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Dimensions in mm
Inches are approximate

€ Clear, medium viscosity, thick consistency
€ Strong adhesion
€ Bonding capability: glass with metal, glass with glass,

glass with wood, glass with stone, glass with various
thermoplastics

€ Most suitable for bonding glass/metal
€ For precision application of the adhesive, use 

003.04.156 and 003.04.150 together
Size Item No.
20 g (0.71 oz) 003.04.150

Packing: 1 pc.

Dosing Needle Adapter

€ For clean and economical adhesive application
€ Precision produced
Gluing Diameter Item No.
glass to glass (blue) 0.41 mm 003.04.155
glass to other material (green) 0.85 mm 003.04.156

Packing: 1 pc.

Dosing needle

UV Glass Bonding
Adhesives and Application Systems

UV Lights and Bulbs

Handheld UV lamp

®

€ UV lamp is suitable for all hardware indicated 
on pages ???

€ For all glass construction and longer bonding 
distances, please use a different UV lamp with a 
minimum of 40 W output and longer bonding length

€ This UV lamp is only to be used for clear glass and 
clear plexiglass

€ For short bonding distances
€ Effective bonding length: 71 mm (2 3/4")

Voltage Power Item No.
115 V 4 W  60 Hz 008.75.420

Packing: 1 pc.

Replacement bulb
€ For handheld UV lamp 4 W

Item No.
008.75.429

Packing: 1 pc.

Handheld UV light, 40 watt
€ For hardening UV adhesive
€ Length: 570 mm (22 7/16Ž)
€ Separate power supply
€ Not UL Listed

Item No.
handheld UV light 008.75.401
spare bulb 008.75.409

Packing: 1 pc. (instructions included)
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Connectors and Shelf Supports

Dimensions in mm
Inches are approximate

Rigid 90º Clamping Aids

Side Lengths Item No.
200 x 127 mm, short 006.08.000
400 x 280 mm, UNIVERSAL 006.08.001

Packing: 1 pc.

€ Use as aid for neat and precise gluing in position of 
glass panels at a right angle

€ Ideal for use with thickly flowing, high-viscosity 
adhesives which are applied to raised up glass 
panels

€ Used to align glass panels with larger thicknessed 
and high weight load in any required position

Item No.
006.08.014

Packing: 1 pc.

€ For universal adjustment of any flat material
€ For gluing intermediate shelves or dividers in glass 

cabinets
€ Suitable for finely adjustable linear jig
€ Up to 6 mm continuously adjustable positioning
€ Integrated vacuum suction
Diameter: 70 mm (2 3/4Ž)
Height: 20 mm (13/16Ž)
Suction Pad: Ø 55 mm (2 3/16Ž)
Material: plastic

Color Item No.
black 006.08.015

Packing: 1 pc.

Clamp, for glass thicknesses 6-19 mm

Eccentric Support

€ Use as positioning aid for high precision handling of 
angled surfaces

€ 2 manually operated vacuum pumps
Side lengths: 73 x 100 mm (2 7/8Ž x  3 15/16Ž)

100 x 100 mm (3 15/16Ž x 3 15/16Ž)

Item No.
006.08.020

Packing: 1 pc. (includes instruction manual)

Right Angle Suction Pump

UV Glass Bonding
Glass Gluing Technique
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Dimensions in mm
Inches are approxim

UV Glass Bonding
Notes on Handling: Glass Bonding with UV Hardened Adhesive

1. Material selection
The material that is selected and the resulting choice of adhesive produce different adhesive bond strengths:
Maximum strength Medium strength Low strength
Glass to glass Glass to plastic All porous and open-pored materials
Glass to metal (stainless steel) Tempered glass adhesive bonds Textured (> 0.5 mm),
Glass to stone (granite) Laminated glass adhesive bonds Painted and coated surfaces
Glass to wood (hard wood) Colored glass (surface bonding)

