
Application Manual 2024

APPLICATION
MANUAL

2 0 2 0



2

SWA ROVS K I A PPLI C ATI O N M A N UA L 20 24



3

BA S I C I N FO R M ATI O N

Contents

7 GENERAL INFORMATION
8 Application Manual
8 Application Online
9 Application Services

11 �Swarovski Products and Suitable Application 
Techniques

12 General Product Information

22 SOLDERING, STONE SETTING,  
AND PLATING

24 Product Overview
24 Machines and Tools
26 Suppliers
27 Application
38 Quick Assistance

40 GLUING
42 Product Overview
42 Machines and Tools
46 Suppliers
48 Application
71 Useful Information
75 Quick Assistance

78 EPOXY CLAY APPLICATIONS
80 Product Overview
81 Machines and Tools
83 Suppliers
84 Application
92 Useful Information
93 Quick Assistance

94 SELF-ADHESIVE ELEMENTS
96 Product Overview and field of usage
98 Machines and Tools
99 Suppliers
100 Application
112 Quick Assistance

114 HOTFIX APPLICATION
116 Product Overview
116 Machines and Tools
118 Suppliers
119 Application
130 Useful Information
135 Quick Assistance
136 Swarovski Hotfix Selector

144 �SEWING AND  
HAND APPLICATION

146 Product Overview
147 Machines and Tools
148 Suppliers
149 Application
157 Useful Information
158 Quick Assistance

160 MECHANICAL APPLICATION
162 Product Overview
162 Machines and Tools
166 Suppliers
168 Application
174 Useful Information
175 Quick Assistance

176 CARE INSTRUCTIONS
178 Textile Care Instructions
182 General Care Instructions
183 Laws, Regulations, Norms, and Standards
183 Warning Notices

DISCLAIMER “CRYSTAL” 
The material manufactured by Swarovski is considered as 
"crystal glass", category 3, in accordance with European 
Council Directive 69/493 on the approximation of the laws 
of the Member States relating to crystal glass. Whenever 
referring to "crystal" in this document, Swarovski either 
refers to a singular component or product made of crystal 
glass, or the material crystal glass.

210 �Gesetze, Bestimmungen, Normen und 
Industriestandards

210 Warnhinweise

7 ALLGEMEINE INFORMATIONEN
8 Application Manual
8 Application Online
9 Application Services

12 �Swarovski Produkte und geeignete 
Applikationstechniken

14 Allgemeine Produktinformationen

23 LÖTEN, FASSEN UND  
GALVANISIEREN

24 Produktübersicht
24 Maschinen und Werkzeuge
26 Lieferanten
27 Applikation
39 Schnellhilfe

43 Kleben
44 Produktübersicht
44 Maschinen und Werkzeuge
48 Lieferanten
50 Applikation
78 Nützliche Informationen
82 Schnellhilfe

84 Ceralun
86 Produktübersicht
87 Maschinen und Werkzeuge
89 Lieferanten
90 Applikation
98 Nützliche Informationen
99 Schnellhilfe

100 Self-adhesive elements
102 Produktübersicht
104 Maschinen und Werkzeuge
105 Lieferanten
106 Applikation
118 Schnellhilfe

120 HOTFIX APPLIKATION
122 Produktübersicht
122 Maschinen und Werkzeuge
124 Lieferanten
125 Applikation
138 Nützliche Informationen
143 Schnellhilfe
144 Swarovski Hotfix Selector

154 �NÄHEN, STICKEN UND  
HANDAPPLIKATION

156 Produktübersicht
157 Maschinen und Werkzeuge
160 Lieferanten
161 Applikation

170 Nützliche Informationen
172 Schnellhilfe

174 MECHANISCHE APPLIKATION
176 Produktübersicht
176 Maschinen und Werkzeuge
184 Lieferanten
189 Applikation

202 Nützliche Informationen
203 Schnellhilfe

204 PFLEGEHINWEISE
206 Textile Pflegehinweise
209 Allgemeine Pflegehinweise



Stay ahead with our Advanced Crystal. It is lead-free* and helps  
you to reach full compliance with current laws and regulations.

*Crystal glass and all other materials containing 0.004 % lead or less.
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TO PREDICT THE FUTURE,  
WE INVENTED IT.

http://swarovski-professional.com


5

Stay ahead with our Advanced Crystal. It is lead-free* and helps  
you to reach full compliance with current laws and regulations.

*Crystal glass and all other materials containing 0.004 % lead or less.

Why Swarovski

*	 Silver mirror coated with a platinum-colored protective layer 
**	 Crystal glass and all other materials containing 0.004 % lead or less.

X-CUT
Advanced optical measurement and 
high-precision manufacturing deliver 
premium cuts characterized by unmatched 
brilliance.

PLATINUM* PRO
With its new advanced foiling technique, 
Swarovski has set a new standard in the 
lifespan of crystals.

HOTFIX GLUE
The variable temperatures at which 
Hotfix glue can be activated enable the 
application of crystals on a broad range of 
textiles.

CRYSTALS – MADE IN AUSTRIA
The combination of innovation with 
sustainability and respect for individual 
wellbeing means that quality is always 
assured.

COMPLIANCE, WITH INTEGRITY

ADVANCED CRYSTAL
Swarovski’s patented lead-free** formula 
has changed the DNA of crystals while still 
offering the same sparkle, dependability, 
and variety for which Swarovski is famous.

OEKO-TEX
Oeko-Tex® Standard 100 Class II (direct 
contact with skin) certification creates 
confidence in chemical safety of textile 
applications.

CLEAR
Regular legal monitoring of chemical 
requirements and reasonable testing 
provide customers with the comfort of trust 
in Swarovski’s products.

COMPLIANCE SERVICE
Assessments regarding substance 
limitations as well as compliance 
information and advice to support 
customers in complying with relevant laws, 
regulations,and voluntary standards.

PREMIUM, BY SERVICE AND DESIGN

DESIGN SERVICE
Throughout its global network of Design 
Centers, Swarovski offers exceptional 
service provided by the industry’s best 
creative talent.

APPLICATION SERVICE
A comprehensive range of application 
services means customers benefit from 
the extensive experience of leading 
international experts, as well as internal 
specialists.

GLOBAL SERVICE
Swarovski’s Global Service Network 
provides customers with dedicated personal 
assistance on a local level.

CUSTOMIZED SERVICE
Choose new variations by going beyond 
Swarovski’s tremendous standard 
assortment of crystal components and 
forward integrated elements.

EXCELLENCE, THROUGH INNOVATION AND ORIGIN

BA S I C I N FO R M ATI O N

WHY SWAROVSKI

C O M P L I A N C E  —  M I T  I N T E G R I T Ä T

Advanced Crystal
Mit einer patentier ten, bleifreien** 
Formel  
hat Swarovski die DNA seiner Kristalle 
revolutioniert – bei unveränderter 
Brillanz, Zuverlässigkeit und Vielfalt, für 

OEKO-TEX
Die Zertif izierung mit dem Oeko-Tex®  
Standard 100 Klasse II (direkter 
Haut -kontakt ) schaf f t Vertrauen 
in die chemische Sicherheit aller 
Textilapplikationen.

Clear
Regelmäßige Prüfung der 
Gesetzgebung und angemessene Tests 
in Bezug auf chemische Inhaltsstof fe 
bieten eine solide Vertrauensbasis.

Compliance Service
Die Beurteilung der Beschränkung 
von Inhaltsstof fen sowie die fachliche 
Beratung zu deren Einhaltung 
unterstützen Kunden dabei, geltenden 
Gesetzen, Vorschrif ten und freiwilligen 
Branchenstandards  
zu entsprechen.

*	 Silberfarbene Verspiegelung mit platinfarbener Schutzschicht
**	Kristallglas und alle anderen Materialien enthalten 0,009 % Blei oder weniger.

H E R A U S R A G E N D E  Q U A L I T Ä T ,  I N N O V A T I O N  U N D  P R O D U K T I O N S S T A N D A R D S 
A U F  B A S I S  U N T E R N E H M E R I S C H E R  V E R A N T W O R T U N G

X-Cut
Innovative optische Messverfahren und  
hochpräzise Produktionstechnik sorgen 
für  
ein erstklassiges Schlif fbild und 

Platinum* Pro
Eine hochmoderne Foiling -Methode 
setzt 
neue Maßstäbe hinsichtlich der 
Haltbarkeit 

Hotfix Glue
Dank der verschiedenen 
Temperaturstufen der Hotfix-Methode 
können Kristalle auf unterschiedlichste 
Trägermaterialien 

Crystals – Made in Austria
Qualität, entstanden aus Innovation, 
verantwortungsbewusster Produktion 
und  
Respekt für das Wohl des Menschen.

P R E M I U M  —  I N  S E R V I C E  U N D  D E S I G N

Design Service
Das weltweite Swarovski Design Center  
Netzwerk bietet Expertenservice durch 
die 
besten Kreativtalente der Branche.

Application Service
Kunden profit ieren von den 
umfassenden 
Swarovski Applikationsservices durch 
international führende Experten und 
unternehmensinterne Spezialisten.

Global Service
Das Global Service Network 
von Swarovski bietet individuelle 
Kundenunterstützung –auch direkt vor 
Ort.

Designer Editions
Aus der kreativen Zusammenarbeit mit 
Top-Designern entstehen exklusive 
Schlif fe 
und einzigartige Kristalldesigns.

Customized Service
Realisierung von customized Produkten,  
weit über das umfangreiche Swarovski 
Standardsortiment hinaus.
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General Information

Swarovski offers a comprehensive 
range of services, tailored to 
customers’ requirements, for 
the application of Swarovski 
products.

8 Application Manual
8 Application Online
9 Application Services
11 Swarovski Products and 

Suitable Application 
Techniques

12 General Product 
Information

ALLGEMEINE INFORMATIONEN

Swarovski bietet ein 
umfassendes und speziell auf die 
Kundenbedürfnisse abgestimmtes 
Serviceprogramm für die  
Applikation von Swarovski 
Produkten.

8 Application Manual
8 Application Online
9 Application Services
12 �Swarovski Produkte 

und geeignete 
Applikationstechniken

14 Allgemeine 
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Application Manual

Application Online: 
https://b2b.ecommerce.swarovski.com

All the information contained in  
this manual is regularly updated  
on the Swarovski business website
https://b2b.ecommerce.
swarovski.com. 

In addition, application 
techniques are demonstrated 
through animations and videos. 
The site is an excellent way to find 
out about Swarovski’s application 

services and application 
techniques.

This Application Manual offers 
extensive information on the 
various Application Services 
provided by Swarovski. Thanks 
to their outstanding quality, 
and with the help of specially 

developed application 
techniques, Swarovski products 
can be processed easily and 
quickly to produce  
a high-quality finished product. 
The processes involved are 

described in this manual on a 
step-by-step basis, with photos 
and illustrations.
Each application method 
contains detailed information on 
the following areas:

Application Techniques - Instruction Movies

Product Overview Swarovski products that are suitable for the application technique in question

Machines and Tools List of machines and tools necessary for application

Suppliers Selection of suppliers that sell these machines and tools

Application Detailed description of the entire application process and the product-specific 
procedure. 
Furthermore, the Hotfix Selector outlines extensive application parameters for 
suitable product and carrier material combinations

Useful Information Advice and tips on working with Swarovski products

Quick Assistance A checklist of typical application problems, along with possible causes and 
recommendations on avoiding them

Extensive care instructions and further information on laws, regulations, norms, and standards are featured at the end of the 
manual.

For many application techniques and their most important 
process steps, Swarovski provides informative demonstration 
movies, where detailed instructions lead customers to a high 
quality application result. 
This movies can be downloaded at  
https://b2b.ecommerce.swarovski.com

A L L G E M E I N E  I N F O R M AT I O N E N
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APPLICATION MANUAL – LEITFADEN

APPLICATION ONLINE: SWAROVSKI-professional.COM

Alle Informationen dieses 
Manuals sind auf der Swarovski 
Business Website SWAROVSKI-
PROFESSIONAL.COM  
ausführlich und stets aktuell 

angeführt.  
Zusätzlich werden Applikations-
verfahren mit Animationen und 
Videos veranschaulicht. Nutzen 
Sie diese Möglichkeit, um sich 

über die Application Services 
und Applikationsverfahren von 
Swarovski zu informieren. Zugang 
zum geschlossenen Bereich der 
Business Website kann jederzeit 

Dieses Application Manual bietet 
ausführliche Informationen zu 
den umfangreichen Application 
Services von Swarovski. Dank ihrer 
hervorragenden Qualität und mit 

Hilfe von speziell entwickelten 
Applikationsverfahren lassen sich 
Swarovski Produkte effizient und 
schnell zu einem hochwertigen 
Produkt weiterverarbeiten. 

Die jeweiligen Verfahren 
werden in diesem Manual 
anhand von Fotos und Grafiken 
ausführlich und Schritt für Schritt 
beschrieben.

Produktübersicht Swarovski Produkte, die für die jeweiligen Applikationstechniken geeignet sind.

Maschinen und Werkzeuge Auflistung der Maschinen und Werkzeuge, die für die Applikation benötigt werden.

Lieferanten Auswahl an Lieferanten, die diese Maschinen und Werkzeuge weltweit vertreiben.

Applikation Detaillierte Beschreibung des gesamten Applikationsprozesses und der 
produktspezifischen Anwendungsverfahren.
Der Hotfix Selector bietet ausführliche Applikationsparameter für mögliche 
Produkt- und Trägermaterialkombinationen an.

Nützliche Informationen Tipps und Tricks zur Verarbeitung von Swarovski Produkten.

Schnellhilfe Checkliste zu typischen Applikationsproblemen, möglichen Ursachen und 
Empfehlungen zu deren Vermeidung.

Ausführliche Pflegehinweise und Informationen zu Gesetzen, Vorschriften, Normen und Industriestandards sind am Ende des 
Manuals zusammengefasst.

Kristallapplikationstechniken - Anleitungsvideos

Für viele Applikationsverfahren und deren wichtigsten 
Prozessschritte stellt Swarovski informative 
Demonstrationsvideos zur Verfügung, durch deren deren 
detailierte Anleitung Kunden Schritt für Schritt zu einem 
hochqualitativen Applikationsergebnis geführt werden. 
Diese Videos können hier heruntergeladen werden 
SWAROVSKI-PROFESSIONAL.COM

https://www.swarovski.com/de-AT/s-professionals/
https://www.swarovski.com/de-AT/s-professionals/
http://SWAROVSKI-PROFESSIONAL.COM
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OEKO-TEX Service GmbH  Genferstrasse 23,  CH-8002 Zurich

Certificate



































 

7 
7 


7 

 









Product group

ROUND STONES
Free dimensional 

tolerances Version Date

ISO 2768-1c 2.0 20.11.2017

Article no. Size Material

See Product Information
Scale

5:1
1088 SS 24 Private & confidential. Property of D. Swarovski KG. All rights reserved. Any 

partial or complete reproduction or disclosure to third parties requires our 
prior written consent. Any unauthorized use will be prosecuted. Subject to 
change without notice. All dimensions in mm.

 

 

 

 
 

application SUPPORT 
 

Customer: John Doe 
Request Number: 1030006XXX 
Date: 29.06.2023 
Total Pages: 6 

 
 

Dear Sir or Madam, 
 
Enclosed please find our advice with regard to your application request. 

 
FIELD OF INTEREST 
 

Hotfix application on knitted fabric 
Knitted cap 
Blend of Cashmere and Wool 

Flat Back Hotfix 

 

CONCLUSION AND ADVICE 

 

Generally, all materials provided are suitable for a hotfix application. All materials are 
absorbent and react only slightly to heat and pressure. The slight reaction to heat and 
pressure is in the form of very slight changes in color and structure. However, the 
changes can be reversed with a steaming process after application. 

 

APPLICATION DETAILS 

 

All knitwear samples were applied with Art. 2078 in the sizes SS10, S12 and SS16 and 
the following application parameters: 

Application Temperature:  120°C 

Application Time:  55 sec. 

Application Pressure: low 

Application Side:  front / right 

Application Aids:   Cotton cloth to protect the knitted fabric 

●  Request: 
●  Final Product: 
●  Base material: 

●  Product group: 

G E N E R A L I N FO R M ATI O N

Swarovski offers a comprehensive 
range of services, tailored to 
your requirements, for applying 
Swarovski products. In doing 
so, the company aims to meet 

the needs of each industry, 
and to jointly offer flexible and 
integrated solutions.

	− Technical enquiry service
	− Compliance service

	− �Technical customer support – 
field services

	− Application Partner Network

Technical 
enquiry service
Available worldwide, the technical  
enquiry service can help you in the  
following areas:

	− Product information
	− Technical drawing
	− Care instructions
	− �Individual application information 

and tests based on customer samples
	− Information on machines and tools
	− 3D data

Compliance service
The worldwide available 
compliance service can support 
you in the following areas:

	− Certificates
	− Information on laws and 

regulations
	− �Compliance information of 

Swarovski crystals
	− �Compliance statement to 

customer-specific requirements

Application Services

For further information, please 
contact your local Swarovski 
office.

Swarovski bietet ein umfassendes 
und speziell auf Ihre Bedürfnisse 
abgestimmtes Serviceprogramm 
für die Applikation von 
Swarovski Produkten. Ziel 

dieses Servicekatalogs ist es, 
auf die Anforderungen der 
jeweiligen Industrien einzugehen 
und gemeinsam flexible und 
ganzheitliche Lösungen 

anzubieten.

Technischer 
Anfragenservice
Der weltweit verfügbare technische 
Anfragenservice unterstützt Sie bei 
folgenden Themen:

	− Produktinformationen
	− Technische Zeichnungen
	− Informationen zu Industriestandards 
	− Pflegehinweise
	− �Individuelle Applikationstests auf 

Basis von Kundenmustern
	− �Informationen zu Maschinen und 

Werkzeugen

Compliance service
Der weltweit verfügbare Compliance 
Service unterstützt Sie bei folgenden 
Themen:

	− Zertifikate
	− Informationen zu Normen und 

Gesetzen
	− �Compliance Informationen zu 

Swarovski Kristallen
	− �Compliance Statement 

zu kundenspezifischen 
Anforderungen

APPLICATION SERVICES

Für nähere Informationen steht 
Ihnen Ihre lokale Swarovski 
Vertretung gerne zur Verfügung.
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Technical customer support – field services
Swarovski imparts its application 
expertise through customized 
Application Trainings, Application 
Consultancy, Troubleshooting, and 
Technical Assessments. These can 
take place either online, on customers 
premises or at Swarovski locations. 
The focus is always on customers’ 

individual needs, the efficient use of 
Swarovski products, and on the quality 
of the application.
Our services have been created to 
take advantage of our comprehensive 
application expertise in the following 
areas: mastery of the relevant 
techniques, technical knowledge 

of Swarovski products, process-
engineering competencies, and 
our experience of application 
equipment, together with our product 
manufacturing knowledge of various 
industries. 

Application partner network

As a company with a global sales 
network and deep understanding 
of the market, Swarovski has 
comprehensive knowledge of various 
application companies and their 
services from around the world. 
Based on this knowledge, Swarovski 
has developed a global Application 
Partner Network. These partners offer 
a wide range of technical and product-
related services, as well as tailored 
production solutions.  
In order to qualify and to get access 

to the Application Partner Network, 
certain criteria with regard to 
application techniques, know-how as 
well as product assortment need to be 
fulfilled by the application partners.
Application partners can assist 
you with a variety of application 
techniques, such as gluing, Hotfix 
application, sewing, laser cutting 
of Crystal Fabric, and mechanical 
application. In addition, many partners 
can carry out technically complex 
solutions, such as Flat Back Leather,  

and the automated, mechanical 
application of products such as 
Rivets. The services offered by our 
partners range from product and 
design consultancy, to prototyping 
and carrying out production, and make 
up a key component of our customer 
focus.
If you are interested in becoming a 
partner or you need to find a partner, 
please contact the local Swarovski 
office.

Service results (dependent on the particular individual service package):

Prevention of increased 
development costs through 
technical input in: 

	− The correct choice of Swarovski 
products

	− The correct technical design
	− The correct application technique
	− �The correct integration of an 

application process into the 
entire process landscape

	− Application process set-up

Prevention of cost complaints 
through technical input in:

	− �The correct positioning and 
arrangement of Swarovski 
products

	− �Learning how to check the quality 
of applications 

	− �Suitability of the customer’s 
equipment and tools

Prevention of increased staff 
development costs through: 

	− �Staff training in appropriate 
application techniques

	− �Building your technical 
knowledge base, thereby 
enabling you to be self-sufficient

A L L G E M E I N E  I N F O R M AT I O N E N
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Technical Customer Support – Unterstützung vor Ort
Swarovski vermittelt sein Wissen 
über Kristallapplikation in 
individuellen Applikationsworkshops, 
Applikationsberatung, 
Troubleshooting und durch technische 
Prüfung. Diese können entweder 
bei Swarovski oder beim Kunden 
vor Ort durchgeführt werden. Im 

Fokus stehen dabei der jeweilige 
Kundenbedarf, der richtige Einsatz 
von Swarovski Produkten sowie die 
Qualität der Kristallapplikation. 
Dieses Serviceangebot wurde 
konzipiert, um unsere umfassende 
Applikationsexpertise in den 
folgenden Bereichen zu vermitteln: 

Beherrschung der wichtigsten 
Techniken, technisches Fachwissen 
über die Swarovski Produkte, 
Verfahrenstechnikkompetenz 
sowie unsere Erfahrung mit 
Applikationsinstrumenten 
in Verbindung mit 

Angestrebte Ziele (abhängig vom jeweils gewählten Servicepaket):
Vermeidung erhöhter 
Entwicklungskosten dank 
technischen Inputs im Bezug auf: 

	− die korrekte Wahl der Swarovski 
Produkte

	− den richtigen technischen Aufbau
	− die korrekte Applikationstechnik
	− die richtige Einbindung eines 

Applikationsprozesses in das 
gesamte Prozessumfeld

	− das Applikationsprozess-Setup

Vermeidung von Preisreklamationen 
dank technischen Inputs im Bezug 
auf:

	− die korrekte Positionierung 
und Anordnung von Swarovski 
Produkten

	− Schulung von Qualitätskontrollen 
der Kristallapplikationen

	− Langlebigkeit der Ausstattung 
und Werkzeuge des Kunden 

Vermeidung erhöhter 
Personalentwicklungskosten durch: 

	− Mitarbeiterschulung 
in geeigneten 
Applikationstechniken

	− Aufbau technischer 
Grundkenntnisse als Basis für 
unabhängiges Arbeiten 
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Swarovski Products and  
suitable Application Techniques
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Round Stones � � �

Flat Backs No Hotfix � � �

Flat Backs Hotfix �

Sew-on Articles � �

Crystal Buttons � �

Fancy Stones � � �

Beads � 1 �

Crystal Pearls �4 �4 � 1 �

Pendants � � 1 �

Crystal
Transfers

Hotfix Transfers �

Crystal-IT Infinity �

Crystal 
Textures

with Hotfix film � �

with Coldfix film �

with IT film �

with Removeable foil �

with Foil Overlay Hotfix � � �

Linked 
Crystal 
Components

Crystal Mesh � � � 3 �

Cupchains � 5 � � �

Multirow Cupchains � � � �

Crystal Fishnet Bandings � �

Crystal 
Rivets and 
Rose Pins

Crystal Rivets �

Rose Pins �

1	 These products should be sewn by hand

2	� Only for Foil Overlay

3	� Crystal Fine Mesh, Crystal Mesh Colorée & Crystal Mesh Colorée 

Mini has a very tight structure and should therefore be sewn by hand

4	� Only for no hole and half hole pearl

5	� Only unplated cupchains can be used for soldering

Application Partner Netzwerk
Als Unternehmen mit einem 
internationalen Vertriebsnetz 
und ausgeprägter Marktkenntnis 
hat Swarovski ein umfassendes 
Bild von weltweit existierenden 
Applikationsbetrieben und deren 
Serviceleistungen.
Auf Basis dieses Wissens hat Swarovski 
ein globales Partnernetzwerk 
aufgebaut. Diese Partner bieten ein 
breites Angebot an technischen und 
produktbezogenen Serviceleistungen 
sowie maßgeschneiderte 
Produktionslösungen. 

Um sich für das Partnernetzwerk zu 
qualifizieren und Zugang zu erhalten, 
müssen gewisse Kriterien hinsichtlich 
Applikationstechniken, Know-how 
sowie Produktkenntnisse seitens der 
Application Partner erfüllt sein.
Die Application Partner unterstützen 
Sie mit einem umfassenden Angebot 
an Applikationstechniken, wie z. B. 
Kleben, Hotfix Applikation, Nähen, 
Sticken oder Mechanische Applikation. 
Zusätzlich gibt es eine Vielzahl an 
Partnern, die technisch komplexe 
Lösungen, wie Flat Back Leather 
oder die automatische Applikation 

von Rivets durchführen können. Der 
Servicekatalog unserer Partner reicht 
von Produkt- und Designberatung über 
Prototyping bis hin zur Umsetzung der 
Produktion, und stellt einen wichtigen 
Bestandteil der kundenorientierten 
Perspektive des Unternehmens dar.

Sollten Sie Interesse haben ein 
Partner zu werden oder einen 
Application Partner suchen, gibt 
es die Möglichkeit auf unserer 
SWAROVSKI-PROFESSIONAL.COM 
ein Kontaktformular auszufüllen oder 
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Round Stones

Round Stones are incredibly versatile, loose elements, with many possessing a pointed 
reverse side allowing for effortless application in pre-set cavities or metal claws. 
Featuring various cuts, and an extensive range of sizes, the assortment encompasses the 
XERO Chaton, the smallest existing size, and the innovative XIRIUS Chaton, renowned for 
its unparalleled brilliance in a celebration of high art and technical expertise. 

Merging a gemstone-inspired cut with richly varied colors, and PlatinumPRO colored foiling 
for exceptional durability, XIRIUS ensures crystals come one step closer to a diamond.

Flat Backs No Hotfix

Flat Backs No Hotfix are loose crystals backed with platinum foiling for extra brilliance, 
and protection. Available in a multitude of sizes, colors, shapes and cuts, they are easy to 
apply to a variety of carrier materials using standard one or two component glues.

