

construction)
	▪ The polymer hybrid adhesive must be applied with  

a notched spatula to avoid marks
	▪ When installing slim panels, pressure must be 

applied over the entire surface.
	▪ Recommended adhesive: SikaFlex® AT Connection

As mirror optics are involved, any unevenness will be 
clearly visible. Due to the flexibility of RAUVISIO crystal 
slim, individual points where pressure is applied are 
especially noticeable. Visible flaws resulting from 
installation do not constitute grounds for complaint.

If used in humid climatic conditions, we recommend 
using RAUVISIO crystal mirror slim and sealing it with 
silicone. If the composite version is used, the surface 
may change over the long term due to the effect of 
moisture.

If RAUVISIO crystal mirror is backlit or backmilled, care 
must be taken to ensure that the heat introduced to 
the milled area is kept to an absolute minimum. The 
introduction of heat will lead to visual impairments in 
the surface.

The material must not be exposed to temperatures  
> 50 °C. Otherwise there is a danger of surface 
impairments occurring and/or the planarity of the 
structure not being guaranteed.

RAUVISIO crystal mirror is a polymer mirror. This can 
lead to visual disruptions when viewed from a greater 
distance and at shallow angles. This is due to the 
physical properties of the material and cannot be 
reduced any further. Under certain lighting conditions, 
polishing holograms or slight bluish artifacts may 
become partially visible. Polishing holograms may 
become visible as very fine hairlines. A hairline may not 
extend past an area of 200 x 200 mm. As a result of 
the manufacturing process, tiny specks and inclusions 
with diameters up to 2 mm cannot be prevented. 
These faults do not constitute grounds for complaint.

 

Fig. 07-10	 RAUVISIO crystal mirror as the edged component

 

Fig. 07-11	 Backmilled and backlit mirror as a design element.
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08	 Installation guidelines – Summary

Damage to the RAUVISIO surface due to improper 
handling
Note the following instructions to avoid causing 
damage to property.

Only transport and store large size boards on pallets 
with level and stable base protection boards along the 
length (e.g. MDF 18). Slim panels also available with 
cover plate.

Always unload/load from the short side in the centre.

Do not store large-sized boards or preassembled 
boards in damp rooms and not directly on the ground.

Do not store large-sized boards or preassembled 
boards in the open air nor in areas with UV radiation 
sources.

Acclimatize preassembled elements prior to installation 
for at least 24 hours at room temperature (at least  
18 °C). At delivery temperatures below 5 °C, the 
elements must be acclimatized on all sides for at  
least 48 hours.

Do not deposit any objects on large-sized boards or 
preassembled elements, because this could cause 
damage.

Boards made from RAUVISIO crystal are laminated 
with a polyethylene foil for protection during transport 
and storage. The surface protection remains on the 
board until it is time to use the finished part at the end 
customer's premises.

RAUVISIO crystal is suitable for vertical indoor use  
(in particular furniture fronts and backsplash 
applications). Special applications that go beyond  
the assured properties described above must be 
independently tested in relation to the respective 
application by the fabricator/customer or must be 
queried with the manufacturer and approval tested  
as required.

A polymer hybrid adhesive (SikaFlex® AT connection) is 
recommended for surface application of RAUVISIO 
crystal slim (e.g. splash back applications). To do so, 
the substrates to be bonded must be level, clean and 
free of grease. The instructions of the adhesive 
manufacturer must also be observed.

The adhesive should be applied in beads with a 
spacing of approx. 50 mm. Expansion joints must  
be taken into consideration to suit the installation 
situation.

To avoid stress cracking during processing and 
installation, interim storage prior to installation is 
allowed only in the original packaging in frost-free 
enclosed rooms.

The acclimatized material may not be installed at 
temperatures < 15 °C.

All materials and components must be checked for 
damage or defects prior to processing/installation.

The non-edged narrow sides of the wooden substrate 
must not come into contact with moisture. The cut 
edges must always be sealed with suitable edging 
(RAUKANTEX visions pro or RAUKANTEX color pure/
pro).

All drill holes in the wooden substrate boards must be 
sealed so that they are watertight during installation.

Damage to the surface can be caused by strong 
chemical substances, e.g. strong solvents, special 
cleaners (e.g. drain cleaners, industrial cleaners, etc.) 
as well as aggressive scouring agents.

The following elements can cause scratches during 
cleaning: grains of sand or similar, abrasive scouring 
utensils/cleaning sponges, etc.

Treatment with an anti-static plastic cleaner is an 
effective measure to minimize static charging.

Do not stand on RAUVISIO crystal products. 

Do not cut with sharp objects.

Do not work with tools on the surface.
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09	 Care and usage instructions for the end user

RAUVISIO crystal is an impact-absorbing and resistant 
surface material made from acrylic. It is suitable for 
vertical indoor use. The non-porous, homogeneous 
material is easy to clean, suitable for food contact,  
and it is resistant to fungal and bacterial growth.

RAUVISIO crystal is easy to clean – most soiling  
and finger marks can be removed with water and  
a microfibre cloth. In addition, normal household  
liquid cleaners can be used to clean the surface.

The product is resistant to common household 
chemicals, substances and disinfectants. An extended 
exposure to aggressive substances can leave behind 
marks or damage the material. Please do not use any 
aggressive cleaning agents, scrubbing agents or 
solvents. For matt surfaces, you can use a magic 
eraser after the cleaning, if needed.

Strong solvents, special cleaners (e.g. drain cleaners, 
industrial cleaners) as well as aggressive scouring 
agents and strong chemical substances may damage 
the surface. Remove stubborn dirt with a soft sponge, 
commercially available plastic cleaners or cleansing 
milk (without any abrasive agents). Do not use 
abrasive cleaning sponges with scourers (such as 
scouring pads, etc.) or brushes, these can cause 
scratches if a lot of force is applied. 

Refrain from using mechanical cleaning processes, e.g. 
with razor blades, knives or scrapers, etc. as this can 
cause scratches and damage the abrasion-resistant 
coating.

RAUVISIO crystal has an outstanding visual depth 
effect. The surface has a high-gloss or matt, scratch-
resistant and abrasion-resistant coating, avoiding 
signs of normal domestic wear and tear as far as 
possible.

In the event of improper use, e.g. if the hobs are not 
covered or are not fully covered for long periods when 
switched on or if there is direct contact with hot pots 
and pans, etc., the surface can incur temperature 
damage.

 

Fig. 09-1	 Proper and improper use
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