Ornamental glass
Sand-blasted glass
Burnished glass

All the information refers to transparent glass that is permeable by UV light. Clear glass, mirrors (on the reflective side), tempered glass, and 
polished wire glass can be easily bonded. Certain glass types can lead to weaker bonds and should not be bonded. All textured glass types
cannot be used. Permeability by UV rays depends on the thickness of the glass and the color intensity. Glass with high UV absorption such as
laminated glass, colored glass, or tinted glass cannot be bonded using conventional UV adhesives. Smooth bonding surfaces and a thin layer 
of adhesive make the bond stronger and increase the load-bearing capacity. 
When bonding glass to metal, there must be no lubricant, polish, silicon, oil, etc. or coatings (chromium, nickel, lacquers, etc.) on the metal parts
that are being bonded. Stainless steel is extremely suitable as a material.

2. Pre-treating the bonding surfaces
2.1. Cleaning

€ The surfaces to be bonded must be perfectly clean, grease-free, and dry.  
€ Use an acceptable cleaner for UV bonding (such as isopropyl alcohol).
€ Conventional glass cleaner or household cleaner is not acceptable due to residue.

2.2. Heating
The workpieces must be heated before bonding to remove all traces of residual moisture (condensation) in order to ensure that the adhesive
bond is extremely durable.
All parts to be bonded must be heated slowly and evenly to prevent tension damage in the bond that is subsequently produced.
€ Temperature: Approx. 30°C (86°F) 
€ Use hot air blower or hair dryer.
Failure to do this can result in loss of strength that is not immediately evident but can cause the adhesive bond to separate.

3. Adhesive
The following UV-hardening adhesive is recommended depending on the requirements of the materials to be bonded, the stress applied
to the bonds, and the way in which the adhesive bonds are used.
For glass to metal bonds, only medium-viscosity UV adhesive, Item No. 003.04.110 can be used.

Glass to glass bonds: All-glass objects should always have a "closedŽ (i.e. self-stabilizing) structure in order to achieve maximum stability.

Design suggestions
When a glass panel is being manufactured, creation of a •strain relievingŽ
structure should be attempted (see fig.): This avoids a high degree of bending
stress in the glass and the bond, making the structure more stable and 
load-bearing for longer periods of time.

4. Clamping tools
In order to allow UV adhesives to harden properly, the parts that are being
bonded must be held securely to prevent vibration and slipping. This is made
considerably easier by using appropriate clamping tools.

Open structure Closed structure

Structure
with strain

relief

Structure
without

strain relief
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Connectors and Shelf Supports

Dimensions in mm
Inches are approximate

5 gaps/applying adhesive
€ Before applying adhesive, check that the work pieces fit exactly. Preferably, this 

should be done by a trial assembly of the whole structure (using fixing aids).  
€ No more than 5 minutes should elapse between warming up the bonding surfaces 

and adhesive application.  If necessary, the process has to be repeated. 
€ Adhesive bonds should be done in a horizontal position where possible, since 

vertical adhesive applications may cause problems.
€ Applying too much adhesive reduces the strength of the bond and causes 

additional work removing adhesive remains. 
€ Exact and economical adhesive application is achieved by using suitable dosing 

aids.

5.1 Adhesive application BEFORE joining
Wavy lines of medium-viscosity adhesive ( Item No. 003.04.110) are applied before 

joining the parts. With surface bonds the adhesive is always applied before joining 
the parts.

€ The own weight of the parts is sufficient to spread out the adhesive over the entire 
bonding surface.

€ With horizontal adhesive bonds a bubble-free bond is produced by evenly and 
carefully lowering the workpiece.

€ The weight of the parts is sufficient to spread out the adhesive over the entire 
bonding surface.