The most coveted and famous item in this product group is article 2088 XIRIUS Rose. 
Incredibly progressive, and completely unique, multi-layer cutting technology is used to 
create the inspiring XIRIUS star design allowing for superior shine and rich, well-balanced 
light refraction redefining the market standard.

A reflection of Swarovski's innovation expertise is the 1098 Xirius Light, a groundbreaking 
hybrid that fuses our most exceptional Swarovski cuts. Combining the height and weight 
of a Flat Back with additional 8 facets on its backside, it possesses the vigor of a Chaton 
while maintaining the convenient application of a Flat Back. Swarovski‘s outstanding 
quality is underlined by the highest precision in table size, and diameter.

Flat Backs Hotfix

Flat Backs Hotfix possess a flat reverse side, and are pre-coated with a heat sensitive 
glue. They are easily applied to a large range of textiles producing a shimmering, durable 
and long-lasting design.

The captivating beauty of the Flat Back Rose, Xilion and Xirius Rose is crafted by a 
unique silver mirror coating on its reverse side, resulting in amplified light refleciton and 
a warmer appearance. The most coveted and famous item in this product group is article 
2078 XIRIUS Rose. Incredibly progressive, and completely unique, multi-layer cutting 
technology is used to create the inspiring XIRIUS star design, allowing for superior shine, 
and rich, well-balanced light refraction, redefining the market standard. Swarovski‘s 
outstanding quality is underlined by the highest precision in table size and diameter.

Sew-on Articles &  
Crystal Buttons

Sew-On Articles are loose crystals with holes offering convenient sewing options, either 
sewn by hand, or applied with a standard or industrial embroidery sewing machine. 
Effortlessly attached to various textiles, they craft beautiful creative embellishment 
possilbities. The standout products within this product group are the art. 3188 XIRIUS 
Lochrose and art. 3288 XIRIUS Sew-on Stones. Completely unique, these items boast 
innovative multi-layer cutting technology to create the inspiring XIRIUS star design, setting 
them apart as the most progressive and distinctive designs available in the market.

Fancy Stones

Fancy Stones are available in a wide range of inspiring shapes from traditional gemstone-
inspired cuts to progressive, contemporary stones. Available in a captivating assortment 
of various sizes and colors, they offer endless creative possiblity. Showing either a faceted 
or non-flat reverse side, Fancy Stones can be glued into pre-cast cavities or used in metal 
settings. With their precision-cut facets, Fancy Stones deliver unparalleled brilliance to 
infuse designs with a uniquely captivating shine.

General Product Information

This list offers an overview of 
Swarovski products that are 
suitable for the application 

methods described. Product 
categories/descriptions are 
based on the 2023 Collection.
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SWAROVSKI PRODUKTE UND  
GEEIGNETE APPLIKATIONSTECHNIKEN
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Round Stones � � �

Fancy Stones &  
Settings

Fancy Stones � � �

Settings1 � � � � � 2 �

Beads � 2 �

BeCharmed & 
Pavé

BeCharmed Beads, Pavé 
Balls  
& Pavé Cube

� 2 �

BeCharmed Rondelles, 
Charms, Pavé Pendants & 
Cutie Cutes

� 2 �

Cabochon Pavé �

Crystal Pearls � � � 2 �

Pendants � � 2 �

Flat Backs No Hotfix � � �

Flat Backs 
Hotfix

XILION Rose & XIRIUS Rose  �

Framed Flat Backs �

Creation Stones �

Creation Stones Plus  �

Cabochons & Framed 
Cabochons

�

Sew-on Articles
Sew-on Stones � �

Lochrose � � �

1  �Settings mit Loch: Geeignet für Löten, Galvanisieren, Nähen, Handapplikation; Settings ohne Loch: Geeignet für Löten und Galvanisieren. 

Settings mit einer geschlossenen Rückseite und einem Ring on Top (C-Version): Geeignet für Kleben

2  Diese Produkte eignen sich nicht für die Aufbringung mit einer Nähmaschine.
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Beads

Swarovski Beads set the benchmark for excellence in the market. Meticulously crafted, 
precision-cut with a clear hole, and extraordinary brilliance, the rounded edge of the 
hole reduces the wear on threads to increase design durability. Available in a wide range 
of shapes and cuts, from classically elegant through to playful and modern, they offer 
myriad creative possibilities. 

With a large assortment of vibrant colors, and effects they are predominantly applied 
using beading, wiring, stringing and weaving. Various hole diameters open up new, 
unlimited application, and design possibilities, particularly for apparel and accessories 
embellishment.

Crystal Pearls

Exquisite replicas of natural pearls, the shimmering luster of Crystal Pearls open up 
endless design possibilites. Either used alone or in combination with the vibrant Crystal 
Components collection, they bring grace and elegance to any design. A luxurious 
addition to jewelry, textiles, and even interior décor their soft sheen adapts to skin 
texture. Created from a distinctive core crafted from crystals, they are then enveloped 
with an innovative pearl coating to produce a flawless, silky smooth rounded surface.

Encompassing myriad hues, from timeless classics to contemporary iridescent shades 
in a range of shapes and sizes, our stunning assortment offers unparalleled perfection, 
and extreme versatility. With an extensive selection of hole options, various application 
methods are made possible for seamless design integration: Full Hole Pearl (5810 Crystal 
Round Pearl, 5821 Crystal Pear-Shaped Pearl, 5824 Crystal Rice Pearl, 5841–5844 Crystal 
Baroque Pearls, 5860 Crystal Coin Pearl), Half Hole Pearl (5817 Crystal Cabochon Pearl, 
5818 Crystal Half Hole Pearl, ) and No Hole Pearl (5809 Crystal No Hole Pearl).

Pendants

Exuding timeless elegance, available in a large range of classic, and avant-garde cuts 
and shapes, Pendants are offered in a captivating variety of colors and effects. Unlocking 
multiple design arenas with their easy application – the top hole requires only a jump ring 
or pinch bail with a chain or cord – the diverse size range ensures Pendants are perfect 
for jewelry sets, as well as apparel, and accessories.

Crystal Transfers

Swarovski Crystal Transfers are captivating motifs made from Swarovski Flat Backs 
Hotfix, utilizing XIRIUS and XILION Roses, Creation Stones, as well as Cabochons or 
Metallics in varying designs. 

Able to incorporate up to 18 different elements or colors in the one motif, with a seamless 
and effortless application process for myriad textiles, sparkling creativity has never 
appeared so easy. Swarovski Crystal Transfers prove to be an excellent choice for Hotfix 
application on a wide range of apparel and accessories. Moreover, the self-adhesive 
Crystal IT Transfers can be affixed to hard, non-washable surfaces. 

Our range of Inspirational Motifs is designed to offer a glimpse into the vast array of 
Transfer possibilities, and may be ordered as they are or modified to the customer’s 
desire, with our Design Experts able to assist in realizing any unique customization 
requirement. The assortment is a balanced mix of large and small motifs in all price 
categories, as well as a good representation of all the different elements that can be used 
in Crystal Transfer motifs.
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Self-adhesive 
Elements

Crystal-it Infinity, 
Crystal Fabric-it, 
Crystaltex-it, Crystaltex 
Chaton-it, Crystal Rocks-it, 
Crystal Fine Rocks-it, Crystal 
Ultrafine Rocks-it, Crystal 
Fine Medley-it

�

Crystal Fabric Coldfix,  
Crystal Fine Rocks Coldfix, 
Crystal Rocks Coldfix, 
Crystal Ultrafine Rocks 
Coldfix, Crystal Galuchat 
Coldfix, Crystal Medley 
Coldfix, Crystal Fine Medley 
Coldfix

�

Transfers

XILION Transfers & XIRIUS 
Transfers

�

Creation Transfers �

Creation Transfers Plus  �

Mezzo Transfers �

Cabochon Transfers �

Crystal Diamond Transfers �

Framed Flat Back Transfers  
& Framed Cabochon 
Transfers

�

1  Nicht geeignet für Crystaltex Chaton Bandings

2  Art. 50 002, 50 003 und 50 004 (einreihig)

3  Diese Produkte eignen sich nicht für die Aufbringung mit einer 

Nähmaschine.
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Crystal Textures

Our Crystal Textures solutions offer a uniquely differentiated look to unlock unlimited 
design potential. 

Merging the sparkle and brilliance of crystals into integrated, harmonic designs they 
provide maximum customization flexibility, and highly personalized solutions that 
perfectly fit with our client needs in terms of design freedom, application differentiation, 
and technological advancement. 

These versatile products combine elegant crystals from Swarovski with different gluing 
systems, each optimized for certain carrier materials and fields of application. Swarovski 
Crystal Textures solutions are ideal for use in the textiles, interior design, jewelry, DIY, and 
accessories segments, and offer numerous creative options.

Crystal Fabric is an inventive product, that consists of a carrier material that is 
completely covered with millions of tiny cut and uncut crystals.

Crystal Intarsia gives Crystal Textures a new level of radiance in sensational 3D looks, 
thanks to the fusion of Crystal Fabric, and Flat Backs.

Crystal Rocks, Crystal Fine Rocks and Crystal Ultrafine Rocks, are innovative, and 
stunning design elements that showcase different sizes of double-pointed chatons.

Through the implementation of Graphic technology, Crystal Fabric/Ultrafine Rocks/Fine 
Rocks and Rocks undergo a remarkable transformation, converting any image into a 
dazzling array of crystals.

Offering a remarkable, innovative solution, Crystal Lacquered Foils transform any chosen 
Pantone hue into the Crystal Fabric and Crystal Rocks family, providing a perfect design 
color match.

Available in a wide range of colors and effects, Crystaltex Chaton Bandings craft 
luxurious fashion and design statements adding a touch of excitement to lavish 
ensembles.

Crystal Textures

These versatile products open up a multitude of creative design possibilities through their 
numerous application techniques. They combine elegant crystals from Swarovski that 
can be applied using Hotfix technology with synthetic carrier materials. They are ideal for 
use in the textile, interior design, jewelry, and accessories segments. Synthetic Coldfix is 
a product developed especially for materials that are not suitable for Hotfix application. 
Besides Hotfix application, Crystal Textures Foil Overlay can be applied easily using the 
sewing or gluing technique.

A L L G E M E I N E  I N F O R M AT I O N E N
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Specifications

Side viewFront view Rear view (Pavilion)

Table

Girdle

Pavilion 
(rear side)

Linked Crystal Components
Linked Crystal Components are made of loose crystals linked together, either with thread 
or metal. Divided into three sub-categories: Bandings, Crystal Mesh and Cupchains, they 
are suitable for use in a wide range of segments, from textiles to accessories.

Crystal Mesh 

Crystal Mesh is a flexible metal mesh carrier with integrated loose crystals. The product 
is available in a wide range of colors and casings, either as a Hotfix version, which can be 
applied using heat, or as a No Hotfix version, which can be hand or machine sewn. Crystal 
Mesh has an extremely smooth and graceful look and feel making it ideal for usage in 
apparel, accessories, footwear and jewelry.

Choose from single standard colors, standard motifs, or customize designs by 
incorporating up to nine colors, depending on the mesh type chosen. Crystal Mesh can be 
ordered in sheets or in rows.

First launched in 1993, Swarovski now presents a distinctive range of six Crystal Mesh 
variations, providing unparalleled design flexibility to accommodate a wide array of 
specific creative requirements.

Cupchains
Incorporating a Round Stone, Cupchains have a metal chain base, and are offered in 
a large variety of colors and sizes. They can be soldered, plated, and sewn by hand or 
machine

Bandings
Bandings consist of crystals set into cups that are held together by thread. They are 
available in different thread colors, and can be applied by sewing or gluing. Available in 
different casings, and colors.

Crystal Rivets & Rose Pins

Crystal Rivets and Rose Pins are forward integrated products that can be mechanically 
applied onto different fabrics, leather, or other materials. Offering flexibility and 
versatility in designs, they are bestsellers in textile, footwear and accessory segments, 
due to the wide range of application possibilities.
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Silver Foiling (A)
A silver mirror finish for XIRIUS and XILION Hotfix 
articles only.

Platinum* Pro Foiling (F)
A silver mirror finish that is coated with a platinum-
colored protective layer of the highest quality  
(e.g. art. 4120).

Aluminum Foiling (M)
An aluminum mirror finish is applied using a 
vacuum coating process (e.g. art. 2303 Flat 
 Back HF).

Protective Layer (P) for Beads and Pendants
Protective layer is a transparent lacquer system 
that is applied over the effects. This lacquer is 
designed to protect the effects from scratches, 
fingerprints, and other damage, and also helps to 
prevent moisture that can lead to corrosion (e.g. 
perspiration) penetrating into the effect layer when 
jewelry is designed to incorporate crystals that are 
not set in casings/settings.

Unfoiled (U)

Effects
Vacuum Coating Effects
Vacuum coating processes on the outside of crystals 
produce either a special surface or a translucent effect, 
according to the application methods used. 
Please find below a list of all Swarovski effects followed by 
an explanation of the special vacuum coating processes.

 
Surface Effects 
(Vacuum coating on the front side of the crystal)

EFFECT CODE	 NAME

AB 	 Aurore Boreale
ANTP 	 Antique Pink
BLSH	 Blue Shade
CAL 	 Comet Argent Light
GSHA	 Golden Shadow
HEM 	 Hematite (only on Jet)
LTCH	 Light Chrome
MLGLD	 Metallic Light Gold
METSH	 Metallic Sunshine
MOL	 Moonlight
NIFA	 Nightfall
PARSH	 Paradise Shine
ROGL	 Rose Gold
SHIM	 Shimmer
SSHA	 Silver Shade

TRA 	 Transmission

Translucent Effects
(Vacuum coating on the reverse side of the crystal, effect 
shines through the transparent crystal)

EFFECT CODE	 NAME

BBL 	 Bermuda Blue
HEL 	 Heliotrope
IGNIT	 Ignite
SINI	 Silver Night
VL 	 Vitrail Light
VM 	 Vitrail Medium
VOL 	 Volcano

Crystal LacquerPRO Effects
A premium opaque varnish that is applied to the reverse 
side of the crystal instead of foiling, resulting in an 
opalescent appearance.

Crystal LacquerPRO Ignite Effects
EFFECT CODE	 NAME

001 L165I	 Crystal Agave Ignite
001 L111I	 Crystal Dark Grey Ignite
001 L166I	 Crystal Denim Ignite
001 L162I	 Crystal Flamingo Ignite
001 L164I	 Crystal Linen Ignite
001 L152I	 Crystal Mango Ignite  
001 L160I	 Crystal Maroon Ignite

*Silver mirror coated with a platinum colored protective layer.

Foiling
Foiling is the process of mirror coating the reverse side of 
the crystals.
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Round Stones

Round Stones sind lose Kristallelemente. Die meisten haben eine spitze Rückseite und sind 
daher leicht zu applizieren – entweder in Krallenfassungen aus Metall oder vorgefertigten 
Kavitäten aus druckgegossenen Metalllegierungen. 
Das Sortiment umfasst eine große Auswahl unterschiedlichster Schliffe, darunter der 
innovative XIRIUS Chaton.

Fancy Stones & Settings

Fancy Stones gibt es in unzähligen Formen von klassischen Edelsteinschliffen bis 
extravaganten Trendschliffen. Sie sind in einer Vielzahl unterschiedlicher Größen und 
Farben erhältlich. Mit ihrer entweder facettierten oder flachen Rückseite können Fancy 
Stones in vorgeformte Kavitäten geklebt oder in Metallfassungen gesetzt werden. Die 
präzise geschliffenen Facetten garantieren höchste Brillanz und inspirieren einzigartig 
funkelnde Designideen.

Beads

Das Bead-Sortiment bietet den höchsten erhältlichen Standard. Der hochpräzise Schliff 
und die klare Bohrung sorgen für höchste Brillanz und Reinheit. Abgerundete Lochränder 
reduzieren die Abnutzung an Fäden und verlängern die Lebensdauer von Designs. Das 
Sortiment gliedert sich in klassische, romantische und moderne Bead-Formen. Die Beads 
sind in aktuellen Trendfarben, Effekten und Schliffen erhältlich.

BeCharmed & Pavé

Das BeCharmed Sortiment bietet neben einer funkelnden Farbpalette auch unbegrenzte 
Kombinationsmöglichkeiten. Alle Produkte dieser einzigartigen Linie bestehen aus 
einem hochwertigen Edelstahlkern mit Swarovski Schriftzug und 4,5 mm Bohrung, 
der Standardgröße für alle Charm-Konzepte. Das macht die BeCharmed Produkte zu 
beliebten Sammelobjekten.

Crystal Pearls

Crystal Pearls sind perfekte Perlenimitationen. Sie bestehen aus einem besonderen 
Kristallkern, ummantelt mit einem innovativen Perlenüberzug für eine makellose, 
seidig-glatte, runde Oberfläche. Es gibt sie in einer Vielzahl an Formen, Größen und 
Farben, die entweder lose aufgefädelt oder auf Wunsch auch geknotet geliefert werden. 

Pendants

Pendants besitzen zeitlose Eleganz und sind in einer großen Auswahl an klassischen wie 
modernen Schliffen und Formen sowie in zahlreichen Farben und Effekten erhältlich. 
Pendants bieten eine große Vielzahl an Designmöglichkeiten für verschiedene Segmente. 
Über das Loch an der Oberseite sind Pendants einfach über einen Jumpring oder eine 
Anhängeröse an einer Kette oder Kordel zu befestigen. 

Flat Backs No Hotfix

Flat Backs No Hotfix sind lose Kristallelemente. Die Platinum-Similisierung auf der 
Rückseite bietet eine hohe Brillanz und besonders guten Schutz. Flat Backs No Hotfix 
lassen sich leicht mittels Ein- oder Zwei-Komponenten-Kleber auf einer Vielzahl an 
Trägermaterialien applizieren. Sie sind in einer reichen Auswahl an Größen, Farben, 
Formen und Schliffen erhältlich.

Flat Backs Hotfix

Flat Back Hotfix sind lose Kristallelemente mit einer flachen Rückseite, auf die eine 
Schicht hitzeempfindlicher Kleber aufgetragen wurde. Diese Flat Backs lassen sich leicht 
mittels Hitze auf einer Vielzahl an Trägermaterialien applizieren – für einen haltbaren 
und langlebigen Kristalleffekt. Flat Backs Hotfix sind in einer großen Auswahl an Größen, 
Farben, Formen und Schliffen erhältlich.

Sew-on Articles

Sew-on Artikel sind lose Kristalle, die sich leicht (von Hand oder mit gängigen Haushalts- 
oder industriellen Stick- und Nähmaschinen) auf jede Art von Textilien oder Accessoires 
aufnähen lassen. Sew-on Artikel gibt es mit zwei Löchern und mit runden, ovalen oder 
dreieckigen Löchern für eine Vielzahl an dekorativen Applikationsmöglichkeiten, für 
feine Stickarbeiten oder sogar Schmuck. Lochrosen sind Kristalle mit nur einem Loch. 
Sew-on Artikel haben beidseitig abgerundete Ränder um die Bohrung, die die Fäden vor 
Abnutzung schützen. 

ALLGEMEINE PRODUKTINFORMATIONEN

Diese Liste bietet einen Überblick 
über Swarovski Produkte, 
die für die beschriebenen 
Applikationsmethoden geeignet 

sind. 
Die Produktkategorisierungen 
bzw. Erklärungen dazu basieren 
auf der Collection 2018.
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001 L171I	 Crystal Orchid Ignite
001 L159I	 Crystal Orange Ignite
001 L170I	 Crystal Pine Green Ignite
001 L161I	 Crystal Purple Ignite
001 L163I	 Crystal Sky Ignite
001 L168I	 Crystal Soft Mint Ignite
001 L167I	 Crystal Soft Rose ignite
001 L169I	 Crystal Soft Yellow Ignite

Crystal LacquerPRO DeLite Effects
EFFECT CODE	 NAME

001 L149D	 Crystal Dusty Pink DeLite
001 L106D	 Crystal Ivory Cream DeLite
001 L142D	 Crystal Laguna DeLite
001 L144D	 Crystal Lavender DeLite
001 L145D	 Crystal Lotus Pink DeLite
001 L143D	 Crystal Ocean DeLite
001 L146D	 Crystal Orange Glow DeLite
001 L110D	 Crystal Royal Blue DeLite
001 L107D	 Crystal Royal Red DeLite
001 L150D	 Crystal Serene Gray DeLite
001 L147D	 Crystal Silky Sage DeLite

Crystal Electric LacquerPRO Effects 
Neon-inspired lacquer colors that glow  
under the UV-Light
EFFECT CODE	 NAME

001 L134I	 Crystal Electric Blue
001 L135I	 Crystal Electric Green
001 L136I	 Crystal Electric Orange
001 L137I	 Crystal Electric Pink
001 L148I	 Crystal Electric Violet
001 L139I	 Crystal Electric White
001 L138I	 Crystal Electric Yellow

Variations on Surface Effects

2x
Both sides of the stone are treated with an effect  
(e.g. art. 5328 AB 2x).

B
Effects on three sides of a cube shape  
(e.g. art. 5601 AB B).

V
The effect is used in reverse. A surface effect is 
used like a translucent effect (e.g. art. 2303 NoHF 
GSHA V - Golden Shadow on resevse side). 

Z
Only a part of the stone is treated with an effect  
(e.g. art. 4869 CAVZ (Comet Argent Light V Z)).

CAL´ V ´SI & CAL´ VZ ´SI 
The effect CAL (Comet Argent Light) effect is also 
used as a mirror coating on the reverse side of the 
crystal instead of standard foilings (A, F, etc.) in 
special cases.

/G 
Article with a partly (PF) or fully frosted (FF) 
surface.

Special Surface Effects

Swarovski has been able to achieve special surface effects 
by using special chemical and mechanical processes on 
the surface of the crystals.

EFFECT CODE	 NAME

MAT	 Matt Finish

The Matt Finish effect is achieved by performing a 
chemical matting process on the entire surface of the 
crystal. Small variations in the size of the articles may 
occur as a result of this chemical process.

Self-adhesive Elements
Self-adhesive Elements sind auffallende und verarbeitungsfertige Produkte die sowohl 
selbsthaftend als auch selbstklebend sind. Auf Trägermaterialien appliziert entstehen 
elegante, romantische und sportliche Designs.

Transfers

Transfers sind ideal für die Hotfix Applikation auf verschiedenste Arten von Textilien. 
Erhältlich in einer großen Auswahl an Motiven und in unterschiedlicher Reihenanzahl, 
bestehen sie aus Kristallen aus dem Flat Back Hotfix Sortiment. Die Designs werden vom 
Inhouse-Designteam entworfen und mit XIRIUS oder XILION Rosen, Creation Stones oder 
Cabochons umgesetzt.

Synthetics 

Diese vielseitigen Produkte mit ihren breit gefächerten Applikationsmöglichkeiten 
eröffnen eine Reihe kreativer Gestaltungsarten. Sie verbinden Kristall mit synthetischen 
Trägermaterialien und können mittels Hotfix appliziert werden. Synthetics Hotfix Produkte 
eignen sich besonders für den Textil-, Interiordesign-, Schmuck- und Accessoirebereich. 
Synthetic Coldfix ist ein Produkt, welches speziell für die Anwendung auf Materialen, 
welche nicht für eine Hotfix-Applikation geeignet sind, entwickelt wurde. Neben 
der Hotfix Applikation kann Synthetic Foil Overlay einfach mit der Nähtechnik oder 
Klebetechnik appliziert werden.

Plastic Trimmings

Plastic Trimmings sind Trägermaterialien aus Plastik, in die Kristalle eingearbeitet sind. 
Diese vielseitigen Produkte können von Hand oder maschinell aufgenäht oder auf 
verschiedenste Flächen aufgeklebt werden. Es werden unterschiedliche Farben sowohl 
der Bandings als auch der Kristalle angeboten.

Crystal Buttons
Crystal Buttons können genau wie Standardknöpfe verwendet werden. Das 
Produktsortiment kann für Hemden, Blusen, Jacketts und Mäntel, sowie für Denim und 
Accessoires verwendet werden. Sie können von Hand oder maschinell appliziert werden.

Metal Trimmings

Metal Trimmings gehören zu den vorwärtsintegrierten Produkten aus Metall. Sie 
können entweder von Hand oder maschinell aufgenäht oder mechanisch auf 
Textilien oder andere Materialien appliziert werden. Metal Trimmings zählen zu den 
Bestsellern im Textil-, Schuh- und Accessoirebereich, denn mit ihren zahlreichen 
Applikationsmöglichkeiten können sie auf verschiedenste Arten eingesetzt werden.

Crystal Mesh

Crystal Mesh ist ein flexibles Metallgeflecht, in das lose Kristalle eingesetzt sind. Das 
Produkt ist verfügbar in vielen verschiedenen Farben und Fassungen, entweder als Hotfix-
Ausführung, die mittels Hitze appliziert, oder als No Hotfix-Version, die von Hand oder 
maschinell angenäht wird. 

Cupchains & Findings

Dabei handelt es sich um Metallketten und Zubehörteile, mit denen Round Stones, Fancy 
Stones in individuelle Designs eingearbeitet werden können. Sie gliedern sich in sieben 
Unterkategorien:  
Single Stone Settings, Cupchains und Brass Components, Multi Stone Settings, Channels, 
Rondelles und Linked Findings. 
Jede dieser Produktkategorien gibt es in einer großen Bandbreite an Formen, Größen, 
Farben und Beschichtungen. 

