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Introduction
The appearance and visual quality of a window or
door is important. The aesthetic of the product is
one of the key factors for homeowners when they
are choosing which system to have installed.
It is therefore important that the finish is of an
acceptable standard. The visual quality of a
window or door can be dependent on a number
of elements.
2.1

Material surface finish

2.2

Section joints

Manufactured in accordance with BS EN
12608-1.
These should be smooth, flat and free from
impurities. Some characteristics that may be
visible are:
1. Small scratches or die lines – Fine sharp
lines usually found parallel to the profile
2. Contamination in the surface of the profile –
Foreign matter in the profile
3. Discolouration of the profile – An uneven
colouring along the surface of the profile
4. Sink lines- Shallow smooth lines coinciding
with webs in the profile

2.1.2 Foiled finish profiles
Finished in accordance with BS 7722.

2.3

Gasket application and joints

2.4

Dimensional tolerances

2.5

Furniture

2.6

Hardware

2.7

Ancillary components

2.8

Beading joints and stick on Georgian bars.

1.

Scope
This data sheet details various visual
anomalies that may occur during the
manufacture of windows and doors. It gives
guidance on what they may look like, the
correct way to inspect them and what is
within reasonable tolerance. Also included
is guidance on repair where available.

2.

Visual acceptance criteria and
inspection guidance

2.1

Material surface finish
PVC-U windows and doors can be finished
with either foiled or un-foiled surfaces. This

The foil should be smooth and free from
scratches dents and scuffs, stretch marks
and visible distortion. Some characteristics
that may be visible are:
1. Scratches in the foil – usually small marks
but can be highly visible on dark foils.
2. Ripples - a creasing effect caused by
movement or friction before the foil
adhesive is cured
3. Tears – scuffs or marks from impact or the
fabrication process.
4. Colour degradation – fading or
discolouration (within the guarantee period)
5. Air bubbles – raised bubbles between the
foil and the base profile caused by trapped
air under the foil
6. Delamination – foil peeling away from the
base profile, may be caused by lack of
adhesive or primer

2.1.3 Inspection Criteria
These above visual anomalies for both unfoiled and foiled finish profiles should be
inspected at near normal incidence, i.e. at
right angles, to the profile surface from
either side depending on the defect
position, standing at a distance of not less
than 2m.
The inspection should take place in natural
daylight but not in direct sunlight and with
no visible moisture on the profile surface.
The use of strong lamps and /or magnifying
glass is not allowed.
It is not permissible to find anomalies on the
profile at close range and then mark them
so as to be visible from the given viewing
distance.
If the anomalies cannot be seen when
inspected within the parameters of these
guidelines then it is deemed within
acceptable standards.

2.2 Section joints
The most common jointing methods are
mechanically fixed and fusion welded.

Figure 1
Another method of finishing a welded corner is to
knife the weld sprue. This could be manually
knifed or performed with a mechanical corner
cleaning machine. Instead of creating a groove in
the profile this method will reduce the weld sprue
to a height of approx. 0.5mm and 1mm. This is the
preferred method for many when foiled profiles
are fabricated due to the reduced risk of tearing
the foil and a knifed finish is easier to colour match
with a liquid foil pen or paint. The knifed joint
should leave a sprue of consistent height and be
coloured to match the foil to finish. The fabricator
should consult the foil or profile manufacturer to
find the best possible colour match to finish the
joint. See Figure 2

There are instances where reverse butt
welding is required due to the style and
profile section make-up of the windows.

2.2.1 Fusion welded
Fusion welded joints are the most common
jointing method used for modern PVC-U
windows and doors.
The joints can be finished in a number of
ways. The most common of these is to
groove the weld sprue left by the welding
process with a mechanical corner cleaning
machine. The groove finish should be of
consistent depth and width across the
joints. The groove should not run out flush
with the profile, it should maintain its depth
across the weld line. The groove should
leave a smooth finish with no signs of
burning or debris from the Teflon paper in
the weld joint. The bevel or Ovlo feature of
the profile should be sufficiently cleaned so
as to not leave any sharp edges. See
Figure 1

Figure 2
Some applications require a sanded and polished
finish. This is often the case with welded bay sills.
The finish should be sanded thoroughly and
polished using a suitable material. The joint should
resemble as closely as possible the original profile
finish. The finish should be smooth and of a slight
gloss finish with no signs of sanding visible when
inspected in line with the inspection criteria
contained within 2.2.1.
Steps in welded joints should be avoided
wherever possible but a step of up to 1mm is
considered within allowable tolerances.

2.2.2Mechanical jointed
When mechanical jointing it is important that
the profiles join flush so as to avoid a step.
A small step of up to 1mm is considered to
be within allowable tolerance. Some profile
systems employ a step by design but this is
the exception rather than the rule)
The joint should be securely fixed to avoid
any movement that could allow the joint to
open, leaving an unsightly gap which could
also lead to water ingress. The scribing of
the profile should be neat with no burrs left
un-trimmed. It is often advised to use a
sealant between surfaces when
mechanically jointing and the
manufacturer’s guidelines should always be
followed. This could further reduce any
unsightly gaps.