5.2 Adhesive application AFTER joining
Low-viscosity adhesive (Item No. 003.04.100) spreads out by itself inside the 
adhesive gap.  That is why the parts to be bonded can be assembled to their final 
position, before applying the adhesive.
€ Please pay attention that with multiple part objects the bonding surfaces always 

have to be worked on one by one (not simultaneously).
€ In order to achieve optimum spread of the adhesives, the bonded parts should be 

slightly raised and lowered again before hardening (increasing adhesive gap and 
decrease adhesive gap again). 

6 Hardening (exposure)
The exposure takes place in two stages:
1. Pre-hardening reaches the working strength (approx. 70% of final strength). This 

allows easy removal of possible adhesive remains outside the bonding surface. 
2. The full functionality and load bearing capacity of the adhesive bond is reached 

after final hardening.

€ Use suitable UV light: The light must not be smaller/shorter than the bonded edge, 
in order to avoid tensions caused by uneven exposure.

€ For maximum final strength use exclusively white light for hardening.  Black light 
does not provide the necessary light intensity and therefore cannot produce 
maximum final strength.

€ Position light as close as possible to the bonding surfaces during exposure 
(hardening).  

€ Under no circumstances move work pieces or expose them to vibrations 
(use fixing aids). 

€ Pre-hardening takes between 10 seconds and approx. 2 minutes depending on 
the type of light.

€ An extended exposure period has no negative effect on the quality of the adhesive 
bond, neither a positive one.

€ Remove fixing aids if used and adhesive remains from work pieces (special cleaner,
glass scraper or steel wool quality 00). 

€ Final hardening: Takes between at least 60 seconds and up to approx. 5 minutes 
depending on the type of light.  All lights are equipped with UV filters in order to 
prevent damage to eyes and skin.  For your own safety you should wear suitable 
safety equipment such as safety goggles and disposable gloves.

7 Application examples
This section shows examples of practical use
of accessories for glass gluing technique.

7.1 Handheld UV light

The handheld UV light is particularly suitable
for adhesive bonding of glass cabinets or
glass furniture.  The low weight ensures 
tiring-free work.

Construction of a glass cabinet uses as base
element for many assemble constructions
using four suction devices 90º.  Especially 
the use of high-viscosity adhesive allows 
comfortable adhesive application by raising
the attached panel by a pre-defined gap and
lowered again afterwards using adjusting
screw. The raised glass edge serves as guide
when applying UV adhesive. Slipping out of
place and smearing of the adhesive when
lowered down is impossible.  As a result, 
neat and precise working is guaranteed.

7.2 Suction device 90º

UV Glass Bonding
Glass Gluing Technique
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Dimensions in mm
Inches are approximate

UV Glass Bonding
Glass Gluing Technique

After applying thickly flowing adhesive, the 
ventilation valves must be activated.  The parts 
to be bonded lowered into their final position 
and fixed in position again.  When applying 
thinly flowing (low-viscosity) UV adhesive, the
glass parts are pre-aligned without gaps and
fixed flush.

7.5 Clamps

Two glass panels can be aligned in any
required position using two guide pieces that
rotate through 360º. 

Rotating the off center disc provides up to 6 mm
continuous fine adjustment of positioning.

7.6 Off center support

7.7 Right angle suction pump
The right angle suction pump is placed in
required position onto the glass panel, adhering
to the panel by pressing the first pump tappet.
A sufficient vaccum is reached after pressing the
pump tappet 3 to 5 times. The second panel to
be bonded is attached the same way.  A red
signal ring indicates vacuum loss. The contact
can be strengthened again by further pumping.

Silicon adhesives are applied to a pre-defined
gap.  In this case it is sufficient to adjust and fix
to the required gap width.  With thickly flowing
(medium-viscosity to high-viscosity) UV adhesive
a minimum gap width for the adhesive has to be
observed.

Gluing-in an intermediate shelf is considerably
easier using 4 off center supports.

The plastic pressure screws cause no damage
to the glass surface despite high holding power. 

Rotates through
360º

Up to 6 mm
continuously adjustable