Kristallspezifikationen

Seitenansicht Ansicht von oben Ansicht von unten (Pavillon)

Pavillon 
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Colors

Crystal
001

White Opal
234

Light Silk
261

Silk
391

Light Peach
362

Rosaline
508

Rose Water Opal
395

Vintage Rose
319

Blush Rose
257

Light Rose
223

Rose Peach
262

Padparadscha
542

Indian Pink
289

Rose
209

Fuchsia
502

Light Siam
227

Scarlet
276

Indian Siam
327

Siam
208

Ruby
501

Burgundy
515

Amethyst
204

Iris
219

Light Amethyst
212

Violet
371

Provence Lavender
283

Tanzanite
539

Purple Velvet
277

Light Azore
361

Aquamarine
202

Light Sapphire
211

Sapphire
206

Capri Blue
243

Majestic Blue
296

Cobalt
369

Dark Indigo
288

Montana
207

Denim Blue
266

Indicolite
379

Light Turquoise
263

Blue Zircon
229

Erinite
360

Chrysolite
238

Peridot
214

Citrus Green
337

Fern Green
291

Emerald
205

Jonquil
213

Light Topaz
226

Sunflower
292

Golden Topaz
1003

Light Colorado Topaz
246

Topaz
203

Light Amber
1002

Smoked Amber
1001

Greige
284

Black Diamond
215

Graphite
253

Jet
280

Effects

Crystal Moonlight
001 MOL

Crystal Shimmer
001 SHIM

Crystal Transmission 
Hotfix Transparent
001 TRA HFT

Crystal Aurore Boreale
001 AB

Crystal Antique Pink
001 ANTP

Crystal Vitrail Light
001 VL

Crystal Paradise Shine
001 PARSH

Crystal Vitrail Medium
001 VM

Crystal Volcano
001 VOL

Crystal Heliotrope
001 HEL

Crystal Bermuda Blue
001 BBL

Crystal Blue Shade
001 BLSH

Crystal Golden Shadow
001 GSHA

Crystal Metallic Sunshine
001 METSH

Crystal Rose Gold
001 ROGL

Crystal Metallic Light Gold
001 MLGLD

Crystal Light Chrome
001 LTCH

Crystal Comet Argent Light
001 CAL

Crystal Silver Shade
001 SSHA

Crystal Silver Night
001 SINI

Jet Hematite
280 HEM
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Crystal LacquerPRO  
Effects
Crystal LacquerPRO DeLite  
Effects

Crystal Ivory Cream DeLite
001 L106D

Crystal Dusty Pink DeLite
001 L149D

Crystal Orange Glow DeLite
001 L146D

Crystal Lotus Pink DeLite
001 L145D

Crystal Royal Red DeLite
001 L107D

Crystal Lavender DeLite
001 L144D

Crystal Ocean DeLite
001 L143D

Crystal Royal Blue DeLite
001 L110D

Crystal Laguna DeLite
001 L142D

Crystal Silky Sage DeLite
001 L147D

Crystal Serene Gray DeLite
001 L150D

Crystal LacquerPRO Ignite  
Effects

Crystal Linen Ignite
001 L164I

Crystal Soft Rose ignite
001 L167I

Crystal Flamingo Ignite
001 L162I

Crystal Orange Ignite
001 L159I

Crystal Maroon Ignite
001 L160I

Crystal Orchid Ignite
001 L171

Crystal Purple Ignite
001 L161I

Crystal Sky Ignite
001 L163I

Crystal Denim Ignite
001 L166I

Crystal Pine Green Ignite
001 L170I

Crystal Agave Ignite
001 L165I

Crystal Soft Mint Ignite
001 L168I

Crystal Soft Yellow Ignite
001 L169I

Crystal Mango Ignite
001 L 152I

Crystal Dark Grey Ignite
001 L111I

Crystal Electric LacquerPRO  
Effects

Crystal Electric White
001 L139I

Crystal Electric Orange
001 L136I

Crystal Electric Pink
001 L137I

Crystal Electric Violet
001 L148I

Crystal Electric Blue
001 L134I

Crystal Electric Green
001 L135I

Crystal Electric Yellow
001 L138I

G E N E R A L I N FO R M ATI O N
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Shimmer Effects

White Opal Shimmer
234 SHIM

Silk Shimmer
391 SHIM

Rose Water Opal Shimmer
395 SHIM

Light Rose Shimmer
223 SHIM

Rose Shimmer 
209 SHIM

Fuchsia Shimmer
502 SHIM

Light Siam Shimmer
227 SHIM

Scarlet Shimmer
276 SHIM

Siam Shimmer 
208 SHIM

Amethyst Shimmer
204 SHIM

Light Amethyst Shimmer
212 SHIM

Tanzanite Shimmer
539 SHIM

Aquamarine Shimmer 
202 SHIM

Light Sapphire Shimmer
211 SHIM

Blue Zircon Shimmer
229 SHIM

Erinite Shimmer
360 SHIM

Peridot Shimmer
214 SHIM

Emerald Shimmer
205 SHIM

Light Topaz Shimmer
226 SHIM

Light Colorado Topaz Shimmer
246 SHIM

Topaz Shimmer
203 SHIM

Black Diamond Shimmer
215 SHIM

Jet Shimmer
280 SHIM

AB Effects

Light Rose Aurore Boreale
223 AB

Rose Aurore Boreale
209 AB

Fuchsia Aurore Boreale
502 AB

Light Siam Aurore Boreale
227 AB

Siam Aurore Boreale
208 AB

Amethyst Aurore Boreale
204 AB

Iris Aurore Boreale
219 AB2

Violet Aurore Boreale
371 AB

Purple Velvet Aurore Boreale
277 AB

Aquamarine Aurore Boreale
202 AB

Light Sapphire Aurore Boreale
211 AB

Sapphire Aurore Boreale
206 AB

Capri Blue Aurore Boreale
243 AB

Blue Zircon Aurore Boreale
229 AB

Peridot Aurore Boreale
214 AB

Fern Green Aurore Boreale
291 AB

Jonquil Aurore Boreale
213 AB

Light Topaz Aurore Boreale
226 AB

Jet Aurore Boreale
280 AB

Ignite Effects

Crystal Ignite
001 IGNIT

Light Rose Ignite
223 IGNIT

Scarlet Ignite
276 IGNIT

Amethyst Ignite
204 IGNIT

Aquamarine Ignite
202 IGNIT

Emerald Ignite
205 IGNIT

Light Colorado Topaz Ignite
246 IGNIT

Nightfall Effects

Siam Nightfall
208 NIFA

Capri Blue Nightfall
243 NIFA

Emerald Nightfall
205 NIFA

Graphite Nightfall
253 NIFA

Cabochons

Crystal White Pearl
001 650

Crystal Nacre
001 191

Crystal Creampearl
001 291

Crystal Golden Shadow
001 GSHA

Crystal Rosaline Pearl
001 294

Crystal Dark Grey Pearl
001 617

Jet
280

Jet Hematite
280 HEM

Rimmed Flat Backs

Jet Light Chrome Z
280 LTCHZ
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Sizes

Various measurement abbreviations are used to classify the jewelry stones.

PP, SS
Pearl Plate (PP), Sieve Size or Stone Size (SS) for round 
crystals.

mm
Metric figures in millimeters for components and 
geometric forms.

PP 0
0.70–0.80 mm

PP 1 (SS 000)
0.80–0.90 mm

PP 2 (SS 00)
0.90–1.00 mm

PP 3 (SS 0)
1.00–1.10 mm

PP 4 (SS 1)
1.10–1.20 mm

PP 5 (SS 2)
1.20–1.30 mm

PP 6 (SS 2)
1.30–1.35 mm

PP 7 (SS 3)
1.35–1.40 mm

PP 8 (SS 3)
1.40–1.50 mm

PP 9 (SS 4)
1.50–1.60 mm

PP 10 (SS 4) 
1.60–1.70 mm

PP 11 (SS 5)
1.70–1.80 mm

PP 12 (SS 5)
1.80–1.90 mm

PP 13 (SS 6)
1.90–2.00 mm

PP 14 (SS 6)
2.00–2.10 mm

PP 15 (SS 7)
2.10–2.20 mm

PP 16 (SS 7)
2.20–2.30 mm

PP 17 (SS 8)
2.30–2.40 mm

PP 18 (SS 8)
2.40–2.50 mm

PP 19 (SS 9)
2.50–2.60 mm

PP 20 (SS 9)
2.60–2.70 mm

PP 21 (SS 10)
2.70–2.80 mm

PP 22 (SS 10)
2.80–2.90 mm

PP 23 (SS 11)
2.90–3.00 mm

PP 24 (SS 12)
3.00–3.20 mm

PP 25 (SS 13)
3.20–3.30 mm

PP 26 (SS 13)
3.30–3.40 mm

PP 27 (SS 14)
3.40–3.50 mm

PP 28 (SS 14)
3.50–3.60 mm

PP 29 (SS 15)
3.60–3.70 mm

PP 30 (SS 15)
3.70–3.80 mm

PP 31 (SS 16)
3.80–4.00 mm

PP 32 (SS 17)
4.00–4.10 mm

PP 33 (SS 17)
4.10–4.20 mm

SS 18
4.20–4.40 mm

SS 19
4.40–4.60 mm

SS 20
4.60–4.80 mm

SS 21
4.80–4.90 mm

SS 22
4.90–5.10 mm

SS 23
5.10–5.27 mm

SS 24
5.27–5.44 mm

SS 25
5.44–5.61 mm

SS 26
5.61–5.78 mm

SS 27
5.78–5.96 mm

SS 28
5.96–6.14 mm

SS 29
6.14–6.32 mm

SS 30
6.32–6.50 mm

SS 31
6.50–6.68 mm

SS 32
6.68–6.87 mm

SS 33
6.87–7.07 mm

SS 34
7.07–7.27 mm

SS 35
7.27–7.48 mm

SS 36
7.48–7.70 mm

SS 37
7.70–7.93 mm

SS 38
7.93–8.16 mm

SS 39
8.16–8.41 mm

SS 40
8.41–8.67 mm

SS 41
8.67–8.95 mm

SS 42
8.95–9.23 mm

SS 43
9.23–9.53 mm

SS 44
9.53–9.85 mm

SS 45
9.85– 
10.19 mm

SS 46
10.19– 
10.54 mm

SS 47
10.54– 
10.91 mm

SS 48
10.91–
11.30 mm

SS 49
11.30–
11.72 mm

SS 50
11.72–
11.97 mm

SS 55
12.97–
13.22 mm

SS 60
14.22–
14.47 mm

SS 65
15.47–
15.72 mm

SS 70
16.72–
16.97 mm

SS 75
17.97–
18.22 mm
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Swarovski offers an ideal product 
selection for soldering, allowing 
for simple and problem-free 
production of state-of-the-art 
poducts. Further techniques such 
as stone setting and plating 
complement the comprehensive 
and diverse application options 
offered by Swarovski.

24 Product Overview
24 Machines and Tools
26 Suppliers
27 Application
38 Quick Assistance

Soldering, Stone Setting, 
and Plating
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LÖTEN, FASSEN UND  
GALVANISIEREN

Swarovski bietet für die 
Applikations-technik Löten 
eine perfekte Produktauswahl 
und ermöglicht so die einfache 
und problemlose Herstellung 
modernster Schmuckstücke und 
Accessoires.Weiterführende 
Applikationsschritte wie 
Galvanisieren und Fassen 

24 Produktübersicht
24 Maschinen und 

Werkzeuge
26 Lieferanten
27 Applikation
39 Schnellhilfe
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Micro soldering kit Propane gas burner Blow torch

Product Overview
The following products are 
suitable for soldering, stone 
setting, and plating:

Machines and tools

SOLDERING1 STONE SETTING PLATING1

Round Stones �

Fancy Stones �

Flat Backs No Hotfix �

Cupchains � �

Multi-Row Cupchains � �

1	 It is recommended to use the unplated version (Z) of Cupchains.

The following machines, tools and 
aids can be used for soldering 
Swarovski crystals:

L Ö T E N ,  F A S S E N  U N D  G A LVA N I S I E R E N
P
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Mikro-Löt-Schweißanlage Propangas Brenner Lötlampe

PRODUKTÜBERSICHT
Die folgenden Produkte sind 
für das Löten, Fassen und 
Galvanisieren geeignet:

MASCHINEN und WERKZEUGE

LÖTEN² FASSEN GALVANISIEREN²

Round Stones �

Fancy Stones �

Settings¹ � � �

Flat Backs No Hotfix �

Cupchains & Findings � �

1	 Mit Februar 2017 ist das neue Basismaterial für Swarovski Settings  Tombak (Legierung: CuZn15, gemäß DIN EN 10204). 

2	 Wir empfehlen die unbeschichteten Varianten (Z) von Settings, Cupchains und Findings zu verwenden.

Die nachstehenden Maschinen, 
Werkzeuge und Hilfsmittel werden 
für das Löten von Swarovski 
Kristallen benötigt:
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Solder paste 
Solder paste containing flux must be 
applied at exactly the right spot to 
create a clean solder joint.

Solder wire 
It is recommended that solder wire with 
a flux core is used, which guarantees 
an even flow of solder.

Solder pellets 
Solder pellets should be placed in 
an acid flux before being used. This 
ensures that the solder will flow 
correctly.

Soldering molds 
J-board, express cement, impression 
material, putty

Polishing machine Gloves

Protective eyewear
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Lötpaste
Lötpasten mit integriertem Flussmittel 

sollten punktgenau aufgetragen 
werden, um einen sauberen 
Lötspalt zu erhalten.

Lötdraht
Es wird die Verwendung eines 

Lötdrahts mit Flussmittelseele 
empfohlen, denn diese garantiert 
einen gleichmäßigen Fluss des Lots.

Lötpellets
Bitte darauf achten, die Lötpellets 

vor der Verwendung in saures 
Flussmittel zu geben. Dadurch wird 
der richtige Fluss des Lötmittels 
sichergestellt.

Lötformen 
J-Board, Express Cement, 
hitzebeständiges Abformmaterial

Poliermaschine Handwerkzeug zum Schliessen von 
Fassungen 
Mit dem auswechselbaren 
Handwerkzeug zum Schliessen 
von Fassungen ist das Setzen 
von Kristallen in den Größen 6 
mm, 8,5 mm, 10 mm, 11 mm oder 
12 mm in leere Kesselketten oder 
Schmuckfassungen sehr einfach.

Handschuhe Schutzbrille
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Suppliers 
This list provides an overview of 
selected suppliers worldwide.

MACHINES & TOOLS SUPPLIER CONTACT

Micro soldering kit Horbach
Rio Grande

www.horbach-giesstechnik.de
www.riogrande.com

Propane gas burner Horbach
Rio Grande

www.horbach-giesstechnik.de 
www.riogrande.com

Blow torch Rio Grande 
Siegfried Remschnig 
SRA Soldering Products

www.riogrande.com
www.remschnig.at
www.sra-solder.com

Solder wire Alpha
Ögussa
Rio Grande 
SRA Soldering Products

www.alphaassembly.com
www.oegussa.at
www.riogrande.com
www.sra-solder.com

Soldering paste Alpha
Ögussa
Rio Grande
SRA Soldering Products

www.alphaassembly.com
www.oegussa.at
www.riogrande.com
www.sra-solder.com

Solder pellets Ögussa
Rio Grande
SRA Soldering Products

www.oegussa.at
www.riogrande.com
www.sra-solder.com

Flux Alpha
Ögussa
Rio Grande
SRA Soldering Products

www.alphaassembly.com
www.oegussa.at
www.riogrande.com
www.sra-solder.com

J-board (solder mold) SRA Soldering Products www.sra-solder.com

Impression material / (dental) putty 3M www.3m.com

Settings E.H. Ashley & Company, Inc.
Franz Simm Metall- und Zinkdruckgusswaren GmbH
Rio Grande
Snow Findings Company
Whiting & Davis

www.ehashley.com
www.simm-metallwaren.de
www.riogrande.com
www.snowfindings.com
www.whitinganddavis.com
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LIEFERANTEN
Diese Liste bietet einen Überblick 
über weltweit ausgewählte 
Lieferanten.

MASCHINEN & WERKZEUGE LIEFERANT KONTAKT

Mikro-Löt-Schweißanlage Horbach
Rio Grande

www.horbach-giesstechnik.de
www.riogrande.com

Propangas Brenner Horbach
Rio Grande

www.horbach-giesstechnik.de 
www.riogrande.com

Lötlampe Rio Grande 
Siegfried Remschnig 
SRA Soldering Products

www.riogrande.com
www.remschnig.at
www.sra-solder.com

Lötdraht Alpha
Ögussa
Rio Grande 
SRA Soldering Products

www.alpha.alent.com
www.oegussa.at
www.riogrande.com
www.sra-solder.com

Lötpaste Alpha
Ögussa
Rio Grande
SRA Soldering Products

www.alpha.alent.com
www.oegussa.at
www.riogrande.com
www.sra-solder.com

Lötpellets Ögussa
Rio Grande
SRA Soldering Products

www.oegussa.at
www.riogrande.com
www.sra-solder.com

Flussmittel Alpha
Ögussa
Rio Grande
SRA Soldering Products

www.alpha.alent.com
www.oegussa.at
www.riogrande.com
www.sra-solder.com

J-Board (Lötform) SRA Soldering Products www.sra-solder.com

Hitzebeständiges Abformmaterial 3M www.3m.com

Handwerkzeug zum Schliessen von 
Fassungen

Canonicus Epoxy Plus Inc. gracecabral@verision.net

Fassungen Swarovski
E.H. Ashley & Company, Inc.
Franz Simm Metall- und Zinkdruckgusswaren 
GmbH
Josef Bergs GmbH & Co. KG
Rio Grande

www.swarovski-professional.
com
www.ehashley.com
www.simm-metallwaren.de
www.josef-bergs.de
www.riogrande.com
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Application

2	 Strengthen the rear of the original 
model with wire.

1	 Solder the original model. 3	 Press the original model into a 
suitable impression material.

4	 Once the material hardens, the 
original model can be removed.

SOLDERING CLEANINGSTONE SETTING PLATINGSOLDER MOLD  
PRODUCTION

SOLDERING 
PREPARATION

A solder mold is required to reproduce 
production pieces. First the original 
model of the piece is soldered. This is 
then used to make an impression in a 

suitable impression material (J-board, 
express cement). Depending on the 
size of the piece and mold medium, this 
impression can be made several times.

Solder mold production

Note: The solder mold must be designed in such a way that 
hardly any pressure is needed to position the Cupchain 
segment into the mold. The crystals may be damaged if 
there are high levels of mechanical stress on the cups, or if 
they are deformed.
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2	� Rückseitige Verstärkung des 
Urmodells mit Draht.

1	 Löten des Urmodells. 3	� Eindrücken des Urmodells in ein 
geeignetes Abformmaterial.

4	� Nach Härten der Masse kann das 
Urmodell entnommen werden.

LÖTEN REINIGUNG FASSEN GALVANISIERENHERSTELLUNG LÖTFORM VORBEREITUNG LÖTEN 

Um ein Schmuckstück zu reproduzieren 
wird eine Lötform benötigt. Zuerst 
wird das eigentliche Urmodell des 
gewünschten Schmuckstücks gelötet. 

Mit diesem wird anschließend ein 
Abdruck in einem dafür geeigneten 
Medium erzeugt (z. B. J-Board, Express 
Cement). Ein solcher Abdruck kann je 

nach Größe des Schmuckstücks oder 
des verwendeten Abdruckmediums 
auch mehrfach erzeugt werden.

HERSTELLUNG LÖTFORM

Hinweis: Die Lötform muss so ausgeführt sein, dass beim 
Einlegen der Kesselkettensegmente in die gewünschte 
Position kaum Druck notwendig ist. Eine hohe mechanische 
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SOLDERING CLEANINGSTONE SETTING PLATINGSOLDER MOLD  
PRODUCTION

SOLDERING 
PREPARATION

NAME COMPOSITION MELTING RANGE SUPPLIER

Envirosafe 96.5% Sn, 3.45% Cu,
1% Sb, 0.05% Ag

215 – 220 °C
419 – 428 °F

www.sra-solder.com

Silox 227 99% Sn, 1% Cu 227 °C
440 °F

www.oegussa.at

Soldering Preparation

Selecting the optimum solder and flux

When selecting solder, the working 
temperatures and flow characteristics 
are particularly important. Solder is 

available from various manufacturers 
in wire form, with or without a flux core, 
as a paste and as pellets.

When soldering Cupchains, solder 
wire with a flux core is more suitable. 
If solder pellets are being processed, 
or the wire used does not have a flux 
core, the flux should be adapted 

according to the solder manufacturer’s 
instructions, while any corrosive effects 
on the foiling should be checked via 
pre-testing. These effects should be 
assessed after plating, as damage 

done during soldering is often only 
visible at this point.
For soldering Cupchains we suggest 
using one of the following lead-free 
solder wires:

Note: Only soldering alloys with a working temperature up to 280 °C (536 °F) 
should be used for soldering Cupchains. The higher the working temperature of 
the solder material used, the more precise workmanship and exact temperature 
control are necessary to avoid damaging the crystal and the foiling.

Materials and tools should be clean, 
and particularly free of any grease, 
to ensure proper application. When 
soldering and plating, adequate 

ventilation is essential. In addition, 
it is recommended that protective 
clothing, protective eyewear and 
protective gloves are worn in line with 

the manufacturer’s safety information 
sheets. Wearing protective gloves also 
prevents tools from getting dirty.
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NAME ZUSAMMENSETZUNG SCHMELZBEREICH LIEFERANT

Envirosafe 96.5% Sn, 3.45% Cu,
1% Sb, 0.05% Ag

215 – 220 °C
419 – 428 °F

www.sra-solder.com

Silox 227 99% Sn, 1% Cu 227 °C
440 °F

www.oegussa.at

VORBEREITUNG LÖTEN 

Auswahl des optimalen Lots und Flussmittels

Für die Lotauswahl sind vor allem 
die Arbeitstemperaturen und die 
Fließeigenschaften von Bedeutung.  

Lote werden in Drahtform, mit oder 
ohne Flussmittelkern, als Paste oder als 

Pellets von verschiedenen Herstellern 
angeboten. 

Für die Verlötung von Kesselketten 
eignen sich am besten Lotdrähte mit 
integriertem Flussmittelkern. Falls 
Lötpellets verarbeitet werden oder 
der verwendete Draht nicht über 
einen Flussmittelkern verfügt, sind 

die Flussmittel nach Vorgaben der 
Hersteller den Loten anzupassen und 
durch Vorversuche korrosive Einflüsse 
auf die Similisierung zu prüfen. Die 
Beurteilung dieser Einflüsse sollte 
nach der Galvanik erfolgen, da hier 

vielfach die Beschädigungen durch das 
Verlöten sichtbar werden.
Für die Verlötung von Kesselketten 
empfehlen wir die Verwendung der 
folgenden, bleifreien Lotdrähte:

Hinweis: Für Kesselketten sollten nur 
Lote mit einer Arbeitstemperatur bis 
zu 280°C (536 °F) verwendet werden. 
Je höher die Arbeitstemperatur des 
verwendeten Lötmaterials ist, desto 
genauer muss gearbeitet und die 
Temperatur kontrolliert werden, um 

Materialien und Werkzeuge sollten 
sauber und vor allem fettfrei sein, 
damit eine optimale Applikation 
gewährleistet ist. Beim Löten 

und Galvanisieren ist für eine 
ausreichende Belüftung zu sorgen. 
Darüber hinaus wird das Tragen von 
Schutzbrille, Schutzkleidung und 

Schutzhandschuhen entsprechend 
den Sicherheitsdatenblättern der 
Hersteller empfohlen. Das Tragen von 

LÖTEN REINIGUNG FASSEN GALVANISIERENHERSTELLUNG LÖTFORM VORBEREITUNG LÖTEN 
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SOLDERING CLEANINGSTONE SETTING PLATINGSOLDER MOLD  
PRODUCTION

SOLDERING 
PREPARATION

Soldering time and temperature

The right flame size and the time it is 
applied are important criteria when 
manufacturing soldered Cupchain 
pieces. The size of the flame must 

comply with the instructions for use 
provided by the tool’s supplier. Only 
heat the part of the jewelry piece in 
which the solder should flow. If the 

flame is held too long on the jewelry 
piece, the piece and the crystals may 
become overheated and therefore 
damaged or destroyed.

Soldering

Note: A sudden drop in temperature after the soldering 
process should be avoided (e.g. shock cooling), as this could 
damage the crystal (e.g. chipping).

Color during soldering

3	� Too low temperature1	 Optimum temperature 2	 Too high temperature

Color after soldering

3	 Too low temperature1	 Optimum temperature 2	 Too high temperature
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Lötzeit und Temperatur

Die richtige Flammengröße und 
Verweilzeit sind sehr wichtige Kriterien 
bei der Herstellung von gelöteten 
Kesselketten. Die Flammengröße 

muss der Bedienungsanleitung des 
Herstellers entsprechen. Es darf immer 
nur der Teil des Schmuckstücks erhitzt 
werden, in dem das Lot fließen soll. 

Zu lange Verweilzeiten der Flamme 
auf dem Schmuckstück können das 
Schmuckstück und die Kristalle 

LÖTEN

Hinweis: Ein plötzlicher Temperaturabfall nach dem Löten 
(z. B. Schockkühlen) sollte vermieden werden, da dies zu 
Beschädigungen, wie z. B. Absplitterungen, führen kann.

Farbe während des Lötens

3	 Zu niedrige Temperatur1	 Optimale Temperatur 2	 Zu hohe Temperatur

Farbe nach dem Löten

3	 Zu niedrige Temperatur1	 Optimale Temperatur 2	 Zu hohe Temperatur

LÖTEN REINIGUNG FASSEN GALVANISIERENHERSTELLUNG LÖTFORM VORBEREITUNG LÖTEN 
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SOLDERING CLEANINGSTONE SETTING PLATINGSOLDER MOLD  
PRODUCTION

SOLDERING 
PREPARATION

SolderSolder

Solder Flame Solder Flame Solder Flame

Exact amount of solder
The solder is drawn into the solder gap 
via capillary action.

Too much solder
Too much solder results in the cup back- 
filling, with the hot solder damaging 
the foiling. This damage creates a 
corroding surface following plating, 
and the foiling is destroyed. As such, 
these types of soldering errors are only 
really visible after plating.

Too little solder
Too little solder means the soldering 
gap is not completely filled, and the 
joint is weakened.

Optimum soldering joint

The width of the joint to be soldered 
should be between 0.05 mm and 
0.2 mm. If the joint is wider than 
0.2 mm, the solder will not fill the joint 

sufficiently. A joint that is too narrow 
will also not contain enough solder to 
make it strong and neat.