2.3 Gasket application and joints
Gaskets can be made up from various
materials, including but not limited to rubber
hand inserted, co-extruded nitrile and wool
pile gaskets. The gaskets should be applied
in line with the manufacturer’s
recommendations. Over or under insertion
will look unsightly and may lead to reduced
weather performance. Gaskets that are
either hand inserted or co-extruded may be
replaced with hand inserted gaskets on site
where damage to the original has occurred.
The gasket joints should be discreet and
show no signs of shrinkage. The corners
should be inserted fully. Full contact with all
intended surfaces should be achieved
leaving a uniform finish where the gasket is
visible. It is accepted that the corners of
gaskets may be trimmed as part of the
manufacturing process. See Figure 3

The gasket should be held firmly in place
with no movement along the accepting
gasket channel.

2.4 Dimensional tolerances
Dimensional tolerances in line with BS 7412
should be achieved. If these tolerances are
met then there should be no visually
disturbing anomalies resulting from
dimensional issues.

2.5 Furniture
The appearance of furniture, particularly
handles and letter plates can be an
important part of the visual appeal of
windows and doors. To ensure they look
their best several factors should be
considered and furniture manufacturer’s
installation and maintenance instructions
should be followed at all times. This will
include periodic cleaning with suitable
materials. It should be noted that not all
hardware finishes are suitable for coastal
extremes and customers should seek
clarification that the hardware finish they
have requested is suitable for the area in
which it is to be installed. For more
information on metal finishes please refer to
Door and Hardware Federation Best
Practice Guide: Metal Finishes.
When inspected in line with the guidance
as detailed in 2.1.2 the furniture finish
should be free from scratches, pitting and
sharp edges likely to cause harm. The
colour should be consistent with no visible
flaking.
Installation should be to the correct
manufacturer guidelines and a variance of
up to 2mm is acceptable for the positioning
of dual handle windows. Letter plates
should be fitted level into the door.

2.6 Hardware

Figure 3

hardware to show signs of use due to the
nature of its operation. Acceptable visual
signs of use would present as scuffs or
marks that are superficial and not damage
to the material itself. Any splits, cracks or
missing sections of hardware are not
acceptable. Locking keeps, friction stays
and door cylinders are some of the
hardware types that may display this
acceptable sign of use.

Hardware is integral to the correct
functioning of the product and as such
should always be assembled and installed
as per the manufacturer’s instructions.
Visible defects on hardware can be
acceptable if the performance is not
effected. It is not unusual for locking

2.7

Ancillary components
Ancillary profiles should where ever
possible be a colour match for the window
and door main profile sections. It is
common practice to use trims/architrave to
finish an installation, where trims are used
to the outside face they should be of good
exterior quality materials used in
accordance with the manufacturers
instruction. Other trims may be required to
cover frame jointing (coupler) bars or bay
pole covers and should be cut so as to
avoid unnecessary gaps at the head or sill.
Necessary gaps may be required for end
caps or sealing. Add-on sections are
commonly used on window and doors to
artificially increase the frame dimension and
are unavoidable in some situations, they
also allow for some proprietary fittings such
as trickle ventilators. These should fit tightly
and flush with no visible movement and
although a join may be visible there should
not be a gap. The same visual acceptance
criteria will apply to trims and ancillary
profiles as the main profiles as described in
2.1.2.

Figure 4
Surface mounted Astragal bars should be
secured firmly. Any gaps between joints
should be no more than 1mm. The milled/
scribed ends shall be free from burrs and
sharp edges. Any excess adhesive used to
secure them in place should be removed.
The adhesive should not be visible when
viewed in line with 2.1.2. See Figure 5 & 6

Figure 5

2.8 Beading joints and externally fixed
stick on Georgian/Muntin Bars
The beading of PVC U frames should be
installed so that it locates properly within
the profiles. There should be no visible gap
between the bead and the profile it fits into,
although there will be a visible join between
the two profiles. The mitred or scribed joints
in the corners should be free from burrs
and sharp edges and should not have a
gap of more than 1mm. The same visual
inspection criteria will apply to beading as
detailed within 2.1.2 above. See Figure 4

Figure 6

3.

Repair
It is deemed acceptable to repair damaged
or marked sections where possible. There
are a number of quality repair products and
techniques available to the industry.
These include but are not limited to:
•

Wax repair kits

•

Liquid foil applicator pens

•

RAL matched colour sprays

•

Hand inserted gaskets

In the right circumstances these products
can give satisfactory finishes. After repair,
the product should be assessed in line with
the visual inspection criteria as detailed with
in 2.1.2.
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