Optimum solder quantity

The right amount of solder ensures 
strong and clean soldered joints, which 
can then be cleanly plated. Correctly 
applied solder flows into the joints 

of the jewelry piece and provides a 
strong connection. Either too much 
or too little solder can damage 

the creations or result in unwanted 
discoloring of the crystal. 
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LotLot

Lot Flamme Lot Flamme Lot Flamme 

Exakter Lotauftrag
Durch den Kapillareffekt wird das Lot 

in den Lötspalt gezogen.

Zu viel Lotauftrag
Zu viel Lotauftrag führt zu 

Hinterfüllung der Kessel und 
das heiße Lot beschädigt die 
Similisierung. Diese Beschädigung 
bietet beim anschließenden 
Galvanisieren eine Angriffsfläche 
und die Similisierung wird zerstört. 
Daher werden solche Lötfehler 
nach dem Galvanisieren erst richtig 
sichtbar.

Zu wenig Lotauftrag
Ein zu geringer Lotauftrag führt 

zu einem nicht vollständig 
aufgefüllten Lötspalt und somit zu 
einer Schwächung der Lötstelle.

Optimaler Lötspalt

Der Lötspalt sollte zwischen 0,05 mm 
und 0,2 mm breit sein. Ist der Lötspalt 
breiter als 0,2 mm wird das Lot nicht 

genügend in die Fuge hineingezogen. 
Auch ein zu enger Lötspalt wird 

ungenügend gefüllt und kann keine 
starke Verbindung garantieren.

Optimale Lotmenge

Die richtige Lotmenge sorgt für starke 
und saubere Lötverbindungen, die 
einwandfrei galvanisiert werden 

können. Richtig aufgetragenes Lot 
fließt in die Fugen des Schmuckstücks 
und sorgt für starke Verbindungen. 

Sowohl zu wenig als auch zu viel 
Lot kann zu Beschädigungen 
der Kreationen oder zu einem 

LÖTEN REINIGUNG FASSEN GALVANISIERENHERSTELLUNG LÖTFORM VORBEREITUNG LÖTEN 
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SOLDERING

SOLDERING

CLEANING

CLEANING

STONE SETTING

STONE SETTING

PLATING

PLATING

SOLDER MOLD  
PRODUCTION

SOLDER MOLD  
PRODUCTION

SOLDERING 
PREPARATION

SOLDERING 
PREPARATION

1	 Cut the Cupchain to the required 
length.

2	 Put the Cupchain in the solder mold. 3	 Solder the required spots.

Soldering

4	 �Remove the soldered Cupchain 
from the mold.

Stone setting is the art of securely 
setting or attaching crystals by 
creating positive-locking connections. 
Alongside the application methods 
outlined in this manual, Swarovski 
products can also be employed using 
metal settings. Crystals can be set 
manually (using pliers, metal spatulas, 

or punching tools) or by machine. 
According to how the crystals are 
integrated into the metal settings, 
there are various types of settings, 
both plated and unplated. Whenever 
possible, the crystals should be set 
before plating the settings. Crystals 
can be set after plating as well, 

depending on the shape and geometry 
of the finished product. Please be 
aware that a selected range of 
Swarovski crystals cannot be plated. 
For further information on this, please 
see the current Swarovski Components 
Collection.

Stone setting

A
P

P
LIC

A
TIO

N
 M

A
N

U
A

L 

1	� Gewünschte Länge der Kesselketten 
zuschneiden.

2	� Kesselketten in Lötform 
einlegen.

3	� Die gewünschten Stellen löten.

Löten

4	� Die verlöteten Kesselketten aus der 
Form nehmen.

Das Fassen ist die Methode, 
Kristalle durch Erzeugung 
formschlüssiger Verbindungen, sicher 
in Schmuckstücke zu setzten oder 
zu befestigen. Swarovski Produkte 
können neben den in diesem Manual 
beschriebenen Applikationsmethoden 
auch in Metallfassungen 
weiterverarbeitet werden. Die 
Verarbeitung der Kristalle in Fassungen 

kann manuell (mittels Zange, 
Metalspatel oder Stanzwerkzeug), 
aber auch maschinell erfolgen. Je 
nach Art der Einbindung der Kristalle 
in die Metallfassungen unterscheidet 
man verschiedene Fassungsarten, 
die ungalvanisiert oder galvanisiert 
erhältlich sind. Die Kristalle sollten 
nach Möglichkeit bereits vor dem 
Galvanisieren der Fassungen 

gesetzt werden. Im Sortiment von 
Swarovski werden bereits gefasste 
Kristallelemente wie Kesselketten 
(Cupchains) als auch Fassungen 
(Settings) für Fancy Stones angeboten. 
Je nach Form und Geometrie des 
Schmuckstücks können die Kristalle 
auch nach dem Galvanisieren gefasst 
werden. Bitte beachten Sie, dass 
einige Kristalle aus dem Swarovski 

FASSEN 

LÖTEN

LÖTEN

REINIGUNG 

REINIGUNG 

FASSEN 

FASSEN 

GALVANISIEREN

GALVANISIEREN

HERSTELLUNG LÖTFORM

HERSTELLUNG LÖTFORM

VORBEREITUNG LÖTEN 

VORBEREITUNG LÖTEN 
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SOLDERING CLEANINGSTONE SETTING PLATINGSOLDER MOLD  
PRODUCTION

SOLDERING 
PREPARATION

Setting types

Prong settings
With prong settings, crystals are held in 
position by claws. In most cases there 
are four prongs. Settings with flaps 
have significantly broader claws. The 
advantage here is that the broader 
claws are much less likely to damage 
very sensitive carrier material.

Bezel settings
With bezel settings, the crystals are 
bezelled in to remain in the cup.

Settings for gluing
In this type of setting (crystal) elements 
are glued in.

Setting by hand

1.	� Depending on the shape and size, 
the cup is held using tweezers, 
flat nose pliers, or flat head pliers, 
without deforming it. 

2.	� Place the crystal in the setting 
using a pair of tweezers or vacuum 
tweezers.

2a.	� Bezel setting: Press the cup shut 
using a setting closer. Setting 
closers are available from jewelry 
suppliers.

2b.	� Prong setting: The prongs of round 
cups can be pressed in place 
using a suitable setting closer. For 

all other forms, the prongs are 
individually closed in opposite 
positions, using a suitable pressing 
tool. 

Prong settings

Note: After setting, the crystal should 
still be slightly movable in the setting. 
The setting must be constructed so 
that the crystal can be positioned 

into it without damaging the foiling. 
When settings are too tight or prongs 
are bent, the foiling or the protective 
lacquering can be damaged, possibly 

resulting in corrosion. If the setting is 
closed too strongly, the crystal can be 
damaged.
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Fassungsarten

Krallenfassungen (Prong Settings)
Bei Krallenfassungen werden die 

Kristalle durch Krallen in ihrer 
Position gehalten. 

Grundtypen bestehen meistens aus 
vier Krallen. Balkenfassungen 
haben wesentlich breitere 
Krallen. Der Vorteil dabei ist, 
dass vor allem bei empfindlichen 
Trägermaterialien die 
Beschädigungsgefahr durch die 
Krallen vermindert wird.

Zargenfassungen (Bezel Settings)
Bei Zargenfassungen werden die 

Kristalle eingebördelt und so in der 
Fassung gehalten.

Einklebefassungen
In diese Fassungen werden die 

Kristallelemente eingeklebt.

Fassen per Hand

1.	� Die Kessel werden je nach Form 
und Größe mit einer Pinzette, Flach- 
oder Flachspitzzange gehalten, 
ohne die Kessel zu verbiegen.

2.	� Den Kristall mit einer Pinzette 
oder einem Vakuumsauger in die 
Fassung geben.

2a.	� Zargenfassung: Den Kessel mit dem 
passenden Fassungsschließer zu 

drücken. Fassungsschließer sind im 
Goldschmiedebedarf erhältlich.  

2b.	� Krallenfassung: Die Krallen von 
runden Kessel können mit einem 
passenden Fassungsschließer 
zugedrückt werden. Bei allen 
anderen Formen werden die 
Krallen mit einem geeigneten 
Andrückwerkzeug einzeln 

und jeweils gegenüberliegend 
geschlossen. 
Für ein rasches Fassen der 
Kristalle in die Cupchains 
kann das Handwerkzeug zum 
Schliessen von Fassungen hilfreich 
sein: Das Handwerkzeug wird 
über den Zacken platziert und 

Handwerkzeug zum Schliessen von 
Fassungen

Krallenfassungen (Prong Settings)

Hinweis: Nach dem Fassen sollte der 
Kristall in der Fassung noch leicht 
bewegbar sein. Die Fassung muss 
so konstruiert sein, dass der Kristall 

ohne Beschädigung der Similisierung 
in die Fassung gegeben werden 
kann. Bei zu engen Fassungen oder 
verbogenen Krallen kann es zu einer 

Beschädigung der Similisierung bzw. 
der Schutzlackierung kommen und 
eine mögliche Korrosion hervorgerufen 
werden. Bei zu stark geschlossener 

LÖTEN REINIGUNG FASSEN GALVANISIERENHERSTELLUNG LÖTFORM VORBEREITUNG LÖTEN 
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Additional information for setting of Fancy Stones and Round Stones into settings

When setting Swarovski crystals into 
proper settings, following criteria 
shows if the setting is done properly 
and the crystals are set secure and 
ready for further application steps 
such e.g. sewing:

	− �Setting size must not be too big, 
to avoid crystal to drop into it

	− �Setting height should not be 
too low to avoid reverse side of 
the crystal to protrude from the 
setting’s reverse side

	− �Functionality of the setting needs 
to be given after setting the 
crystal, for example a setting 
with holes must allow the sewing 
needle to fit easily and smooth 

through the holes of the setting, 
without being affected by the 
reverse side of the set crystal.

	− �Closing the prongs needs to be 
possible without high effort

	− �Length of prongs needs to be 
enough to hold the crystal secure 
without covering big areas of the 
crystal surface and the facets

The following pictures show an optimal 
example of a set crystal:

Topview: 
	− �Only closed prongs are visible, no 

setting frame visible

Side view: 
	− �Depending on the crystals 

geometry, the crystal lies only 
on the rim of the setting and is 
not  fully countersink in the metal 
frame! Therefore a tiny excess 
at the setting’s rim and a slight 
visibleness of the crystal’s foiling 
may appear and is standard .

	− �The far apart positioning of the 
holes offer best possible stability 
in textile application.

	− �To gain an optimal crystal 
positioning, it is essential 
that the crystal only lies at 3 
points directly on the setting! 
Dependent on the shape of the 
Fancy Stone, usually this contact 
points are in the front and 
backpart of the crystal (e.g. as 
marked in the picture above)

Contact 
points
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ZUSÄTZLICHE INFORMATIONEN ZUR VERARBEITUNG VON FANCY STONES UND ROUND 
STONES IN SWAROVSKI FASSUNGEN

Beim Setzen von Swarovski Kristallen 
in die richtige Fassung erkennt 
man an folgenden Kriterien, ob die 
Kristalle richtig gefasst wurden und 
festsitzen, sodass sie für weitere 
Applikationsschritte, z. B. Nähen, bereit 
sind:

	− �Die Fassung darf nicht zu groß 
sein, damit der Kristall nicht in die 
Fassung hineinfällt.

	− �Die Höhe der Fassung darf 
nicht zu niedrig sein, damit die 
Rückseite des Kristalls nicht 
aus der Rückseite der Fassung 
herausragt.

	− �Die Funktion der Fassung muss 
nach dem Einsetzen des Kristalls 
gegeben sein, beispielsweise 
muss bei einer Fassung mit 
Löchern die Nähnadel problemlos 
durch die Löcher der Fassung 
passen, ohne durch die 
Rückseite des gesetzten Kristalls 
beeinträchtigt zu werden.

Informationen zur Weiterverarbeitung

Das Basismaterial der Fassungen ist 
Tombak (CuZn15) mit einem hohen 
Kupfergehalt von 85 %. Die Tombak-
Legierung ist für die weitere und 
einfache Verarbeitung geeignet (z. B. 
Galvanisieren). ).

Die Löcher einer Fassung haben einen 
Standarddurchmesser von 1,0 mm und 
ermöglichen eine einfache Applikation 
mittels Nähnadel mit einer Dicke von  
0,6 – 0,8 mm.

Die folgenden Bilder zeigen ein Beispiel 
für einen optimal gefassten Kristall:

Ansicht von oben: 
	− �Nur die geschlossenen Krallen 

sind sichtbar, Rahmen der 
Fassung ist nicht sichtbar.

Ansicht von der Seite:
	− �Je nach Kristallgeometrie liegt 

der Kristall nur am Rand der 
Fassung und ist nicht vollständig 
im Metallrahmen versenkt. Daher 
kann ein winziger Überschuss am 
Rand der Fassung auftreten, und 
die Similisierung des Kristalls kann 
leicht sichtbar sein, was jedoch 
normal ist.

	− �Der große Abstand der Löcher 
bietet bestmögliche Stabilität in 
der textilen Anwendung.

	− �Für eine optimale Positionierung 
des Kristalls ist es wichtig, dass 
der Kristall nur an 3 Punkten 
direkt auf der Fassung liegt. 
Abhängig von der Form des 
Fancy Stones befinden sich diese 
Kontaktpunkte normalerweise 
im vorderen und hinteren Teil des 
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Working with end connectors

Plated Cupchains and Findings 
can easily be combined with end 
connectors in order to create striking 
finished pieces.

The end connectors can be attached 
to the end of the Cupchain with 
flat-nosed pliers and interconnected 
by either jump rings or lobster claws.

Application Instruction Movie 

Attaching end fasteners

Watch instruction movie for further insights on how to 
properly work with end fasteners online at  
https://b2b.ecommerce.swarovski.com
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Arbeiten mit Endkonnektoren (Brass Components)

Galvanisierte Cupchains und Findings 
können mit Endkonnektoren (Brass 
Components) auf einfache Weise 

zu effektvollen Schmuckstücken 
verarbeitet werden. 

Dazu werden die Endkonnektoren mit 
einer Flachzange an den Enden der 
Cupchains angebracht und z. B. durch 
Biegeringe (Jump Rings) und Karabiner 
miteinander verbunden.

Kristallapplikationstechniken - 
Anleitungsvideos 

Endkonnektoren anbringen

Wie man Endkonnektoren richtig verwendet und noch mehr 
Einblicke sieht man im online Video auf http://swarovs.ki/
cupchainapplication

http://swarovs.ki/cupchainapplication
http://swarovs.ki/cupchainapplication
http://swarovs.ki/cupchainapplication
http://swarovs.ki/cupchainapplication
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To avoid corrosion, soldered items 
should be cleaned as soon as possible 
after the soldering process. This will 
make the plating process significantly 
easier. Care must be taken when 
using mechanical polishing devices. 

Polishing media that are too hard or 
drums that rotate too quickly can 
damage the items and the crystals. 
Check the quantity, the polishing 
agents and time, the rotating speed, 
and the height of the fall, in order 

to keep mechanical stress levels as 
low as possible. In order to preserve 
the high quality of the creations, we 
recommend not using organic solvents 
and not exceeding a maximum 
temperature of 100 °C (212 °F).

Removal of excessive solder alloy by 
polishing

Cleaning
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Um Korrosion zu vermeiden, sollten 
gelötete Elemente so schnell wie 
möglich nach dem Lötprozess gereinigt 
werden. 
Dies erleichtert das darauffolgende 
Galvanisieren deutlich. Bei 

mechanischer Polierung ist besondere 
Vorsicht geboten, denn harte 
Polierkörper oder zu schnell rotierende 
Poliertrommeln könnten die Kristalle 
beschädigen. Überprüfen Sie die 
Füllmenge, Poliermedien und -zeit, 

Rotationsgeschwindigkeit, sowie 
Fallhöhen, um die mechanische 
Beanspruchung möglichst gering 
zu halten. Um die hohe Qualität 
der Kreationen zu erhalten, wird 
empfohlen, beim Reinigungsprozess 

Entfernen überschüssigen Lots durch 
Polieren

reinigung

LÖTEN REINIGUNG FASSEN GALVANISIERENHERSTELLUNG LÖTFORM VORBEREITUNG LÖTEN 
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Plating

Plating serves to finish the product 
piece. During this process, metallic 
coatings are electrolytically added 
to the surface of the material. The 
process can only be carried out if the 
material to be plated is conductive. 
During the design process, please 
ensure that individual colors and 
coating effects can withstand plating. 
For further information, please see the 

color overview in the current Swarovski 
Components Collection.
When plating items including crystals 
following criteria are essential to 
avoid a chemical and/or mechanical 
damage to crystals and to achieve an 
excellent finishing process:

	− �no strong alkaline and cyanide 
solutions

	− �short exposure times in alkaline 
baths

	− moderate ultrasonic cleaning
	− moderate current densities
	− �selecting reliable electrolyte 

suppliers who offer good service 
and who can provide detailed 
operating instructions

	− �selecting suitable high 
performance electrolytes

	− �careful maintenance of the unit 
and the electrolytes

Pre-finishing

Interim 
coating

Final 
coating

Short descriptions of the processing steps

	− �Soak Cleaning: Here, most of the surface pollution (e.g. 
dirt, grease, soldering flux) is removed.

	− �Electrolytic degreasing: Only cathodic degreasing, 
suitable for brass and non-ferrous metals, is 
recommended for fine cleaning Cupchain jewelry.

	− �Acid Dip: This part of the process serves to remove 
oxidization from the metal and also the remains of any 
scale left from the soldering process.

	− �Cyanide copper plating: This processing step serves to 
improve adhesive strength and conductivity.

	− �Pyrophosphate copper plating: Like cyanide copper 
plating, this process improves adhesive strength and 
conductivity. The advantage is that the process does 
not involve cyanide, though the disadvantage is that 
higher current densities and longer exposure times are 
required.

	− �Bright copper plating: The use of sulfuric bright copper 
plating is recommended because of its excellent ability 
to cover surface flaws and create an even finish.

	− �Palladium coating: Palladium is presently the only 
recommended replacement for nickel since the bronze 
electrolytes currently available on the market can, 
through their extreme alkalinity, lead to damage of the 
foiling.

	− �Silver coating: Shiny silver coatings are usually 
separated from cyanide solutions that contain alkali 
silver (I)-cyanide, alkali cyanide, alkali carbonate, and 
organic and/or inorganic additives.

	− �Gold coating: It is recommended to use phosphorus 
or citric acid electrolytes (pH ˜ 3–4), which contain 
potassium gold (I)-cyanide.

	− �Rhodium coating: Sulfur or phosphoric acid based 
electrolytes are used for rhodium plating, from which 
shining, nearly silver-white layers can be applied.

	− Tarnish protection
	– �Temporary protection against tarnishing: These are 

based either on wax mixtures in organic solvents or 
long-chained sulfuric organic compounds, which can be 
used as wet-on-wet aqueous emulsions.

	– �Permanent tarnishing protection systems: Cataphoretic 
lacquering systems have been proven especially 
effective as a longer lasting protective system for 
Cupchain jewelry. They have the advantage over 
conventional dipping and spray lacquers based on 
acrylic or zapon varnish (cellulose lacquer) in that only 
the conductive surfaces are very evenly coated while the 
isolated facets of the crystals remain uncoated.
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Galvanisieren

Das Galvanisieren dient zur 
Veredelung eines Schmuckstücks. 
Hierbei werden metallische Schichten 
elektrolytisch auf die Oberfläche 
des Grundmaterials aufgebracht. 
Grundvoraussetzung ist die elektrische 
Leitfähigkeit des zu galvanisierenden 
Materials. Bitte beachten Sie bereits 
während des Designprozesses die 
Galvanobeständigkeit einzelner Farben 
und Effekte. Weitere Informationen 

entnehmen Sie bitte der Farbkarte der 
aktuellen Swarovski Collection.
Um bei Schmuckstücken, welche 
bereits Kristalle beinhalten, 
chemische/mechanische 
Beschädigungen am Kristall zu 
verhindern und eine hervorragende 
Veredelung zu erreichen, sollten 
folgende Kriterien beachtet werden:

	− �keine stark alkalischen 
und cyandischen Lösungen 
verwenden

	− �kurze Expositionszeit in 
alkalischen Bädern

	− �sachgemäßer Einsatz von 
Ultraschall zur Reinigung

	− �angemessene Stromdichte
	− �die Auswahl verlässlicher 

Elektrolyt-Lieferanten, die 
guten Service und ausführliche 
Bedienungsanleitungen anbieten 
können

	− �die Auswahl geeigneter 
Hochleistungselektrolyte

Kurzbeschreibung der einzelnen Arbeitsschritte

	− �Heißentfettung: Hierbei wird der größte Teil von 
Schmutz, Walzfetten und Flussmittel entfernt.

	− �Elektrolytische Entfettung: Für die Feinreinigung von 
Kesselketten wird empfohlen, ausschließlich eine auf 
Messing und Buntmetalle abgestimmte kathodische 
Entfettung anzuwenden.

	− �Dekapieren: Dieser Arbeitsschritt dient zur Entfernung 
von Oxidschichten und Resten des Lötprozesses.

	− �Cyanidische Kupfer-Galvanoschicht: Dieser 
Prozessschritt dient der Verbesserung der Haftfestigkeit 
und Leitfähigkeit.

	− �Cyanidfreie Verkupferung mittels 
Pyrophosphatelektrolyt:  Ebenso wie die cyanidische 
Kupfer-Galvanoschicht dient dieser Schritt der 
Verbesserung der Haftfestigkeit und Leitfähigkeit. 
Vorteilhaft ist hierbei das cyanidfreie Verfahren, 
nachteilig sind der Bedarf an höherer Stromdichte und 
die längere Einwirkungsdauer.

	− �Glanzkupfer-Galvanoschicht: Der Einsatz von 
schwefelsauren Glanzkupferelektrolyten ist 
empfehlenswert um eine glatte, homogene Schicht zu 
erhalten.

	− �Palladiumschicht: Palladium ist derzeit der einzig 
empfehlenswerte Nickelersatz, da die anderen 
erhältlichen Bronzeelektrolyte aufgrund ihrer extremen 
Basizität zu Similisierungsschäden führen können.

	− �Silberschicht: Glänzende Silberschichten werden 
üblicherweise aus cyanidischen Lösungen 
abgeschieden, die Alkalisilber(I)-cyanid, 
Alkalimetallcyanid, Alkalicarbonat und organische und/
oder anorganische Zusätze enthalten.

	− �Goldschicht: Hierzu wird der Einsatz von Elektrolyten 
auf Phosphor- bzw. Zitronensäurebasis (pH ∼ 3–4) 
empfohlen, die Kaliumgold(I)-cyanid enthalten.

	− �Rhodiumschicht: Elektrolyte auf Basis von Schwefel- 
oder Phosphorsäure werden eingesetzt, aus denen 
glänzende, fast silberweiße Schichten abgeschieden 
werden können.
Anlaufschutz 
– �Temporäre Anlaufschutzsysteme: Diese basieren 

entweder auf Wachsgemischen in organischen 
Lösungsmitteln oder auf langkettigen organischen 
Schwefelverbindungen, die als wässrige Emulsionen 
nass-in-nass eingesetzt werden können.

LÖTEN REINIGUNG FASSEN GALVANISIERENHERSTELLUNG LÖTFORM VORBEREITUNG LÖTEN 
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Example of a plating process for Cupchains

PREPARATION

Setting up the stand
▼

Soak Cleaning� t < 5 min, pH < 12.5, T < 55 °C (131 °F)
▼

Rinsing� t < 30 sec, T < 25 °C (77 °F)
▼

PRE-FINISHING

▼

Electrolytic degreasing� t < 15 – 20 sec, 3 A/dm², pH < 12.0, T < 45 °C (113 °F)
▼

Rinsing � t < 30 sec, T < 25 °C (77 °F)
▼

Acid Dip �  t = 15 – 20 sec, pH < 1
▼

Rinsing � t < 30 sec, T < 25 °C (77 °F)
▼

Cyanide copper  
plating �

t = 1 min, 2 A/dm², pH < 10.5, T = 60 °C (140 °F)
Pyrophosphate  
copper plating�

t = 3 min, 1 A/dm², pH = 9.2, T = 55 °C (130 °F)

▼

Rinsing � t < 30 sec, T < 25 °C (77 °F)
▼

Bright copper plating  � t = 5 – 6 min, 3 A/dm², pH < 1, RT
▼

INTERIM COATING

▼ ▼

Palladium
� t = 1 – 2 min, 1 A/dm², pH = 8 – 9,  

� T = 25 – 30 °C (77 – 86 °F)
Silver � t < 1 min, 2 A/dm², pH < 12.0, RT

▼ ▼

Rinsing � t < 30 sec, T < 25 °C (77 °F) Rinsing � t < 30 sec, T < 25 °C (77 °F)
▼ ▼

FINAL COATING

▼ ▼ ▼

Rhodium� t = 1 min, 1A/dm² Gold�  t = 1 min, 1A/dm² Tarnish protection� t < 30 sec, T < 25 °C 
(77 °F)

▼ ▼ ▼

Rinsing � t < 30 sec, T < 25 °C (77 °F) Rinsing � t < 30 sec, T < 25 °C (77 °F)
Hot rinsing  
and drying�

t = 30 sec, T = 50 °C (122 °F)

▼ ▼

Hot rinsing  
and drying�

t = 30 sec, T = 50 °C (122 °F)
Hot rinsing  
and drying�

t = 30 sec, T = 50 °C (122°F)

▼ ▼

AN ADDITIONAL EFFECT OR PROTECTIVE LACQUERING CAN ALSO BE 
APPLIED.
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Beispielprozess für das Galvanisieren von Kesselketten

VORBEREITUNG

Aufbau des Gestells
▼

Heißentfettung� t < 5 min, pH < 12.5, T < 55 °C (131 °F)
▼

Spülen � t < 30 sec, T < 25 °C (77 °F)
▼

VORVEREDELUNG

▼

Elektrolytische Entfettung � t < 15 – 20 sec, 3 A/dm², pH < 12.0, T < 45 °C (113 
°F)

▼

Spülen  � t < 30 sec, T < 25 °C (77 °F)
▼

Dekapieren  �  t = 15 – 20 sec, pH < 1
▼

Spülen  � t < 30 sec, T < 25 °C (77 °F)
▼

Cyanidische Kupfer- 
Galvanoschicht

� t = 1 min, 2 A/dm2, pH < 10.5, T = 60 °C (140 °F)
Cyanidfreie Verkupf- 
erung mittels Pyro-� t = 3 min, 1 A/dm², pH = 9.2, T = 55 °C (130 °F) 
phosphatelektrolyt

▼

Spülen  � t < 30 sec, T < 25 °C (77 °F)
▼

Glanzkupfer� t = 5 – 6 min, 3 A/dm², pH < 1, RT
▼

ZWISCHENVEREDELUNG

▼ ▼

Palladium
� t = 1 – 2 min, 1 A/dm², pH = 8 – 9,  

� T = 25 – 30 °C (77 – 86 °F)
Silber � t < 1 min, 2 A/dm², pH < 12.0, RT

▼ ▼

Spülen  � t < 30 sec, T < 25 °C (77 °F) Spülen � t < 30 sec, T < 25 °C (77 °F)
▼ ▼

FINALSCHICHT

▼ ▼ ▼

Rhodium� t = 1 min, 1A/dm² Gold� t = 1 min, 1A/dm² Anlaufschutz� t < 30 sec, T < 25 °C (77 °F)

▼ ▼ ▼

Spülen � t < 30 sec, T < 25 °C (77 °F) Spülen � t < 30 sec, T < 25 °C (77 °F)
Heiß spülen  
und trocknen�

t = 30 sec, T = 50 °C (122 °F)

▼ ▼

Heiß spülen  
und trocknen�

t = 30 sec, T = 50 °C (122 °F)
Heiß spülen  
und trocknen�

t = 30 sec, T = 50 °C (122°F)

▼ ▼

OPTIONAL KANN ZUSÄTZLICH EIN EFFEKT ODER EINE  
SCHUTZLACKIERUNG AUFGEBRACHT WERDEN.

LÖTEN REINIGUNG FASSEN GALVANISIERENHERSTELLUNG LÖTFORM VORBEREITUNG LÖTEN 
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Quick Assistance

The following table outlines 
typical soldering, stone setting 
and plating problems, along 

with possible causes and 
recommendations on avoiding 
them.

PROBLEM CAUSE

Metal components:
The solder joints crack.
The product piece has restricted movement.
The metal surface is defective.
The metal surface is uneven.
Defective finishing on the soldered areas.
Corrosion occurs on the metal.

1, 2, 3, 4
2, 5
2, 6

7
8
9

Crystals:
Crystals chips off.
Crystals become discolored.

10, 11, 12, 13
14, 15, 16, 17

CAUSE RECOMMENDATION

1 	 Too little solder is used. This weakens the solder joint,  
as the soldering gap is not completely filled.

Use more solder.

2 	 Too much solder is used. A large solder joint can 
result in cracks, because any force applied to the 
piece directly affects the solder.

Use less solder, especially in the areas close to the moving parts. 
Too much solder at these parts restrict their flexibility.

3 	 The flow of the solder is insufficient. The following factors contribute to a sufficient flow of solder:
	− �The flame needs to be strong enough so that both solder and 

cup can heat up to the required working temperature.
	− �To make sure the flux cannot vaporize, the soldering 

temperature must not exceed 280 °C (536 °F). A vaporized flux 
means that the solder is not able to cover the metal surface.

	− �The melting temperature of the solder must not be higher than 
280 °C (536 °F).

4 	 The metal surface, solder, flux, or solder mold is dirty. Special attention must be paid to use clean (and above all 
grease-free) metal surfaces.

5 	 Exposure to the finishing process has been too long. The exposure time for functional and flexible elements should be 
kept as short as possible. Optimizing the polishing processes and 
the use of high quality electrolytes is also recommended.

6 	 Insufficient cleaning after soldering. Incorrect cleaning has a negative impact on the finishing process. 
Carefully check the cleaning process.

7 	 Poor quality of polishing. The metal surface shows 
irregularities like burns or an orange color.

Carefully polish the product and take care that the processor 
plating baths are set up correctly.
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SCHNELLHILFE

Die folgende Übersicht zeigt 
gängige Probleme und Ursachen 
beim Löten, Fassen und 
Galvanisieren von Swarovski 

PROBLEM URSACHE

Metallkomponenten:
Brüchige Lötstellen.
Eingeschränkte Beweglichkeit des Schmuckstücks.
Fehlerhafte Metalloberfläche.
Unregelmäßige Metalloberfläche.
Fehlerhafte Veredelung an den Lötstellen.
Korrosionstellen auf dem Metall.	

1, 2, 3, 4
2, 5
2, 6

7
8
9

Kristall
Kristallabsplitterungen.
Verfärbte Kristalle.

10, 11, 12, 13
14, 15, 16, 17

URSACHE EMPFEHLUNG

1 	 Die Verwendung von zu wenig Lot schwächt die 
Lötstelle, da der Lötspalt nicht vollständig ausgefüllt 
wird.

Mehr Lot verwenden.

2 	 Zu viel Lot wurde verwendet. Der zu große Lötspalt 
führt zu Brüchen, da jede auf das Schmuckstück 
ausgeübte Kraft direkt die Lötstelle belastet.

Weniger Lot verwenden, insbesondere im Bereich der beweglichen 
Elemente. Zu viel Lot beeinträchtigt deren Beweglichkeit.

3 	 Unzureichender Lotfluss.  Folgende Faktoren sollten beachtet werden:
	− �Die Flamme muss stark genug sein, um Lot und Kessel auf die 

richtige Temperatur zu erhitzen.
	− �Um sicherzugehen, dass das Flussmittel nicht verdampft, darf 

die Löttemperatur 280°C (536°F) nicht übersteigen.Wenn das 
Flussmittel verdampft, kann das Lot die Metalloberfläche 
nicht abdecken.

	− �Die Schmelztemperatur des Lots darf 280°C (536°F) nicht 
übersteigen.

4 	 Verschmutzte Metalloberfläche, Lot, Flussmittel oder 
Lötform. 

Achten Sie ganz besonders auf saubere (vor allem fettfreie) 
Metalloberflächen.

5 	 Zu lange Expositionszeiten bei der Veredelung. Die Expositionszeiten der funktionellen und flexiblen Elemente 
sollten möglichst kurz gehalten werden. Zudem wird eine 
Optimierung des Polierprozesses bzw. der Einsatz von 
Hochleistungselektrolyten empfohlen.

6 	 Unzureichende Reinigung nach dem Lötprozess. Eine fehlende oder mangelhafte Reinigung nach dem Löten wirkt 
sich negativ auf Veredelungsprozesse aus. Überprüfen Sie den 
Reinigungsprozess.
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CAUSE RECOMMENDATION

8 	 Unsightly finishing on the solder areas can have 
several causes:  
—  incorrect soldering 
—  insufficient cleaning after the soldering process 
—  the use of sulfuric acid in the pickling process  
	 (if lead-containing solder has been used) 
—  the absence of or incorrect use of copper plating

Carefully follow the soldering steps described in this chapter.

9 	 Insufficient rinsing or using contaminated rinsing 
water can cause tarnishing or corrosion.

The transfer times between the individual stages of the process 
should be kept as short as possible. Rapid tarnishing of silver can 
be prevented by using effective tarnishing protective systems  
(e.g. coatings, wax, lacquer etc.).

10 	 Poor quality of solder mold. The solder mold must be designed in such a way that hardly any 
pressure is needed to position the Cupchain segment into the mold. 
The crystals may be damaged if there are high levels of mechanical 
stress on the cups, or if the cups are deformed.

11 	 Thermal shock during the soldering or cooling 
process can cause tension in the crystals.

Avoid extreme differences in temperature during and after the 
soldering and cooling process.

12 	 When using polishing drums, the surface of the 
crystals can be damaged through hard polishing 
components in the rotating machine.

Mechanical stress levels should be kept as low as possible. Check 
the quantity of articles used, the polishing agents and time, as well 
as the rotating speed and the height of the fall.

13 	 Using barrel plating can damage crystals in heavy or 
sharp Cupchains due to the Cupchains‘ size or shape.

In general it is recommended that Cupchain items should be 
finished on a plating rack. If using a barrel plating, choose the best 
type of drum and optimize the rotation and the fall height. When 
the drum is between the different stages of the finishing process 
and contains no liquid, the items being plated inside the drum may 
damage each other.

14 	 The soldering temperature is too high. If the soldering flame is too strong or the soldering times are too 
long, there is the danger to overheat the solder joints. This can 
damage the crystals. It can be helpful using a solder that melts at a 
lower temperature. 

15 	 Too much solder is in the cups. This can damage 
the crystals‘ foiling and subsequently leads to 
discoloring.

To make sure the right amount of solder is used, remove one crystal 
from the cup. If there is any solder left in the cup, reduce the 
amount of solder. This can be achieved by using a solder wire with a 
maximum diameter of 1 mm or by reducing the time the solder is in 
contact with the cups.

16 	 Incorrect cleaning with ultrasonic can damage the 
foiling of the crystals.

Take care not to use the ultrasonic too intensively or for too long 
time.

17 	 Faults occured during the finishing process. Check the alkalinity, current density, exposure times, and 
temperatures of the plating baths used. Further mistakes could be 
incorrect rinsing and post processing techniques.
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URSACHE EMPFEHLUNG

7 	 Qualitätsmängel beim Veredelungsprozess. Die 
Metalloberfläche weist Unregelmäßigkeiten wie 
Verbrennungen oder eine orange Farbe auf.

Polieren Sie das Produkt sorgfältig und achten Sie auf die korrekte 
Einstellung der Galvanobäder.

8 	 Eine unansehnliche Veredelung der Lötstellen kann 
mehrere Ursachen haben:   
—  unsachgemäßes Löten

	 —  unzureichende Reinigung nach dem Lötprozess
	 — � Einsatz von Schwefelsäure im Dekapierungsprozess 

(falls bleihaltiges Lot verwendet wurde)
	 —  fehlende bzw. unsachgemäße 

Kupfer-Galvanoschicht

Bitte die im Kapitel beschriebenen Schritte des Lötprozesses genau 
befolgen.

9 	 Anlaufen oder Korrosion kann durch ungenügendes 
Spülen oder durch kontaminiertes Spülwasser 
verursacht werden.

Die Zeiten zwischen den einzelnen Prozessstufen sollten möglichst 
kurz gehalten werden. Das rasche Anlaufen von Silber kann durch 
leistungsfähige Anlaufschutzsysteme (z. B. Beschichtungen, 
Wachse, Lacke) vermieden werden.

10 	 Mangelhafte Lötform. Die Lötform muss so ausgeführt sein, dass zum Einlegen der 
Kesselketten-Segmente in die Form kaum Druck notwendig ist. 
Eine hohe mechanische Beanspruchung bzw. eine Deformierung 
der Kessel kann zu einer Beschädigung des Kristalls führen.

11 	 Ein plötzlicher Temperaturabfall während des 
Lötens oder Abkühlens kann Spannungen im Kristall 
verursachen.

Extreme Temperaturunterschiede während und nach dem Löten 
sollten vermieden werden.

12 	 Bei der Verwendung von Poliertrommeln können 
harte Polierkörper in einer rotierenden Maschine die 
Oberfläche  
der Kristalle beschädigen.

Die mechanische Beanspruchung möglichst gering halten. Prüfen 
Sie die Füllmenge, Poliermedien und -zeit, Rotationsgeschwindigkeit 
sowie Fallhöhen.

13 	 Bei der Verwendung von Galvanotrommeln können 
Kristalle durch schwere oder spitze Kesselketten 
beschädigt werden.

Generell wird empfohlen, Kesselketten auf Galvanogestellen zu 
veredeln. Im Trommelverfahren müssen Trommeltyp, Rotation 
und Fallhöhe optimiert werden. Wenn die Trommel in den 
Zwischenschritten während der Veredelung keine Flüssigkeit 
zur Verfügung hat, können sich die zu galvanisierenden Teile 
gegenseitig beschädigen.

14 	 Zu hohe Löttemperatur. Eine zu große Flamme oder zu lange Verweilzeiten führen zu einer 
Überhitzung der Lötstelle und einer möglichen Beschädigung 
des Kristalls. Hilfreich ist die Verwendung von Lot, welches bei 
niedrigerer Temperatur schmilzt.

15 	 Zu viel Lot befindet sich in den Kesseln. Dies kann zu 
Beschädigungen der Kristallsimilisierung und damit 
zu deren Verfärbung führen.

Um sicher zu gehen, dass die angemessene Lotmenge verwendet 
wird, sollte der Kristall aus dem Kessel genommen werden. 
Befindet sich Lot im Kessel, sollte die Lotmenge reduziert werden. 
Dies erreicht man z. B. durch die Verwendung von Lötdrähten mit 
maximal 1 mm Durchmesser oder durch Reduktion der Kontaktzeit 
zwischen Lot und Kessel.

16 	 Unsachgemäße Reinigung mittels Ultraschall wirkt 
sich negativ auf die Similisierung der Kristalle aus.

Der Einsatz von Ultraschall sollte nicht zu intensiv oder zu lange 
erfolgen.

17 	 Fehlerquellen im Veredelungsprozess. Überprüft werden kann unter anderem: Alkalität, Stromdichte,
Expositionszeiten und Temperaturen der Galvanobäder. 
Weitere Ursachen können unsachgemäße Spültechniken oder 
Nachbearbeitung sein.
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Swarovski products can be glued 
to a wide range of materials in  
a variety of application areas. 
The greatest quality is ensured by 
following the entire application 
process.

42 Product Overview
42 Machines and Tools
46 Suppliers
48 Application
71 Useful Information
75 Quick Assistance

Gluing
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CNC milling machine Hand drillBox column drill

Product Overview
The following products are 
suitable for gluing:

Machines and tools

The following machines, tools and 
aids can be used for the various 
processes involved in gluing 
Swarovski products:

GLUING WITH ADDITIONAL 
ADHESIVE SYSTEM

Round Stones �

Fancy Stones �

Crystal Pearls �

Pendants �

Flat Backs No Hotfix �

Crystal Textures �

Linked Crystal Components: Crystal Mesh �
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Isopropyl alcohol/AcetoneTest Pen (art. 9030/000)

Blow torch Plasma cleanerCorona treater

Precision balance Plastic gloves

Twist drill 90°/ NC drill 90° for 
XILION Chatons

Twist drill 95°/ NC drill 95° for 
XIRIUS Chatons

Twist drill 163°/NC drill 163° for  
XIRIUS Light Chatons

Milling cutter

Protective eyewear
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Dispensing gun

Dispensing syringes with dispensing 
tips

Mixing Nozzle (art. 9030/126)

CG 500 (A+B) 
Two-component epoxy resin glue: 2 l 
box (1 l resin + 1 l hardener)

CG 500 (A+B) 
Two-component epoxy resin glue: 
100 ml tube (50 ml resin + 50 ml 
hardener)

CG 500 (A+B)
Two-component epoxy resin glue: 50 ml 
cartridge (25 ml resin + 25 ml hardener)

CG 610 (A+B) 
Two-component epoxy resin glue: 
50 ml cartridge (33.3 ml resin + 16.7 ml 
hardener)

Dispensing robot Fluid dispenser
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Different gluesCG 610 (A+B) 
Two-component epoxy resin glue: 
750 ml box (500 ml resin + 250 ml 
hardener)

Chaton Sieve

Wax stickTweezersVacuum pump with silicone hose 
(art. 9040/022), can be adapted 
to a pick-up system by attaching 
a dispensing tip (to be ordered 
separately).

UV light Drying oven
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Suppliers
This list provides an overview of 
selected suppliers worldwide.

MACHINES & TOOLS SUPPLIER CONTACT

90°/95° NC drill/milling cutter Dixi Holding SA 
Hahn & Kolb GmbH
Hoffmann GmbH
Reich Präzisionswerkzeuge
Wedco

www.dixi.ch
www.hahn-kolb.de
www.hoffmann-group.com
www.reich.at
www.wedco.at

Test Pen Arcotest
Swarovski: art. 9030/000

www.arcotest.de
https://b2b.ecommerce.swarovski.com

Fluid dispenser  
(with/without vacuum suction)

Epoxy & Equipment Technology Pte Ltd
Hottemp (M) Sdn. Bhd.
I & J Fisnar, Inc.
Vieweg GmbH
Musashi Engineering Europe GmbH

www.eet.com.sg
www.hottemp.com.my
www.fisnar.com
www.dosieren.de
www.musashi-engineering.co.jp

Mixing Nozzle for CG 500 (A+B) and  
CG 610 (A+B) (10 pcs.)

Swarovski: art. 9030/126 https://b2b.ecommerce.swarovski.com

CG 500 (A+B)
Two-component epoxy resin glue

Swarovski:
art. 9030, CG 500 (A+B) 50 ml cartridge,  
Asia, Europe/America
art. 9030, CG 500 (A+B) 100 ml tube,  
Asia, Europe/America
art. 9030, CG 500 (A+B) 2 l box,  
Asia, Europe/America

https://b2b.ecommerce.swarovski.com

CG 610 (A+B)
Two-component epoxy resin glue

Swarovski:
art. 9030, CG 610 (A+B) 50 ml cartridge,  
Asia, Europe/America
art. 9030, CG 610 (A+B) 750 ml box,  
Asia, Europe/America

https://b2b.ecommerce.swarovski.com

Araldite® adhesives Huntsman International LLC www.huntsman.com

3M™ Scotch-Weld™ adhesives 3M www.3m.com

DELO adhesives DELO Industrial Adhesives www.delo.de

Elastosil® adhesives / MS Clear HS Wacker Chemie AG www.wacker.com

Loctite® adhesives Henkel Ltd. www.loctite.com

C. Kreul Hobby Line Schmuckstein Kleber C. KREUL GmbH & Co KG www.c-kreul.com

CHRISANNE CLOVER Crystal Glue Chrisanne Ltd www.chrisanne.com

Tile glues / joint sealers PCI Augsburg GmbH
KERAKOLL Spa
ARDEX GmbH

www.pci-augsburg.de
www.kerakoll.com
www.ardex.com

RBC adhesive 2K RBC Industries, Inc. www.rbcepoxy.com

HS 34 S 233 and  HS 34 S 77 Adhesive Products GmbH www.ap-adhesives.com

Vacuum pump with silicone hose,  
can be adapted to a pick-up system  
by attaching a dispensing tip

Swarovski: art. 9040/022 https://b2b.ecommerce.swarovski.com



47

0 3

G LU I N G

MACHINES & TOOLS SUPPLIER CONTACT

Vacuum pick-up system I & J Fisnar, Inc.
Epoxy & Equipment Technology PTE., Ltd.
Hottemp (M) Sdn. Bhd.
PT. SKT International

www.fisnar.com
www.eetdispensing.com
www.hottemp.com.my
www.sktisolution.com

Pick-up stick Crystal Ninja www.crystalkatana.com

Dispensing gun Vieweg GmbH
Perigee Direct

www.dosieren.de
www.epoxysupply.com

Dispensing tip for adapting a vacuum 
pump

Gonano Dosiertechnik GmbH
Vieweg GmbH

www.dosieren.net
www.dosieren.de

UV light DELO Industrial Adhesives
Dr. Hönle AG
Heraeus Holding GmbH
Herbert Waldmann GmbH & Co. KG

www.delo.de
www.hoenle.de
www.heraeus.com
www.waldmann.com

Drying oven Heraeus Holding GmbH
VWR International, LLC.

www.heraeus.com
www.vwr.com

Plasma treatment PINK GmbH Thermosysteme www.pink.de
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CHOICE OF GLUE POST-CLEANING 
AND CURING

DOSAGE AND SETTINGCAVITY PRODUCTION

Many Swarovski crystals require 
cavities in order to be applied to 
materials. A properly produced cavity 
in combination with a suitable gluing 
system ensures a stylish, long-lasting 
application. The cavity makes it easy 
to glue properly and ensures higher 
protection of the crystal against 

mechanical and chemical stress. 
There are several different production 
methods and cavity types. Always 
take into consideration the 
requirements and base material of 
the finished product when choosing 
the appropriate cavity, pre-treatment 
method, and kind of glue.

Please note: Swarovski provides 3D 
data in various formats and technical 
drawings with dimensions and 
tolerances for all crystals. Should you 
require these, please contact your 
Swarovski representative.

Cavity production

Production methods

	− Casting: To reproduce cavities, 
particularly in the jewelry sector, 
the cavities can be made when 
the metal component is cast. 
When following this process, 
the cavities must be cut into 
the original model. To prevent 
the bottom of the cavity being 
rounded off, which would result 
in the crystal sitting too high, it is 
recommended that an additional 
indentation is made when 
producing the original model. 
– Lost wax in jewelery 
manufacturing 
– �Rubber mold process in jewelery 

manufacturing
	− Injection molding: Is the most 

commonly used manufacturing 
process for the fabrication 
of plastic and metal parts. A 
wide variety of products are 
manufactured using injection 

molding, which vary greatly 
in their size, complexity, and 
application. The injection 
molding process requires the use 
of an injection molding machine, 
raw plastic or metal material, 
and a mold. The plastic or metal 
is melted in the injection molding 
machine and then injected into 
the mold, where it cools and 
solidifies into the final part.

	− Milling is when materials are 
machined using a milling machine 
and milling cutter. Milling 
machines can be fitted with 
appropriate tools depending on 
the materials, e.g. for working 
with metal and plastic, wood, 
or natural stone. Modern CNC 
machining centers offer the 
greatest precision and can be 
used to produce cavities of every 
shape necessary. Please note 

that when machining natural 
stone, ceramic, or glass, for 
example, special diamond-tipped 
tools must be used.

	− Drilling is when materials are 
machined using a power drill and 
drilling tool.  

	− Water jet cutting allows 
materials to be separated via 
a high-pressure jet of water. 
Economic reasons make water jet 
cutting machines ideal for certain 
stone shapes that are integrated 
into flat materials. Please note 
that only end-to-end cavities 
can be produced in this way. In 
addition, materials that swell 
through water cannot be worked 
with. Absorbent materials must 
be fully dried before gluing the 
crystal.

CHECKING SURFACE 
TENSION AND  
PRE-TREATMENT

Application
When gluing Swarovski crystals, 
optimal results are obtained 
by coordinating the entire 
application process. Following 
the application steps in the 
right order is very important. 

Experience has shown that 
the most common reasons for 
crystals becoming detached 
are inappropriate areas of 
application, poorly produced 
cavities, unsuitable gluing 

systems, and insufficient 
quantities of glue. Product-
specific application instructions 
are detailed later in this section. 
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CHOICE OF GLUE POST-CLEANING 
AND CURING

DOSAGE AND SETTINGCAVITY PRODUCTION CHECKING SURFACE 
TENSION AND  
PRE-TREATMENT

SWAROVSKI 
PRODUCTS

PRODUCTION 
METHOD

CAVITY TYPE

Round Stones Milling
Drilling

Chaton cavity

The optimal cavity for a XIRIUS Chaton is produced at an angle of 95°–98°,  
for a XILION Chaton at 90°–93°, for a XIRIUS Light an angle of 163°–166°. 
The cavity should have the same maximum diameter as the crystal plus at  
least 0.1 mm. 
The stone sizes available for Swarovski crystals can be found on page 21.  
For particularly large crystals with a prominent girdle, it is advisable to use  
an additional countersinking process.  
Please find a cavity calculator on https://b2b.ecommerce.swarovski.com

Round Stones Casting Chaton casting cavity

For items manufactured by casting, an additional indentation at the bottom of the 
cavity can be drilled to avoid a rounded tip, therefore preventing the crystal from 
being raised out of the cavity.

Additional
Indentation

Cavity types

Depending on the Swarovski products 
used, various cavity types can be 
made using the different production 
methods. 

Glue 
protects

the foiling

Countersink
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CHOICE OF GLUE POST-CLEANING 
AND CURING

DOSAGE AND SETTINGCAVITY PRODUCTION CHECKING SURFACE 
TENSION AND  
PRE-TREATMENT
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SWAROVSKI 
PRODUCTS

PRODUCTION 
METHOD

CAVITY TYPE

Flat Backs No Hotfix 
Crystal Textures*

Casting
Milling

Indentation

When gluing an article with a flat back it is also advisable to create a cavity 
as shown here. This cavity ensures that the crystal is better protected against 
mechanical and chemical stress. The depth of the cavity depends on the height of 
the girdle (Flat Back) or the height of the Crystal Textures and the thickness of the 
base material.

Round Stones
Flat Backs No Hotfix
Fancy Stones

Milling
Drilling
Water jet cutting

End-to-end cavity

An end-to-end cavity is the simplest option when producing cavities. When 
selecting the glue (page 55), please note the additional instructions regarding the 
gluing gap.

Fancy Stones
Linked Crystal 
Components: 
Crystal Mesh
Crystal Fishnet 
Bandings

Casting
Milling

Blind hole

A blind hole is another option when producing cavities. It allows Swarovski crystals 
in a variety of heights to be set and protected in the material. When selecting the 
depth of the cavity, ensure that there is still a gap between the lowest point of the 
crystal and the base material. When selecting the glue (page 55), please note the 
additional instructions regarding the gluing gap.

Fancy Stones Casting
Milling

Step milling

Compared to a simple blind hole, step milling offers better hold of the crystal with 
less glue. When selecting the depth of the cavity, ensure that there is still a gap 
between the lowest point of the crystal and the base material. When selecting the 
glue (page 55), please note the additional instructions regarding the gluing gap.

* for crystal texture (except from coldfix and removable foil)
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CHOICE OF GLUE POST-CLEANING 
AND CURING

DOSAGE AND SETTINGCAVITY PRODUCTION CHECKING SURFACE 
TENSION AND  
PRE-TREATMENT

SWAROVSKI 
PRODUCTS

PRODUCTION 
METHOD

CAVITY TYPE

Fancy Stones Casting
Milling

3D milling

3D milling offers an optimum fit with the smallest gluing gap. Due to the fact that 
the cavity is adapted to the contours of the crystal, CNC milling machines are 
required.

Production tolerances for cavities

When producing cavities, the 
dimensions should be based on 
the main dimensions, including the 
maximum tolerance for the crystals 
used, and the production tolerance. 

These dimensions can be requested 
from your Swarovski sales organization.

Adhesive Flat Back

Cavity
Maximum level of 

tolerance  
(+ 0.10 mm)

Incorrect cavities

Angle too sharp Crystal too large/cavity too small Angle too large

Gap too bigCavity with uneven surfaceRounded tip of the cavity
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1	 Before gluing, mark the surface. 2	� If the ink remains visible for 2 
seconds, the surface is suitable for 
gluing.

3	� If the ink disappears or forms 
bubbles, the surface is not 
suitable for gluing. In this case, the 
pre-treatment cleaning methods 
should be checked.

Checking surface tension and pre-treatment

Checking the surface tension

The surface tension is an indicator for 
the wetting properties of the surface 
to be glued. A surface tension of at 

least 38 mN/m is recommended for 
gluing Swarovski crystals.  It should 
also be randomly tested during 

production. It is best to use the Test 
Pen (art. 9030/000) to measure the 
surface tension. 

Pre-treatment

If the surface tension is below 
38 mN/m, the following pre-treatment 
cleaning methods, applied in the 
correct order, can be effective in 

reaching the right level. After each 
cleaning process, the surface tension 
has to be checked again. 

Note: On porous or absorbent materials, the surface tension cannot be checked 
with the Test Pen. If the Test Pen is used on highly polluted surfaces (e.g. grease, 
oil) or on material like wood, the Test Pen might be polluted as well and cannot 
be used anymore.

Application Instruction Movie 

Checking surface tension

Watch instruction movie on proper Test Pen usage online at 
https://b2b.ecommerce.swarovski.com

http://swarovs.ki/gluingapplication
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CHOICE OF GLUE

CHOICE OF GLUE

POST-CLEANING 
AND CURING

POST-CLEANING 
AND CURING

DOSAGE AND SETTING

DOSAGE AND SETTING

CAVITY PRODUCTION

CAVITY PRODUCTION

CHECKING SURFACE 
TENSION AND  
PRE-TREATMENT

CHECKING SURFACE 
TENSION AND  
PRE-TREATMENT

TYPES OF CLEANING PRE-TREATMENT CLEANING METHODS

1 	 Mechanical cleaning 
This involves sanding, blasting, or brushing but is usually 
not necessary for jewelry.

	− Removal of dirt, rust, scale, and residues of varnish
	− Roughening the surface

2 	 Washing and degreasing 
It is important to ascertain that the tensides do not contain 
silicone, as this would impair adhesion. 
When using solvents it is advisable to test the durability 
of the surface to be cleaned beforehand to avoid any 
damage. Solvents containing substances with a high 
boiling point should not be used due to the risk of residue. 
If using cleaning solvents, wait a few minutes to allow them 
to evaporate.

	− Cleaning with tenside solutions, rinsing with de-ionized 
water

	− Cleaning with isopropyl alcohol/ethanol
	− Cleaning with acetone (MEK/ethyl acetate)
	− Cleaning with a cleaning solvent: should not contain high 

boiling point substances (risk of residue)

3 	 Physical cleaning and activation 
These cleaning methods can be applied if mechanical 
cleaning  
or washing and degreasing are either not possible or have  
not resulted in a surface tension of >38 mN/m. Therefore  
the pre-treatment cleaning method used should be done  
on a case-by-case basis.

	− �Flame treatment via a blow torch 
The surface to be treated is exposed to the flame of 
a torch very briefly. When using special gas mixtures, 
surface silication can also be carried out, so as to apply  
a more adhesive coating.

	− �Corona treatment 
An electric corona discharge is briefly applied to the 
surface.

	− �Plasma treatment 
Plasma treatment offers precise cleaning and activates 
the surface via an ionized gas.

4 	 Chemical cleaning and primers 
Applying a primer improves adhesion and helps  
to prevent corrosion.

	− Applying small amounts of solvent and activating the 
surface.

	− Applying a primer.

Choice of glue

The selection of the best gluing system is the next stage in 
ensuring a long-lasting application. 
When selecting the most suitable glue, the following factors 
should be considered:  

	− The type of cavities/the resulting gluing gap
	− The size of the crystals/gluing surface
	− The gluing properties and finish required
	− The type of base material
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Large gluing gap Small gluing gap

The type of cavities/the resulting gluing gap

When selecting an adhesive, it is also 
important to consider the gluing gap 
that results from the type of cavity 
chosen. For cavities offering a large 

gluing gap, soft and gap-filling glues 
such as silicone glue are recommended 
to avoid tension in the glue joint.  
 

Epoxyethane/polyurethane glues offer 
greater strength and can be used for 
cavities with a small gluing gap.

The size of the crystals/gluing surface

Please note that when gluing small 
crystals, glues with higher shearing 
strengths (e.g. CG 500 (A+B) 
two-component epoxy glue) should be 

used. Further information can be found 
in the manufacturer’s technical data 
sheets.  

The gluing properties and finish required

When selecting glues, it is important 
to consider properties such as pot 
life, viscosity, color, curing time, ease 
of dosing, and shrinkage. Further 
information can be found in the 
manufacturer’s technical data sheets.  
Adhesives tend to shrink during curing. 
There will be a greater amount of 
shrinkage if the wrong glue has been 

chosen, it is hardened under the wrong 
conditions, or if there is an incorrectly 
sized cavity (too much space around 
the crystal). The tension thus created 
can damage the foiling and the 
crystals may even detach. Glues that 
are very hard after curing and shrink 
considerably are not suitable for 
Swarovski crystals with foiling.

The type of base material

The following table provides a 
selection of commonly known and 
globally available adhesives that 
are suitable for different uses and 

materials. Application tests are 
advisable to make sure the chosen 
glue fulfills the specific needs of your 
application.
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The foiling is torn from the crystal 
because of excessive glue shrinkage 
(shown in yellow).
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Viscosity: Measure of a fluid‘s resistance to gradual 
deformation by shear/tensile stress. It corresponds to the 
informal notion of 'thickness'

Viscosity types

low thin fluid

med medium

high pasty
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Glass + + + + + + O O O  – + + + – O

Ceramics + + O + + + + + + – – + + O O

Stone + + O + + + + + + – – + + O O

Aluminum + + + + + + + + + O  + + + O O

Brass + + + + + + + + + O  + + + O O

Silver + + + + + + + + + O  + + + O O

Steel + + + + + + + + + O  + + + O O

PC + + O + + + O O O + O O O O O

PS + + O O + + O O O + O O O O O

PVC/ABS + O O + + + O O O + O O O O O

PMMA + O O O + + O O O +  + + + O O

Paper O O O + O O O O O O – + + O O O O

Cork O O O + O O O O O – – + + O O

Wood O O O + O O O O O – – + + O O O

Textiles² – – – – – – – O – – – + + – – O O

1 The second gluing part has to be UV transparent.        2 For permanent (wash-resistant) application a Hotfix application is suggested.

Color: Description of the glue‘s color type after curing. 
Bonding: Depending on the carrier material, the bonding of 
the glues can vary.

Bonding types

+ sufficient or excellent bonding can be reached

o sufficient bonding is possible

– sufficient bonding is nearly impossible
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Applications on plastics

There are many types of synthetic 
materials. The following table contains 
information regarding the adhesive 
qualities of a selection of plastics. 

PLASTICS ADHESIVE QUALITIES

ABS good

ASA good

CA good

EP good

PA very difficult

PC good

PE difficult

PET difficult

PF good

PIB good

PMMA good

POM difficult

PP difficult

PS good

PTFE very difficult

PVC-U good

PVC-P very difficult

SAN good

SILICONE very difficult

UP good

CHOICE OF GLUE POST-CLEANING 
AND CURING

DOSAGE AND SETTINGCAVITY PRODUCTION CHECKING SURFACE 
TENSION AND  
PRE-TREATMENT
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XILION Chatons that have been 
glued with CG 500 (A+B) remain in the 
cavities after extreme mechanical 
stress due to optimal shock 
absorbance (up to 500%).

XILION Chatons that have been 
glued with a standard epoxy resin 
fall out of their cavities after extreme 
mechanical stress due to its poor shock 
absorbance (around 10%).

Ideal mechanical resistance

CG 500 (A+B) absorbs impacts and 
withstands distortion. In addition, 
maximum elasticity protects the 
foiling.

CG 500 (A+B) Two-component epoxy resin glue

CG 500 (A+B) is a high-performance 
gluing system for both foiled 
and unfoiled Swarovski crystals, 
exclusively distributed by Swarovski 
for professional use within the jewelry 
segment and other industries such as 
accessories, interiors, and electronics.

Key features:
	− Ideal mechanical resistance
	− Ideal chemical resistance
	− Future-oriented solution
	− Diverse areas of application

Ideal chemical resistance

CG 500 (A+B) OFFERS EXCELLENT CHEMICAL RESISTANCE AGAINST:

Humidity CG 500 (A+B) prevents infiltration of humidity into the glue and thus any corrosion.
Jewelry pieces can be stored and worn in places with high humidity.

Perspiration CG 500 (A+B) prevents infiltration of perspiration into the glue and thus avoids 
corrosion.
The glued Swarovski products are not damaged by perspiration.

Salt and chlorinated water CG 500 (A+B) protects Swarovski crystals when they are exposed to salt or 
chlorinated water. 
The glued Swarovski products are not damaged during swimming.

Diverse areas of application

CG 500 (A+B) OFFERS IDEAL ADHESION FEATURES ON:

Metals E.g. application of Swarovski products on plated surfaces, brass, stainless steel, 
titanium, gold, rhodium, and silver within the jewelry industry

Gluable synthetics and rubber E.g. application of Swarovski crystals on ABS, PMMA, PVC etc. within the 
accessories and electronics industries

Glass, crystals, wood, stone, cork, and 
porcelain

E.g. application of Swarovski products in the interior and home décor industries
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Technical data of CG 500 (A+B)

Mixture ratio (A : B), by volume 	 100 : 100 (resin : hardener)
Mixture ratio (A : B), by weight 	 100 : 86 (resin : hardener)
Pot life at room temperature (23 °C/73.4 °F), quantity applied: 1g 	 15 min.
Complete curing time at room temperature (23° C/73.4 °F)	 24h
Complete curing time in oven (40° C/104 °F) 	 12h
Complete curing time in oven (80° C/176 °F) 	 2h
Complete curing time in oven (100° C/212 °F) 	 1h
Handling time at room temperature (23 °C/73.4 °F) 	 3h
Viscosity (mixed) 	 20,000 +/– 5,000 mPa*s

Mixing CG 500 (A+B) two-component glue tubes

The exact mixing of the 
two-component glue is especially 
important. Only a fully homogenous 
mixture leads to the desired results. 

Care must be taken to follow the 
manufacturer’s instructions.

1	 Use an electric scale to weight out 
the two components at a ratio of 
100 : 86 (resin : hardener).

2	 Both components come in different 
color shades so that it is easy to see 
if they are thoroughly mixed.

3	 Mix the two components until a 
homogenous result is achieved.

4	 Put the glue in a dispenser. 5	� Attach the dispensing tip to the 
syringe. 
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Application Instruction Movie 

Mixing two-component adhesive

Watch instruction movie how to mix the tube version  
of Swarovski Crystal Glue CG 500 online at  
https://b2b.ecommerce.swarovski.com

CG 610 (A+B) two-component epoxy resin glue

The CG 610 (A+B) two-component 
epoxy resin glue was specially 
developed for gluing Swarovski 
crystals of very  
small sizes, starting with PP 0. 
Depending on the area of application 
the adhesive can be used for crystals 
up to the  
size of PP 14. 

Key Features:
	− Suitable for gluing very small 

crystals (starting with size PP 0)
	− Low viscosity allows an easier 

dosing of small glue quantities
	− Cost saving due to long pot life  

(140 min.)

Technical data of CG 610 (A+B)

Mixture ratio (A : B), by volume 	 100 : 50 (resin : hardener)
Mixture ratio (A : B), by weight 	 100 : 48 (resin : hardener)
Pot life at room temperature (23 °C/73.4 °F), quantity applied: 1g 	 140 min.
Complete curing time at room temperature (23° C/73.4 °F)	 72h
Complete curing time in oven (40 °C/104 °F) 	 18h
Complete curing time in oven (80 °C/176 °F) 	 4h
Complete curing time in oven (100 °C/212 °F) 	 1.5h
Handling time at room temperature (23 °C/73.4 °F) 	 24h
Viscosity (mixed) 	 1,750 +/– 250 mPa*s

http://swarovs.ki/gluingmixingtwocomponents
http://swarovs.ki/gluingmixingtwocomponents


60

SWA ROVS K I A PPLI C ATI O N M A N UA L 20 24

CHOICE OF GLUE POST-CLEANING 
AND CURING

DOSAGE AND SETTINGCAVITY PRODUCTION CHECKING SURFACE 
TENSION AND  
PRE-TREATMENT

A
p

p
lic

a
ti

o
n

Mixing CG 610 (A+B) two-component  
glue cartridgee

The 50 ml cartridge of CG 610 (A+B) is 
designed in a way that the containing 
resin and hardener do not have to be 
mixed together by the user. Just attach 
a dispensing gun and the mixing nozzle 
(delivered with the 50 ml adhesive 
package) to the cartridge and start 
gluing.

When using glue of the 750 ml box, 
resin and hardener have to be mixed 
in a different way. First, weigh the two 
glue components at a ratio of 100 : 48 
(resin : hardener). It is very important 

to keep an exact mixing ratio of the 
two components to achieve maximum 
adhesion. Mix the two components 
well for at least one minute. Only a 
fully homogenous mixture leads to the 

desired results. When a homogenous 
mixture is achieved, put the glue 
into a dispenser/syringe and attach 
a dispensing tip.
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Dosage

The glue can be precisely dispensed 
via a variety of dosage systems. 
Dispensers with a vacuum connection 
prevent the glue from dripping and 

reduce the amount of cleaning 
needed. The correct amount of glue 
will additionally protect the foiling 
from external influences. Attention 

must be paid to the application and 
quantity of the glue.

Glue application

Irrespective of the shape of the gluing 
area, the glue should be applied as 
follows:

Dosage and setting

Gluing area on the 
reverse of the crystal

Glue

With a round gluing area, a dot of 
glue in the centre is sufficient. When 
the crystal is applied, the glue will be 
evenly distributed in the gluing gap. To 
glue a single spot, aim the dispensing 
needle just above the spot to be glued 
and lift it slowly upward to avoid any 
glue spreading out sideways.

With a square or rectangular gluing 
area, apply a cross of glue to ensure it 
is evenly spread into the corners. 
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Glue quantity

When selecting the amount of glue to 
dispense, ensure that when setting and 
pressing down on the crystal, the glue 
spreads to the edges, thus offering 
additional protection for the foiling.

Round Stone

Countersink

Glue protects the 
foiling

Too much glueToo little glue

Fancy Stone

Too little glue Too much glue

Glue dischargeGlue does not 
fill the gluing 
gap

Glue protects the foiling
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Setting

Once the glue has been dispensed the 
Swarovski product can be positioned. 
Pick up the crystals, for example with 
a wax stick or tweezers, apply them 
to the gluing position, and press down 
gently.
For preparing Chatons for the 
positioning process, a Chaton 

Sieve can be helpful. Take the sieve 
according to the Chatons’ sizes. Place 
some crystals onto the sieve. By slightly 
shaking the tool and wiping over it with 
glove-covered fingers, the majority 
of Chatons automatically turn into 
the suitable position for gluing (table 
pointing upwards). 

As a next step the Chatons can 
easily be picked up from the Chaton 
Sieve using a tool like the wax stick, 
tweezers, or a vacuum pick-up system. 

The use of a silicone pick up tool is 
not recommended as this can impair 
the adhesion and the brilliance of the 
crystals.

Chaton Sieve

Apply the crystals to the gluing 
position and press down gently. When 
working with cavities with large gluing 
gaps, the following tools assist in 
ensuring the optimum positioning:

A cross (or a similar tool) prevents the 
crystal from tipping over. Press the 
crystal down flat on the material using 
the chosen tool.

To prevent the crystal from sinking or 
tipping during the hardening process, a 
small plasticine ball can be used to fix 
it in place.
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Curing

The curing time of the glue depends 
mainly on the temperature, or on the 
humidity in the case of silicone glues. 
Please note the glue manufacturer’s 
instructions. 

To minimize shrinking and tension 
during hardening, we recommend for 
standard two-component epoxy resin 
glues a maximum curing temperature 
of 50 °C (122 °F), with the exception of 

CG 500 (A+B) and CG 610 (A+B). 
Both adhesives can be cured at a 
maximum temperature of 100 °C 
(212 °F), without any changes to its 
properties.

Post-cleaning and curing

Post-cleaning

Excess glue that escapes during 
setting can be carefully removed using 
a cotton wipe that has been soaked 
in a solvent, e.g. isopropyl alcohol. 

It must be removed while the glue is 
hardening, as dried glue cannot be 
fully removed. Remember to follow the 
glue manufacturer’s instructions, as 

well as considering the resistance of 
the base material.

CHOICE OF GLUE POST-CLEANING 
AND CURING

DOSAGE AND SETTINGCAVITY PRODUCTION CHECKING SURFACE 
TENSION AND  
PRE-TREATMENT



65

0 3

G LU I N G

Overview of the simplified gluing process

1	 Make sure that the surface on 
which you want to apply a crystal 
is suitable for gluing. Use the Test 
Pen (art. 9030/000)  to check the 
material’s surface tension.

2	 The surface must be correctly pre- 
treated before gluing (e.g. cleaning, 
degreasing).

3	 The glue should be applied with a 
dispenser.

4	 Pick up the crystal, using e.g. a 
tweezer, a plasticine stick or a 
vacuum pick up system. Carefully 
place the crystal and press it down 
gently.

5	 Remove excess glue with a cotton 
stick soaked in a solvent eg. 
Isopropyl alcohol. Let the glue cure 
according to the manufacturer’s 
guidelines.

Application Instruction Movie 

Gluing

Watch an example of an gluing process online at  
https://b2b.ecommerce.swarovski.com

http://swarovs.ki/gluingfinishedproduct
http://swarovs.ki/gluingfinishedproduct
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Product-specific application instructions

Application Advice for Crystal Textures Foil Overlay

Crystal Textures Foil Overlay is a quick 
and easy way of applying products 
from the Crystal Textures assortment. 
In addition to Hotfix, the foil overlay 
has now made these products suitable 
for including in designs using the 
sewing or gluing technique.

This makes these products the perfect 
solution for customers working with 
carrier materials that are not suitable 
for Hotfix application. Examples 
include materials that are pressure- or 
heat-sensitive, such as smooth leather 
or technical fabrics that do not absorb 
Hotfix glue. 

Gluing technique
Using an additional gluing system, 
e.g., CG 500 or Araldite 2028, a Crystal 
Textures Foil Overlay motif can easily 
be included in designs. 
The glue is applied to the reverse side 
of the motif or to the upper surface 
of the overlay foil. Solvent-based 
polyurethane adhesives can also be 

used, although we do not advise using 
a water-based polyurethane adhesive! 
Using a glue to add the Crystal 
Textures Foil Overlay to designs is 
recommended for industries that 
are not exclusively working with 
textiles. For instance, in the shoe 
industry, where mainly PU materials 

are processed, Crystal Textures Foil 
Overlay can be applied to the side of 
a midsole.
For all gluing methods, we strongly 
recommend carrying out tests in 
accordance with customers’ needs and 
specifications.
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1	� The surfaces to be glued must be 
properly pre-treated to achieve  
a sufficient surface tension. This 
can be tested via a Test Pen  
(art. 9030/000).

2	 Dispense the UV glue. 3	 Press down on the crystal, until the 
glue completely covers the gluing 
area.

4	� Cure the glue for a few seconds 
using a UV light (following the 
manufacturer’s instructions), and 
remove any excess glue using a 
cleaning agent. The curing  
process can then be continued, 
according to the manufacturer’s 
instructions.

Note: It is recommended that 
UV-protective eyewear is worn during 
curing, to prevent injury. Please follow 
the manufacturer’s instructions.

Applying UV-transparent materials 

When using UV glue, at least one part 
of the materials must be translucent 
for UV light. On a metal surface 
for example, only crystals without 
foiling can be applied. Similarly, 
foiled crystals can only be glued to 

UV-transparent materials.  
Please note that some crystal and 
glass colors as well as UV-stabilized 
plastics absorb UV light and are thus 
unsuitable for UV glues.

Application Instruction Movie 

UV gluing with pointed Chatons

Watch UV Gluing instruction movie online at 
https://b2b.ecommerce.swarovski.com

http://swarovs.ki/uvgluing
http://swarovs.ki/uvgluing
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Applying Crystal Textures on solid surfaces (with additional gluing system)

1	 The surfaces to be glued must 
be properly pre-treated, so as to 
achieve sufficient surface tension. 

2	 Apply the correct amount of glue 
onto the carrier material.

3	 Spread the glue equally on the 
material.

4	 Position the motif in the desired 
location and press down firmly for a 
few minutes.

5	 Glue that escapes during 
positioning can be carefully 
removed using a cotton wipe.

6	 During curing it is suggested to put 
some weight on the motif.



69

0 3

G LU I N G

Applying Flat Backs No Hotfix for mosaic tiles

Due to their dimensions (outer 
dimensions and height) and coating 
(protective lacquer), selected Flat 
Backs No Hotfix have been tailored 
specially for use in tiles and mosaics. 

Protective lacquer is applied to the 
foiling of all crystals, and fully covers 
the reflective surface. Protective 
lacquer prevents moisture, cleaning 
agents, etc. from coming into direct 
contact with the reflective layer, which 
can lead to corrosion and damage the 
crystal. 

Long-term, satisfactory solutions can 
only be achieved with paper-glued 
mosaic tiles and the use of 
recommended tile glues and joint 
sealers. When working with net-glued 
mosaics, their absorption and storage 
of moisture means the support net 
must be completely removed in the 

areas where the crystals are to be 
applied. 
Find suppliers for tile glues and 
joint sealers on the supplier list on 
page 46. Solvent-resistant and alkaline 
tile glues and joint sealers are not 
recommended.

Protective lacquer

Foiling

Unsuitable areas of application

	− In swimming baths and steam 
rooms

	− In contact with chlorine and other 
aggressive cleaning agents

	− In saunas, due to the high 
temperatures and moisture

	− Outside
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4	 Before curing, remove any excess 
glue with a damp sponge; follow 
the manufacturer’s information 
regarding curing.

5	 After curing, remove the paper 
support. Following this, the mosaic 
can be grouted with a soft rubber 
scraper.

6	 Excess joint sealer can be removed 
with a wet sponge during curing.

Note: Please be aware that many tile glues and joint 
sealers can contain abrasive materials, which can lead 
to scratching of the crystals. To avoid damaging the 
crystals, these parts should be carefully cleaned with 
mild, pH-neutral cleaning agents and cleaning sponges.

Paper

Net

1	 Cut out the marked tile area and 
remove it from the mosaic.

2	� Apply the tile glue to the 
prepared base according to the 
manufacturer’s instructions, then 
carefully position the mosaic tile 
and press down.

3	� Place the individual crystals in the 
gaps and lightly press down.
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1	 To protect the surface of the 
material used (e.g. metal, tiles, etc.) 
from dirt, a self-adhesive film can 
be applied.

2	 It is then cut out along the 
previously produced cavities.

3	 The crystal can now be glued into 
the cavity. Once any excess glue 
has been removed, the adhesive 
film can be removed following 
curing.

Useful information
Applications on silver product

Without protection, silver product can 
turn yellow or black with time due to 
chemical reactions. To slow or stop 
these reactions the surface of silver 

items are often covered with  
a temporary (wax-based) or permanent 
protective coat (varnish-based). 
Tarnishing on the surface of the metal 

often results in a decline in the surface 
tension under the recommended 
38 mN/m.

TARNISHING PREVENTION SYSTEMS

Temporary protection against tarnishing: Permanent protection against tarnishing:

	− Wax-based
	− Low surface tension

	− Varnish-based
	− Surface tension depends on varnish

Recommendation: �
Protect the rest of the piece after gluing

Recommendation: �
Use a tarnishing protection system with sufficient surface 
tension

Protective film

A self-adhesive film can protect 
against dirt during the application 
process and aid in positioning.

Blind hole
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End-to-end cavities

1	 Apply a self-adhesive film to the 
front of the material.

2	 Place the Flat Backs No Hotfix 
elements into the end-to-end cavity 
from the back.

3	 Now fill the cavity with glue. The 
glue should cover the entire foiling 
of the crystal, so as to avoid 
corrosion. The self-adhesive film 
prevents the glue spreading onto 
the front.

4	 Once the glue has cured, the film 
can be removed.

Note: Highly viscous glues are best suited 
for end-to-end cavities, as they do not 
spread through the cracks at the front.
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1	 Cut the transparent film between 
the rows of crystals with a knife, but 
do not pull them apart, otherwise 
the stability of the crystals will be 
lost.

2	 After cutting the film, there is some 
space between the rows which 
allows you further processing.

3	 Cut the metal mesh with a scissor 
along the scored line, and remove 
the excess link rings. The Crystal 
Mesh is now ready for gluing.

Cutting and gluing Crystal Mesh

The transparent film should not be 
removed before gluing. The film allows 
the individual crystals to be aligned 

perfectly, and provides Crystal Mesh 
with the stability necessary for flawless 
application.

Film
When gluing flexible Crystal Mesh 
products, do not remove the 
transparent film until the glue has 
cured to ensure the proper alignment 
of the mesh.

Application Instruction Movie 

Cutting Crystal Mesh

Learn how to cut Crystal Mesh properly by 
watching our instruction movie online at 
https://b2b.ecommerce.swarovski.com

http://swarovs.ki/cuttingcrystalmesh
http://swarovs.ki/cuttingcrystalmesh
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Cutting Crystaltex Chaton Bandings

When working with Crystaltex Chaton 
Bandings, the lack of space between 
crystals means great care must be 
taken during cutting, so as to avoid 
damaging the crystals.

1	 Cut into the support film between 
the rows with a Stanley knife.

2	 Snap and cut off the Crystaltex 
Chaton Banding along the scored 
edge.
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PROBLEM CAUSE

The crystal has become discolored:
The crystal is matt or yellowed.
The crystal seems black and dull compared to the surrounding crystals.
The crystal has been plated. 

1, 2
3
4

The crystal has detached from the cavity without the foiling:
The crystal has become discolored.
The crystal has detached with the mirror coating but without the platinum foiling or the 
glue.

5, 6
7, 8, 9

The crystal has detached from the cavity with the foiling:
Glue is attached to the crystal.
No glue is attached to the crystal anymore.

10, 11, 12, 13, 14
15, 16

Excess glue:
Before hardening.
After hardening.

2
17

CAUSE RECOMMENDATION

1  	 Glue residues have not been completely removed 
and have been smeared over the crystal.

Use a suitable dispenser to apply exactly the right amount of glue. 
Dispensers with a vacuum connection prevent the glue from dripping 
and reduce the amount of cleaning needed.

2 	 Too much glue was used. Be sure to use the exact recommended dosage and to carefully 
remove any excess glue, e.g. using acetone or isopropyl alcohol.

3 	 The axis of the cavity was already off-center in the  
original model or the cavity was not drilled straight  
in the unfinished casting.

Use a special bit when drilling the original model. This offers more 
precise control of the direction and depth of the drilling.

4 	 The product was only plated after the crystals had 
been glued to it.

It is recommended to complete the plating before gluing the 
crystals.

5 	 A gluing gap that has not been completely filled is 
causing corrosion.

Make sure the exact dosage of glue is used.

6 	 Tensile stresses are reducing the adhesion of the 
mirror coating. Oxygen is penetrating between the 
stones and the mirroring and causing oxidization.

Use glue that is more elastic and that does not shrink as much.

7 	 An incorrect glue system was used. Carry out tests with other glue systems.

8 	 Incorrect proportions of resin and hardener were 
used.

Follow the glue manufacturer’s mixing instructions.

Quick Assistance

The following table outlines typical 
gluing problems, along with possible 
causes and recommendations on 
avoiding them. 
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CAUSE RECOMMENDATION

9 	 Cleaning agents have affected the glue and/or the 
protective coating.

Use less solvent or a different type of solvent.

10 	 Residues of polishing agent were not completely 
removed before plating.

Double check the type of cleaning process used.

11 	 A varnished piece of jewelry has not been correctly  
pre-treated before gluing.

Improve the adhesion of the glue, e.g. with low-pressure plasma 
treatment or flame treatment if necessary.

12 	 Too little glue was used. Make sure the exact dosage of glue is used.

13 	 The cavity has the wrong shape after plating. Re-work the original model to improve the cavity shape.

14 	 Electrolyte residues have not been completely 
removed.

Double check the type of cleaning process used.

15 	 The specified processing time was exceeded and as  
a result the glue has already hardened.

Reduce the processing time.

16 	 General glue problems. Follow the manufacturer’s instructions. Check the conditions under 
which the glue is stored. Excess solvent could have corroded the glue 
and/or the foiling. 

17 	 The product piece was put under stress before the 
glue had hardened.

Make sure the glue has hardened, for example before transporting 
the jewelry.
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Epoxy Clay Applications

For applications with epoxy clay, 
Swarovski  advises the use  
of Ceralun from company AP 
Adesives. Therefore, the following 
content refers to the application 
and data of Ceralun.

80 Product Overview
81 Machines and Tools
83 Suppliers
84 Application
92 Useful Information
93 Quick Assistance
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Product overview
The following products are suitable 
for application with Ceralun:

CERALUN

Round Stones �

Fancy Stones �

Crystal Pearls �

Flat Backs No Hotfix �

Ceralun is a versatile and strong 
two-component, high-performance 
ceramic epoxy composite. This clay 
has been specifically developed and 

tailored to embed foiled and unfoiled 
crystals. It is an absolutely essential 
material for innovative design. Ceralun 
has a high level of hardness, rigidity, 

and shock absorbance. It is resistant to 
sweat, humidity, or climatic changes, 
and shows no aging.
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Isopropyl alcohol/AcetoneTest Pen (art. 9030/000) Blow torch

Plasma cleanerCorona treater Precision balance

Plastic gloves Protective eyewear Ceralun (A + B) 
Two-component ceramic epoxy 
composite (10 x 50 g)

Machines and tools

The following machines, tools 
and aids can be used for the 
various processes involved in the 
application of Swarovski products 
with Ceralun:
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Ceralun Release Agent
Contains high molecular liquid wax 
(100 ml) 

Wax stick

Tweezers

Drying oven

Freezer

Chaton Sieve Vacuum pump with silicone hose 
(art. 9040/022), can be adapted 
to a pick-up system by attaching 
a dispensing tip (to be ordered 
separately).
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Suppliers 
This list provides an overview of 
selected suppliers worldwide.

MACHINES & TOOLS SUPPLIER CONTACT

Test Pen Swarovski: art. 9030/000 https://b2b.ecommerce.swarovski.com

Ceralun AP Adhesives
5 x 20 g, Asia, Europe/America
100 g, Asia, Europe/America
10 x 100 g, Asia, Europe/America
1 kg, Asia, Europe/America

www.ap-adhesives.com

Ceralun Release Agent AP Adhesives www.ap-adhesives.com

Vacuum pump with silicone hose,  
can be adapted to a pick-up system  
by attaching a dispensing tip

Swarovski: art. 9040/022 https://b2b.ecommerce.swarovski.com

Vacuum pick-up system I & J Fisnar, Inc.
Epoxy & Equipment Technology PTE., Ltd.
Hottemp (M) Sdn. Bhd.
PT. SKT International

www.fisnar.com
www.eetdispensing.com
www.hottemp.com.my
www.sktisolution.com

Pick-up stick Crystal Ninja, LLC www.crystalkatana.com

Drying oven Heraeus Holding GmbH
VWR International, LLC

www.heraeus.com
www.vwr.com

ELASTOSIL® M 4670 A/B RTV-2  
(for preparation of the mold)

Wacker Chemie AG www.wacker.com
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Application
When working with Ceralun, 
optimal results are obtained 
by coordinating the entire 
application process. Following 
the application steps in the 

right order is very important. 
Experience has shown that 
the most common reasons for 
crystals becoming detached 
are inappropriate areas of 

application, the wrong mixing 
ratio of the two components, or 
not mixing them together long 
enough until a homogenous 
appearance is achieved.

Ceralun two-component ceramic epoxy composite

Ceralun was especially developed 
for the application of both foiled 
and unfoiled Swarovski crystals, for 
professional use within the jewelry 
segment and other industries such as 
accessories, interiors, and electronics.

Key features
	− Specifically developed and 

tailored to embed foiled and 
unfoiled Swarovski crystals.

	− High level of hardness, rigidity, 
and shock absorbance.

	− Resistant to perspiration, 
humidity, or climatic changes and 
shows no aging.

	− Allows new design possibilities.
	− Perfect material to generate a 

large variety of surfaces and 
structures.

	− Applicable on 3D-shaped 
surfaces.

	− Alternative solution to gluing.

Technical data of Ceralun

Mixture ratio (A : B), by weight	 1 : 1 (resin : hardener)
Pot life at room temperature (23 °C/73.4 °F)	 max. 3 h
Complete curing time at room temperature (23 °C/73.4 °F)	 72 h
Complete curing time in oven (40 °C/104 °F)	 12 h
Complete curing time in oven (80 °C/176 °F)	 2 h
Handling time at room temperature (23 °C/73.4 °F)	 12 h
Humidity during curing	 30 – 70%
Density	 2.5 g/cm³
Hardness (according to DIN 53505)	 D82
Storage time at room temperature (23 °C/73.4 °F, 55% rel. hum.)	 12 months
Lowest storage temperature	 2 °C/35.6 °F
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PROCESSING METHODS CURINGCHECKING SURFACE TENSION  
AND PRE-TREATMENT

DOSAGE, MIXTURE AND SETTING

1	 Mark the surface. 2	� If the ink remains visible for 
2 seconds, the surface is suitable for 
working with Ceralun.

3	 If the ink disappears or forms 
bubbles, the surface is not suitable 
for applying Ceralun. In this 
case, the pre-treatment cleaning 
methods should be checked.

Checking the surface tension

The surface tension is an indicator for 
the wetting properties of the surface 
the Ceralun should be applied to.  

A surface tension of at least 38 mN/m 
is recommended for working with 
Ceralun. It should also be randomly 

tested during production. It is best to 
use the Test Pen (art. 9030/000) to 
measure the surface tension.

Ceralun has optimal adhesive 
characteristics for applications on 
metal, glass, crystals, gluable plastic 

surfaces, rubber, wood, cork, and 
porcelain, unless the materials do not 
have the right surface tension.

Checking surface tension and pre-treatment

Note: On porous or absorbent materials, the surface tension cannot be checked 
with the Test Pen. If the Test Pen is used on highly polluted surfaces (e.g. grease, 
oil) or on material like wood, the Test Pen might be polluted as well and cannot 
be used anymore.

Application Instruction Movie 

Checking surface tension

Watch instruction movie on proper Test Pen usage online at 
https://b2b.ecommerce.swarovski.com

http://swarovs.ki/gluingapplication
http://swarovs.ki/gluingapplication
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PROCESSING METHODS CURINGCHECKING SURFACE TENSION  
AND PRE-TREATMENT

DOSAGE, MIXTURE AND SETTING

Pre-treatment

If the surface tension is below 38 
mN/m, the following pre-treatment 
cleaning methods, applied in the 
correct order, can be effective in 
reaching the right level.

TYPES OF CLEANING PRE-TREATMENT CLEANING METHODS

1 	 Mechanical cleaning  
This involves sanding, blasting, or 
brushing but is not usually necessary 
for jewelry.

	− Removal of dirt, residues of varnish, rust and/or scale
	− Roughening the surface

2 	 Washing and degreasing 
Here it is important to ascertain that 
the tensides contain no silicone, as 
this would impair adhesion. 
When using solvents it is advisable to 
test the durability of the surface to 
be cleaned beforehand to avoid any 
damage.  
Solvents containing substances with  
a high boiling point should not be 
used due to the high risk of residue. 
If using cleaning agents, wait a few 
minutes to allow them to evaporate.

	− Cleaning with tenside solutions, rinsing with de-ionized water
	− Cleaning with isopropyl alcohol/ethanol
	− Cleaning with acetone (MEK/ethyl acetate)
	− Cleaning with a cleaning solvent: should not contain high boiling point 

substances (risk of residue)

3 	 Physical cleaning and activation 
These cleaning methods can be 
applied if mechanical cleaning or 
washing and degreasing are either 
not possible or have not resulted 
in a surface tension of >38 mN/m. 
Therefore the pre-treatment cleaning 
method used should be done on a 
case-by-case basis.

�
	− Flame treatment with a blow torch 

The surface to be treated is exposed to the flame of a torch very briefly. When 
using special gas mixtures, surface silication can also be carried out, so as to 
apply a more adhesive coating.

	− �Corona treatment 
An electric corona discharge is briefly applied to the surface.

	− Plasma treatment 
Plasma treatment offers precise cleaning and activates the surface via an 
ionized gas.

4 	 Chemical cleaning and primers 
Applying a primer improves adhesion 
and helps to prevent corrosion.

	− Applying small amounts of solvent and activating the surface.
	− Applying a primer.
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PROCESSING METHODS CURINGCHECKING SURFACE TENSION  
AND PRE-TREATMENT

DOSAGE, MIXTURE AND SETTING

Mixing Ceralun two-component ceramic epoxy composite

Please pay high attention to not 
deviate from the recommended 
mixing ratio of 1:1 of the components 

(resin and hardener) and to mix the 
two components until a homogenous 
appearance is achieved.

Dosage, mixture and setting

1	 Cut off resin and hardener with  
a knife.

4	 Mix resin and hardener until  
a homogenous appearance is 
achieved.

2	 Weight the two components using 
an electric scale. The mixing ratio 
for Ceralun is 1:1 by weight.

3	 Both components come in a 
different shade of color so that it 
can easily be recognized if they are 
already properly mixed together.

Application Instruction Movie 

Ceralun

Watch instruction movie online at 
https://b2b.ecommerce.swarovski.com

http://swarovs.ki/ceralun-application
http://swarovs.ki/ceralun-application
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PROCESSING METHODS CURINGCHECKING SURFACE TENSION  
AND PRE-TREATMENT

DOSAGE, MIXTURE AND SETTING

Using a Chaton Sieve can facilitate the 
setting of Chatons

Proper setting of crystals

After mixing the two components 
together, the crystals can be set. To 
prepare Chatons for the positioning 
process, a Chaton Sieve can be 
helpful. Take a sieve according to the 
Chatons’ size. Place some Chatons 
onto the sieve. By slightly shaking the 
tool and wiping over the crystals with 
glove-covered fingers, the majority of 
Chatons automatically get turned into 

the suitable position for gluing (table 
pointing upwards).
As a next step the Chatons can easily 
be picked up from the sieve using  
a tool like the wax stick, tweezers,  
or a vacuum pick-up system. The 
use of a silicone wax stick is not 
recommended as this can impair the 
adhesion and the brilliance of the 
crystals. Apply the Chatons to the 

desired position and press down  
gently. 
We recommend a maximum working 
time of three hours at a temperature 
of 23 °C/73.4 °F  to set the Swarovski 
products. It is not possible to set 
crystals at room temperature after 
a period of three hours because the 
required level of adhesion can no 
longer be achieved.
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Please take care that the pavilion of 
the crystal is surrounded by Ceralun 
right up to the level of the stone’s 
girdle. It is not necessary to leave any 
particular space between the crystals 
when setting them.
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PROCESSING METHODS CURINGCHECKING SURFACE TENSION  
AND PRE-TREATMENT

DOSAGE, MIXTURE AND SETTING

Processing methods

Different processing methods

Ceralun is the perfect material for 
generating a variety of surfaces and 
structures. Possible ways of processing 

are the free forming method, the 
stamping technique and the 3D 
silicone molds. 

Free forming

1	� Place and press the clay onto the 
relevant area. Be careful not to trap 
air between Ceralun and the base 
material.

4	 Pick up the crystal with a vacuum 
pick-up system - or with a pair of 
tweezers or a wax stick. Carefully 
place the crystal and press it down 
gently.

2	 Mold the surface into the required 
shape.

3	 Smooth the surface of the Ceralun 
with the Release Agent

Generating shiny surfaces with the free forming method

When a piece of jewelry is created 
where parts of Ceralun are visible, a 
smooth and shiny clay surface might 
be desired. In order to create a shiny 

surface, gently wipe and polish the 
clay with your silicone glove-covered 
finger using the recommended Release 
Agent or some  

water drops. The Ceralun surface can 
be polished up to 2 hours after the 
crystals have been set.
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PROCESSING METHODS CURINGCHECKING SURFACE TENSION  
AND PRE-TREATMENT

DOSAGE, MIXTURE AND SETTING

Stamping technique

The stamping technique is suitable to 
produce structured surfaces.

1	 Pre-treat the pattern cautiously 
with the Release Agent.

2	 Gently press the pattern onto the 
surface.

3	 After removing the pattern from the 
clay, the crystals can be set.

Generating shiny surfaces with the stamping technique

If a larger surface of shiny Ceralun 
is needed, the following tools are 
required: transfer foil, a pasta machine 
or rolling pin, and a freezer. Knead the 
clay and put it between two layers 
of foil. Smoothen it with the help of 

a pasta machine or with a rolling 
pin. Using the pasta machine is the 
recommended option, as a consistent 
height of the Ceralun is achieved 
easier than with the rolling pin. When 
the clay inside the foil is as flat as 

desired, put it into the freezer for 
approx. 15 minutes. The cold reduces 
the bonding between Ceralun and foil, 
so that the foil can easily be detached 
from the flat and shiny clay.
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PROCESSING METHODS CURINGCHECKING SURFACE TENSION  
AND PRE-TREATMENT

DOSAGE, MIXTURE AND SETTING

3D silicone molds

The work and cost saving method 
of using 3D silicone molds is 
recommended for larger production 

units. A 3D silicone mold is produced 
based on a master model. This can be 
re-used for several times.

1	 First press the Ceralun into the 3D 
silicone mold to form the required 
shape.

2	 Any overlapping material can be 
trimmed off with a knife.

3	 In order to make it easier for you 
to remove the Ceralun from the 
mold, it should first be stored in the 
freezer.  
The length of time the filled mold 
should remain in the freezer 
depends on the thickness and 
amount of the Ceralun used.

4	 After taking the mold out of 
the freezer, the Ceralun can be 
removed from it and gently pressed 
into place on the chosen object.

5	 Please be sure to remove any 
condensed water.

6	 Once the Ceralun reaches a 
lukewarm temperature, you can 
proceed with setting the crystals.

PROCESSING METHODS CURINGCHECKING SURFACE TENSION  
AND PRE-TREATMENT

DOSAGE, MIXTURE AND SETTING

Curing

The hardening time and final adhesion 
strength of Ceralun are dependent on 
the temperature. The total hardening 
time at room temperature of 23 °C  

(73.4 °F) takes 72 hours. This can  
be accelerated using heat of max.  
80 °C  (176 °F).
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1	 Store already mixed Ceralun in a  
freezer to extend the pot life. 
Ceralun can be stored in a freezer 
for up to 24 hours at a temperature 
of around – 20 °C (– 4 °F).

2	 This makes it possible to interrupt 
the setting process and continue 
again later without losing the 
adhesion force.

3	 It is necessary to gently remove any 
condensed water that occurs during 
the defrosting process.

Mixing Different Colors of Ceralun

You can mix different colors together 
as you wish. Please consider that you 
have to separately mix the epoxy resin 
and hardener of each color before 

you mix them together. Below you find 
some examples of mixed colors and the 
corresponding mixing ratio.

Based on Black Based on White

Useful information
Extension of pot life
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PROBLEM CAUSE

Ceralun does not cure. 1, 2, 6

Ceralun is not bonding with the base material. 1, 2, 3, 6

Crystals fall off. 1, 2, 4, 5, 6

Ceralun cannot be removed from the silicone mold. 7, 8

Using the stamping technique, Ceralun cannot be removed from the surface pattern. 7

Ceralun appears foggy/cloudy after curing. 5, 6, 7

CAUSE RECOMMENDATION

1 	 An error has occurred during the calculation of the 
right mixing ratio between the two components 
(resin/hardener).

Do not deviate from the recommended mixing ratio of the 
components (resin/hardener), 1 : 1.

2 	 Resin and hardener have not been mixed until  
a homogenous appearance was achieved.

Be sure to use the exact recommended dosage and mix both 
components until a homogenous mixture is achieved.

3 	 The base material is not suitable for using Ceralun 
or it has been incorrectly pre-cleaned.

Check the surface tension. If the surface tension is below 38 mN/m, 
carry out pre-treatment cleaning methods.

4 	 The specified processing time was exceeded and as  
a result Ceralun has already hardened.

Reduce the processing time to a maximum of two hours at 
a temperature of 23 °C (73.4 °F).

5 	 If stored in the freezer, condensed water can occur 
during the defrosting process.

Take care to gently remove any condensed water that occurs during 
the defrosting process.

6 	 Ceralun has been stored for too much time in the 
freezer.

Make sure not to exceed the recommended time of 24 hours when 
Ceralun is stored in a freezer at a temperature of around – 20 °C  
(– 4 °F).

7 	 No or not enough Release Agent has been used. The Release Agent is a useful tool to be able to remove Ceralun from 
any surface. Carefully dose the used amount of Release Agent.

8 	 Ceralun has not been stored in a freezer or has 
been stored for too little time.

Storing Ceralun in a freezer makes it easier for you to remove it from 
the mold.

Quick assistance

The following table outlines 
typical Ceralun application 
problems, along with possible 
causes and recommendations on 
avoiding them.
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Self-adhesive Elements

Self-adhesive Elements are eye-
catching and innovative products 
that come ready-to-apply. Their 
glue-covered reverse side allows 
easy and fast application.
When applied on paper and 
solid surfaces, they can create 
fantastic designs. Coldfix is a 
perfect alternative for leather 
and textiles which are not suitable 
for Hotfix application.

96 Product Overview and  
field of usage

98 Machines and Tools
99 Suppliers
100 Application
112 Quick Assistance
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Product overview and field of usage
The following products are 
suitable for listed carrier 
materials:

Self-adhesive Elements have a 
coating of a pressure-sensitive glue 
on the back, enabling swift, simple 
application. This glue is activated 
by pressure (applied either by hand, 
rubber roller or heat press), and bonds 
with the carrier material. Crystal-it 

Infinity Crystal Textures-it and Crystal 
Textures Removable foil motifs are 
suitable for the application on solid 
materials, while Coldfix is suitable 
for application on textile materials 
and leather which are not suitable for 
Hotfix application.

APPLICATION ON SOLID 
MATERIALS*

APPLICATION ON TEXTILE 
MATERIALS AND LEATHER**

Crystal-it Infinity �

Crystal Textures IT �

Crystal Textures Coldfix �

Crysal Textures Removable �

*	 application on solid materials such as e.g. metal, glass, plastic. The material need to be suitable for gluing.

**	application on textile materials and leather which are not suitable for Hotfix applicaiton.



97

S E LF -A D H E S I V E E LE M E NT S

0 5

As Crystal Textures are available as 
Hotfix, IT, Coldfix and Removable 
version, please find here for a detailed 
overview the different material 

composition and proper fields of 
application for each product group. In 
general, all 4 versions are build-up very 
similar. The main difference will be in 

the adhesive used at the reverse side 
of the product.

Please keep in mind: Coldfix is not a replacement for our Hotfix products – it is 
a new alternative for difficult carrier materials that are incompatible with Hotfix 
products.  
If Hotfix is applicable, we recommend using Hotfix technique as the achievable 
bonding strength is higher than applying a Coldfix product.

	− �Heat-sensitive carrier 
materials (e.g. silk, 
cashmere, real and 
artificial leather ...)

	− �Pressure-sensitive 
carrier materials (e.g. 
wool, real and artificial 
leather ...)

	− �Textiles with a low level 
of absorbency  
(e.g. functional fabrics 
with water-repellent 
coating, ...)

	− �Easy and fast 
embellishment of 
finished products

	− �Solid materials which 
are suitable for gluing 
(surface tension of at 
least 38mN/m)

	− �Solid materials which 
are suitable for gluing 
(surface tension of at 
least 38mN/m)

	− Humidity and low 
temperatures (below 
10°C) reduce adhesion 
force significantly. 

	− Can be reapplied up 
to 10 times without 
substantial adhesion 
reduction.

	− �Heat resistance (min. 
120 °C / 285 °F)

	− Resistance against 
pressure

	− Application area of the 
product

	− �Suitability of surface 
properties and 
absorbency

Transparent film

Mixture of cut and/or uncut 
crystals

Reactive polyurethane 
adhesive

White protective film

Hotfix film 
(thermoplastic polyurethane)

Coldfix film 
(pressure sensitive adhesive)

IT film 
(pressure sensitive adhesive)

Removable foil 
(pressure sensitive adhesive)

Yellow protective film White protective film White protective film
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Isopropyl alcohol/AcetoneTest Pen (art. 9030/000) Blow torch

Plasma cleaner Corona treater Plastic Gloves

Rubber roller

Machines and tools

The following machines, tools and 
aids can be used for applying 
Self-adhesive Elements. 

Especially for Coldfix application 
onto textiles and leather:

Especially for IT- application onto 
solid materials:

Heat press Teflon® foil (art. 9010/003)
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Protective eyewearMilling cutterCNC milling machine

Suppliers 
This list provides an overview of 
selected suppliers worldwide.

MACHINES & TOOLS SUPPLIER CONTACT

NC drill/milling cutter Dixi Holding SA 
Hahn & Kolb GmbH
Hoffmann GmbH
Reich Präzisionswerkzeuge
Wedco

www.dixi.ch
www.hahn-kolb.de
www.hoffmann-group.com
www.reich.at
www.wedco.at

Test Pen Swarovski: art. 9030/000 https://b2b.ecommerce.swarovski.com

Heat press Bestblanks 
Elna Press  
Hix Corporation 
Zhejiang Huangyan Garment Machinery Factory
Nagel & Hermann 
OSHIMAKK Co., Ltd.
Pro World 
RPL Supplies, Inc.
STAHLS‘ Europe GmbH
Teva 

www.bestblanks.com 
www.elnapress.com 
www.hixcorp.com 
www.ji-feng.com 
www.strass.cc 
www.oshima.com.tw 
www.proworldinc.com 
www.rplsupplies.com 
www.stahls.de 
www.teva-organisation.com

Double heat press Teva  
Wagner GmbH 

www.teva-organisation.com 
www.beflockungsmaschinen.de

Teflon® foil (100 x 50 cm, 40 x 20 in) Swarovski: art. 9010/003 https://b2b.ecommerce.swarovski.com

Rubber roller AJC Tools & Equipment Co.
Schäfer Shop

www.ajctools.com
www.schaefer-shop.at
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CAVITY PRODUCTION

In order to be able to position Crystal-it 
Infinity, Crystal Textures-it and Crystal 
Textures Removable products more 
easily and to better protect them from 

mechanical and chemical influences, it 
is advisable to prepare a cavity for this 
purpose.

Cavity production

Production methods

	− Milling is when materials are 
machined using a milling machine 
and milling cutter. Milling 
machines can be fitted with 
appropriate tools depending on 
the materials, e.g. for working 

with metal and plastic, wood, 
or natural stone. Modern CNC 
machining centers offer the 
greatest precision and can be 
used to produce cavities of every 
shape necessary. Please note 

that when machining natural 
stone, ceramic, or glass, for 
example, special diamond-tipped 
tools must be used.

Application
When applying Swarovski 
Self-adhesive Elements, 
optimal results are obtained 
by coordinating the entire 
application process. Follow 
the application steps in the 
right order is very important. 
Experience has shown that 

the most common reasons 
for Crystal-it Infinity, Crystal 
Textures-it, Crystal Textures 
Coldfix and Crystal Textures 
Removable products becoming 
detached are inappropriate 
areas of application, not suitable 
carrier materials, and wrong 

application process (e.g. wrong 
angle when removing film, too 
less pressure during application).
Before beginning the application 
process, you should always check 
whether the carrier material is 
suitable for application of Self-
adhesive Elements. 

CHECKING SURFACE TENSION  
AND PRE-TREATMENT

APPLICATIONPREPARATION

SWAROVSKI 
PRODUCTS

PRODUCTION 
METHOD

CAVITY TYPE

Crystal-it Infinity
Crystal Textures-it
Crystal Textures 
Removable

Milling
Casting

Indentation

When applying an article with a flat back it is also advisable to create a cavity 
as shown here. This cavity ensures that the crystal is better protected against 
mechanical and chemical stress. The depth of the cavity depends on the height of 
the girdle and the thickness of the base material.

Production tolerances for cavities

Note: When producing cavities, 
the dimensions should consider the 
tolerance of the product and the 

production tolerance. The tolerances 
of the product can be requested from 
your Swarovski representative.
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CAVITY PRODUCTION

Before beginning the application 
process, you should always check 
whether the carrier material is suitable 
for application of Self-adhesive 
Elements. 
There are different material checks 
necessary, depending if you want to 

apply a Crystal-it Infinity, Crystal 
Textures-it or Crystal Textures 
Removable on a solid material or 
a Coldifx product onto a textile or 
leather carrier material.
Nevertheless, please note that there 
are certain types of plastics used for 

solid materials, textile and leather 
treatments that are difficult for any 
gluing connection. 
The following table contains a 
selection of materials that can cause 
problems for any glue application: 

To increase the bonding strength of a 
Coldfix product onto leather surfaces, 
experience shows that in some cases 
it could be helpful to clean the carrier 
material with isopropyl alcohol before 

applying the Coldfix product. We 
strongly recommend carrying out test 
to check if the carrier material does 
not get effected/damaged due to the 
alcohol.

Plastic Examples Adhesive Qualities

Polyamide (PA) Degamid, Nylon, Perlon very difficult

Polyethylene (PE) Geberit, Hostalen G, Ferrozell difficult

Polyethylene Terephthalate (PET) Cardura, Atlas, Eralyt difficult

Polyoxymethylene (POM) Delrin, Kematal, Ertacetal difficult

Polypropylene (PP) Moplefan, Proplex, Verelite difficult

Polytetrafluoroethylene (PTFE) Teflon®, Gaflon, Ferrotron very difficult

Silicone Silopren, Contiduct, Corotex very difficult

Checking surface tension and pre-treatment

CHECKING SURFACE TENSION  
AND PRE-TREATMENT

APPLICATIONPREPARATION
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1	 Before gluing, mark the surface. 2	� If the ink remains visible for 
2 seconds, the surface is suitable for 
gluing.

3	� If the ink disappears or forms 
bubbles, the surface is not 
suitable for gluing. In this case, the 
pre-treatment cleaning methods 
should be checked.

Checking the surface tension

The surface tension is an indicator for 
the wetting properties of the surface to 
be glued. A surface tension of at least 
38 mN/m is recommended for gluing 

Swarovski crystals.  It should also be 
randomly tested during production. It 
is best to use the Test Pen (art. 9030/ 
000) to measure the surface tension. 

Note: On porous or absorbent materials, the surface tension cannot be checked 
with the Test Pen. If the Test Pen is used on highly polluted surfaces (e.g. grease, 
oil) or on material like wood, the Test Pen might be polluted as well and cannot 
be used anymore.

Material check and pretreatment for solid materials when using Crystal-it Infinity,  
Crystal Textures-it or Crystal Textures Removable Foil products
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CAVITY PRODUCTION CHECKING SURFACE TENSION  
AND PRE-TREATMENT

APPLICATIONPREPARATION

Pre-treatment

If the surface tension is below 
38 mN/m, the following pre-treatment 
cleaning methods, applied in the 
correct order, can be effective in 

reaching the right level. After each 
cleaning process, the surface tension 
has to be checked again. 

Application Instruction Movie 

Checking surface tension

Watch instruction movie on proper Test Pen usage online at 
https://b2b.ecommerce.swarovski.com

http://swarovs.ki/gluingapplication
http://swarovs.ki/gluingapplication
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When applying Coldfix using a heat 
press with a temperature of 90 °C 
(195 °F) increases the bonding strength 
of the product and reduces the time 
of achieving the final strength, please 
check the following criteria:

	− 	Heat resistance (min. 90 °C / 195 °F)
	− 	Resistance against pressure 

	− 	Application area of the product (no 
bended/shaped area of the design)

Coldfix was developed for application 
on leather and textiles, which are not 
suitable for the Hotfix application 
process. To increase a Coldfix 
product’s bonding strength on leather 

surfaces, experience shows that in 
some cases it could be helpful to clean 
the carrier material with isopropyl 
alcohol before applying the Coldfix 
product. We strongly recommend 
carrying out tests to check that the 
carrier material is not affected or 
damaged by the alcohol.

Note: To ensure the best possible result, test 
applications on the intended carrier material 
are strongly recommended.

Material check for textiles and leather when using coldfix

CAVITY PRODUCTION CHECKING SURFACE TENSION  
AND PRE-TREATMENT

APPLICATIONPREPARATION

TYPES OF CLEANING PRE-TREATMENT CLEANING METHODS

1 	 Mechanical cleaning 
This involves sanding, blasting, or brushing but is usually 
not necessary for jewelry.

	− Removal of dirt, rust, scale, and residues of varnish
	− Roughening the surface

2 	 Washing and degreasing 
It is important to ascertain that the tensides do not contain 
silicone, as this would impair adhesion. 
When using solvents it is advisable to test the durability 
of the surface to be cleaned beforehand to avoid any 
damage. Solvents containing substances with a high 
boiling point should not be used due to the risk of residue. 
If using cleaning solvents, wait a few minutes to allow them 
to evaporate.

	− Cleaning with tenside solutions, rinsing with de-ionized 
water

	− Cleaning with isopropyl alcohol/ethanol
	− Cleaning with acetone (MEK/ethyl acetate)
	− Cleaning with a cleaning solvent: should not contain high 

boiling point substances (risk of residue)

3 	 Physical cleaning and activation 
These cleaning methods can be applied if mechanical 
cleaning  
or washing and degreasing are either not possible or have  
not resulted in a surface tension of >38 mN/m. Therefore  
the pre-treatment cleaning method used should be done  
on a case-by-case basis.

	− �Flame treatment via a blow torch 
The surface to be treated is exposed to the flame of 
a torch very briefly. When using special gas mixtures, 
surface silication can also be carried out, so as to apply  
a more adhesive coating.

	− �Corona treatment 
An electric corona discharge is briefly applied to the 
surface.

	− �Plasma treatment 
Plasma treatment offers precise cleaning and activates 
the surface via an ionized gas.

4 	 Chemical cleaning and primers 
Applying a primer improves adhesion and helps  
to prevent corrosion.

	− Applying small amounts of solvent and activating the 
surface.

	− Applying a primer.
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Preparation when applying coldfix motifs

Preparation when applying Crystal Textures-it

Coldfix motifs are delivered on a sheet. 
Depending on the sizes and the shape 
of the motif, the quantity of motifs on 
a sheet can vary. Before separating 
the single motifs, its recommended 
to press the motifs using your hand or 

a rubber roller onto the transparent 
foil. Use a scissor to cut between the 
motifs.
Now the motifs are ready for further 
processing and application.
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CAVITY PRODUCTION CHECKING SURFACE TENSION  
AND PRE-TREATMENT

APPLICATIONPREPARATION

Prior to application, some Swarovski 
products need some special 
preparation go achieve a high-quality 
gluing connection.

Preparation

Cutting Crystaltex Chaton Bandings

When working with Crystaltex Chaton 
Bandings, the lack of space between 
crystals means great care must be 

taken during cutting, so as to avoid 
damaging the crystal.

1	 Cut into the support film between 
the rows with a Stanley knife.

2	 Snap and cut off the Crystaltex 
Chaton Banding along the scored 
edge.
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Applying Crystal-It Infinity

1	 Before starting, put the motif onto  
a solid underlay such as a desk 
and press the crystals onto the 
transparent film. This can easily be 
achieved when the transparent film 
points upwards.

2	 Make sure the motif still lays on 
the desk, this time with the white 
protective film pointing upwards. 
Fix the motif with one hand, while 
peeling off the white film at an 
acute angle with the other hand.

3	 Position the motif in the location 
desired and press down firmly.

4	� Carefully remove the transparent 
film at an acute angle and press 
down the motif again.

This self-adhesive product consists of 
Flat Backs in different shapes, sizes, 
heights, and colors. If applying it on 

materials such as metal, make sure 
the surface is free of pollution such as 
grease or oil.

CAVITY PRODUCTION CHECKING SURFACE TENSION  
AND PRE-TREATMENT

APPLICATIONPREPARATION

Application

Note: the minimum application temperature is 18 °C (64 °F) until the bonding 
strength for final use is reached. We recommend 72 hours. During this time, 
mechanical stress should be avoided.

Application Instruction Movie 

Crystal-it Infinity

Watch instruction movie on how to apply Crystal-it Infinity 
online at b2b.ecommerce.swarovski.com

If you face difficulties of the primal 
adherance on your desired surface, we 
recommend to use a heating plate with 
a bit of temperature (approx. 90° C 
for 60 seconds) to warm up the motif. 

That will improve the adherance and 
simplify the application.

In case of issues when removing the 
transparent foil, be patient and take 

a little break before removing the foil. 
In example: If you are applying several 
motifs, apply them all, wait a few 
minutes and gently remove the foils.

http://swarovs.ki/crystalitinfinity
http://swarovs.ki/crystalitinfinity
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Applying Crystal Textures-it and Removable foil products 

Crystal Textures-it products can be 
applied either wet or dry, whereas for 
the application of Crystal Textures 

Removable foil only dry application 
should be carried out.

Dry application

1	� The surfaces to be glued must 
be properly pre-treated, so as to 
achieve sufficient surface tension.

2	 Press the motif onto the transparent 
film.

3	 Peel off the white protective film at 
an acute angle.

4	 Position the motif in the location 
desired and press down firmly for 
around 10 seconds.

5	 Carefully remove the transparent 
film at an acute angle and press 
down on the motif again. 

Note: Prevent the self-adhesive 
back from sticking together, as 
separating it can cause damage. 
The minimum application 
temperature for Crystal Textures-it 
is 18°C (64°F), with the glue fully 
hardening after 72 hours. The 
minimum application temperature 
for Crystal Textures Removable 
Foil is 10°C (50°F).

When applying Crystal Textures-it 
and Crystal Textures Removeable Foil 
remove the white protective film during 
application in the pre-produced cavity.

CAVITY PRODUCTION CHECKING SURFACE TENSION  
AND PRE-TREATMENT

APPLICATIONPREPARATION
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Note: Prevent the self-adhesive back from sticking together, 
as separating of Crystal Textures-it can cause damage. The 
minimum application temperature is 18 °C (64 °F), with the 
glue fully hardening after 72 hours.

1	 Moisten the cleaned surface with 
soap water.

2	 Carefully peel off the white 
protective film at an acute 
angle, and carefully position the 
product on the wet surface. After 
positioning it, press down on the 
soap water beneath the motif, e.g. 
using a rubber roller.

3	 Carefully remove the transparent 
film at an acute angle and leave the 
surface to dry.

4	 After drying, press down firmly on 
the motif again, e.g. using a rubber 
roller.

Wet application of Crystal Textures-it

For larger motifs and those that must 
be positioned accurately on surfaces, 
a wet application is recommended. It is 

essential, however, that the base does 
not absorb the soap water that is used 
here.

CAVITY PRODUCTION CHECKING SURFACE TENSION  
AND PRE-TREATMENT

APPLICATIONPREPARATION
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CAVITY PRODUCTION CHECKING SURFACE TENSION  
AND PRE-TREATMENT

APPLICATIONPREPARATION

Applying Coldfix 

There are two ways of applying Coldfix 
products depending on material and 
application field.
Cold application (room temperature) – 
Coldfix product is placed on a suitable 

carrier material and pressed down 
using a rubber roller. Final adhesive 
strength is reached after 72 hours.
Application using a heat press 
(90 °C/195 °F) – Coldfix is applied from 

the reverse side using a heat press. 
Final adhesive strength is reached 
after 12 hours. 

Please be aware that when applying 
Coldfix products using a heat press at 
some materials adhesion strength can 
be increased. 

At subsequent table some examples 
of adhesive strength differences are 
shown:

Please note that achievable peel 
adhesion and bonding performance 
depend entirely on the characteristics 
of the carrier material used; it 
should be remembered that a gluing 
connection is only as good as the 
carrier material surface allows. Any 
oral, written, or test-based advice 

that Swarovski provides regarding 
techniques for the application of its 
products are recommendations based 
on Swarovski’s current knowledge 
and the information provided by 
its suppliers. Such advice does not 
discharge customers from carrying 
out their own tests on techniques they 

propose to use, and the suitability 
of these techniques for the intended 
application. The application, use 
and processing of these techniques 
and products are solely the user’s 
responsibility.

CARRIER MATERIAL DESCRIPTION ACHIEVABLE PEEL ADHESION*

Cold application (room temperature)
Final adhesive strength reached  

after 72h

Application using a heat press 
(90 °C/195 °F)

Final adhesive strength reached  
after 12h

Tamurakoma N2012 col23 40g/m² 3–4 N/cm 3–4 N/cm

Gabardine TC black 210g/m², 65% 
polyester, 35% cotton

3–4 N/cm 6–7 N/cm

Lycra GGAQ black 120g/m², 73% 
polyamide, 27% elastane

8–9 N/cm 9–10 N/cm

Alcantara® regular 5015 black 230 g/m²,  
68% polyester, 32% polyurethane

3–4 N/cm 8–9 N/cm

Grain leather, black 5–6 N/cm 6–7 N/cm

Artificial leather black, 100% 
polyurethane, 315 g/m²

4–5 N/cm 4–5 N/cm

* Tested following DIN 1939
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CAVITY PRODUCTION CHECKING SURFACE TENSION  
AND PRE-TREATMENT

APPLICATIONPREPARATION

Cold application (room temperature 23 °C/73.4 °F)

1	 Before application, press the motif 
onto the transparent film.

2	 Peel off the yellow protective film at 
an acute angle. 

3	 Place the motif on the carrier 
material and press down firmly for 
around 10 seconds with a rubber 
roller.

5	 After removing the transparent film 
press down a last time firmly on 
the motif using a rubber roller. The 
application is now finished.

4	 Carefully remove the transparent 
film at an acute angle.

Note: Final adhesive strength is 
reached after 72 hours.

Application Instruction Movie 

Cold application

Watch instruction movie on how to apply Coldfix at room 
temperature online at https://b2b.ecommerce.swarovski.com

http://swarovs.ki/coldfixcoldtemp
http://swarovs.ki/coldfixcoldtemp
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CAVITY PRODUCTION CHECKING SURFACE TENSION  
AND PRE-TREATMENT

APPLICATIONPREPARATION

Application using a heat press (90 °C/195 °F)

1	 Before application, press the motif 
onto the transparent film.

2	 Peel off the yellow protective film at 
an acute angle. 

3	 Position the motif in the location 
desired.

5	 Use a Teflon® foil to protect the 
heat press.*

6	 Close the heat press and apply the 
motif for 5 seconds at 90 °C (195 °F), 
using medium pressure!*

7	 After the application is finished use 
a pressing cloth or a rubber roller 
to apply additional pressure to the 
product.

4	 Place the carrier material with the 
motif facing down in a heat press.

8	 Once the product is at least hand 
warm the transparent film can be 
removed at an acute angle. The 
application is now finished.

Note: Final adhesive strength is 
reached after 12 hours

* The application time depends primarily on the thickness of the carrier material used and should be tested by the customer.
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Additional application advice

It is possible to move or use the final 
product carefully right after the 
application, as long as it is not exposed 
to any mechanical or chemical stress 
until the final adhesive strength is 
achieved. The time until the final 

adhesive strength is achieved varies 
depending on the application method 
(72 or 12 hours). Please note that any 
washing or quality assurance should 
take place after this period.

Application Instruction Movie 

Coldfix: application using a heat press

Watch instruction movie on how to apply Coldfix using a heat 
press online at https://b2b.ecommerce.swarovski.com

http://swarovs.ki/coldfixlowtemp
http://swarovs.ki/coldfixlowtemp
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PROBLEM CAUSE

The motive has insufficient adhesive power to the base material. 1, 2, 3, 4

The fabric or leather has changed its appearance after using the heat press (when 
applying Coldfix motif using a heat press).

5, 6, 7

The transparent film leaves pressure marks on delicate carrier materials. 5, 6, 7, 8

Loose Flat Backs remain on the white protective film (Crystal-it Infinity). 9

Loose Flat Backs remain on the transparent film (Crystal-it Infinity). 10

The separation of the white protective film and the transparent film is difficult. 11

CAUSE RECOMMENDATION

1  	 Cleaning agents have affected the glue. Use less solvent or a different type of solvent.

2 	 The base material was put under stress before the 
glue had reached its final strength.

Make sure that the suggested waiting time was respected (depends 
on product type and application process).

3 	 The pressure is too low. Thick fabrics and certain products need higher pressure.

4 	 The surface of the base material is not clean. Clean the base material.

5 	 The pressure is too high. Reduce the pressure of the heat press.

6 	 The application time is too long. Reduce the application time.

7 	 The ironing pad is too hard. Use a soft silicone pad.

8 	 The transparent film leaves pressure marks. Cut away more of the film, closer to the edge of the motif, to reduce 
marking.

9 	 The Flat Backs do not stick on the transparent film. Press the crystals to the transparent support film before removing 
the protective foil.

10 	 The crystals do not stick on the base material after 
application.

Press the crystals to the base material before removing the 
transparent film.

11 	 The white film sticks very strong together with the 
transparent film.

Cut away more of the film, closer to the edge of the motif.

Quick Assistance

The following table outlines 
typical gluing problems, along 
with possible causes and 
recommendations on avoiding 
them. 
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6
Hotfix Application

The Swarovski product 
assortment includes a wide range 
of Hotfix products. These can 
be applied simply, quickly and 
securely. Hotfix technology is 
ideal for application in the fields 
of textiles, interior décor and 
accessories.

116 Product Overview
116 Machines and Tools
118 Suppliers
119 Application
130 Useful Information
135 Quick Assistance
136 Swarovski Hotfix 

Selector
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Product overview
The following products are 
suitable for Hotfix application:

Machines and tools

Heat press Double heat press Continuous fusing press

Ultrasonic device Stone setting machine

HOTFIX APPLICATION

Flat Backs Hotfix �

Crystal Transfers �

Crystal Textures Hotfix �

Crystal Mesh �

The following machines, tools 
and aids are used in the Hotfix 
application of Swarovski crystals:

Iron
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Applicator Teflon® foil (art. 9010/003)

Silicone ironing pad (foam)  
(art. 9010/002)

Silicone pad (tool for Crystal Diamond 
Transfers (art. 9010/005))

Transfer film

Temperature measuring strips 
(art. 9010/007)

Laser temperature measuring device

Standard cardboard Standard pressing cloth

Felt

Silicone board (tool for designing 
Transfers (art. 9010/006))
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Suppliers
This list provides an overview of 
selected suppliers worldwide.

MACHINES & TOOLS SUPPLIER CONTACT

Heat press Bestblanks 
Elna International Corp. AG 
Hix Corporation 
Zhejiang Huangyan Garment Machinery Factory
Jesse J. Heap & Son, Inc.
Nagel & Hermann 
OSHIMAKK Co., Ltd.
Pro World 
ColDesi, Inc
RPL Supplies, Inc.
STAHLS‘ Europe GmbH
Transmatic
Thermopress Europe 

www.bestblanks.com 
www.elna.com 
www.hixcorp.com 
www.ji-feng.com 
www.jesseheap.com 
www.strass.cc 
www.oshima.com.tw 
www.proworldinc.com 
www.rhinestonecamsmachines.com 
www.rplsupplies.com 
www.stahls.de 
www.transmaticsrl.com 
www.thermopress.com

Double heat press Transmatic
Wagner GmbH 

www.transmaticsrl.com 
www.beflockungsmaschinen.de

Continuous fusing press Maschinenfabrik Herbert Meyer GmbH www.meyer-machines.com

Ultrasonic device Ever Green Ultrasonic Co., Ltd.  
Zhejiang Huangyan Garment Machinery Factory 
Jesse J. Heap & Son, Inc.  
Perfecta Schmid Triopan AG  
ColDesi, Inc  
Transmatic

www.evergreen-taiwan.com 
www.ji-feng.com 
www.jesseheap.com 
www.perfecta.ch 
www.rhinestonecamsmachines.com 
www.transmaticsrl.com

Stone setting machine Nagel & Hermann www.strass.cc

Applicator Donwei Machinery Industry Co., Ltd.  
Dreamtime Creations  
Hobbyring 

www.donwei.com.tw 
www.dreamtimecreations.com 
www.hobbyring.de

Silicone board (tool for designing 
Transfers)  
(50 x 25 x 0.1 cm, 20 x 10 x 0.05 in)

Swarovski: art. 9010/006 https://b2b.ecommerce.swarovski.com

Teflon® foil (100 x 50 cm, 40 x 20 in) Swarovski: art. 9010/003 https://b2b.ecommerce.swarovski.com

Silicone ironing pad (foam)  
(134 x 100 cm, 54 x 40 in)

Swarovski: art. 9010/002 https://b2b.ecommerce.swarovski.com

Silicone pad  
(tool for Crystal Diamond Transfers)  
(50 x 50 x 0.2 cm, 20 x 20 x 0.08 in)

Swarovski: art. 9010/005 https://b2b.ecommerce.swarovski.com

Temperature measuring strips  
(40 pcs.)

Swarovski: art. 9010/007 https://b2b.ecommerce.swarovski.com

Laser temperature measuring device PCE Instruments www.industrial-needs.com

Transfer film DSO, Co., Ltd. 
Nagel & Hermann

www.dso-co.com 
www.strass.cc
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Application 
Basic Hotfix Principles

Hotfix elements have a 
coating of hot-melt glue on the 
back, enabling swift, simple 
application. This glue is activated 
by heat (applied either directly 
or indirectly via ultrasound), 
and bonds with the carrier 

material. When cooling, the 
glue hardens and securely and 
permanently fixes the elements 
in place. The Swarovski Hotfix 
adhesive is characterized by its 
wash resistance and easy-care 
properties. The temperature, 

application time and pressure 
can be varied according to the 
carrier material. Further details 
and information can be found in 
the “Care Instructions” chapter 
and in the Hotfix Selector table at 
the end of this chapter.

1	 Crystal
2	 Silver foiling (A): silver mirror finish 

(only for XIRIUS and XILION Hotfix 
articles) or aluminum foiling (M):  
aluminum mirror finish

3	� Primer: Silver foiling (A): 
Transparent primer improves the 
bonding between the hot-melt 
adhesive and the A-foiling. 
Aluminium foiling (M): Grey primer 
improves the bonding between the 
hot-melt adhesive and the M-foiling.

4	� Hot-melt adhesive: This transparent 
adhesive, developed by Swarovski, 
allows the application of the 
crystals on a variety of different 
materials
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APPLICATION FINISHINGMATERIAL CHECK PREPARATION

The water drop test is a quick and 
easy way to get an initial idea of the 
absorbency of the carrier material. 
Apply a couple of water drops onto 

the carrier material. If the material 
quickly absorbs the drops, it offers 
good absorbency. If the water pearls 
off the carrier material, or if it takes a 

long time to be absorbed, the material 
offers insufficient absorbency. This 
can impair the effectiveness of Hotfix 
application.

Some textiles and special finishes are 
unsuitable for Hotfix application, due 
to a lack of absorbency.
This is a list of unsuitable carrier 
materials and finishes:

Before beginning the application 
process, you should always check 
whether the carrier material is suitable 
for Hotfix application.  
Please check the following criteria:

	− Heat resistance (min. 120 °C/250 °F)
	− Resistance against pressure
	− Application area of the product 
	− Suitability of surface properties 

and absorbency

Note: It can sometimes 
be helpful to wash the 
carrier material before 
application, in order to 
remove any unsuitable 
finishes (particularly softening 
agents), and thus improve 
absorbency.

	− Very tightly woven textiles
	− Very thin fabrics, e.g. tulle
	− Smooth leather and smooth 

imitation leather
	− Hydrophobic or water-repellent 

treatments (silicone, synthetic 
resin as a waterproofing agent)

	− Teflon® coatings
	− Stain-resistant treatments 
	− Easy-to-care treatments 
	− Fluorocarbon finishes 
	− Softening agents 
	− Select dyes (dyes with metal 

pigments)
	− Enzymatic treatments 

Checking absorbency via the water drop test

Material Check

Good absorbency
Drops are absorbed

Insufficient absorbency 
Drops pearl off



121

H OTF I X

0 6

= 120 °C (250 °F) = 100 °C (212 °F)

Preparation

Generally, the following parameters 
are most important when carrying 
out Hotfix applications of Swarovski 
products, depending on the 
consistency of the base material:

	− Temperature
	− Pressure
	− Application time
	− Application side

Note: A detailed summary of all 
application parameters can be 
found in the Hotfix Selector table 
at the end of this chapter.

Uneven heat distribution in the central 
area of the heat press

Test with temperature measuring 
strips
(art. 9010/007)

Temperature

Pressure

Swarovski Hotfix adhesive is activated 
within a temperature range of 120 °C 
to 170 °C (250 °F to 340 °F). A suitable 
application temperature can be 
selected from this range according to 
the carrier material and its sensitivity 
to heat. 

With heat presses, the temperature 
selected on the display does not 
always reflect the actual temperature 
on the surface of the press. Often, 
the temperature can be distributed 
unevenly, or one heat plate may be 
defective. It is therefore recommended 
to regularly check the temperature 

with a laser measuring device 
or temperature measuring strips 
at various points on the heating 
surface, to ensure the temperature is 
distributed evenly across it. Checks 
should be carried out regularly 
(once per week), particularly during 
production.  

The pressure setting depends on the 
Hotfix elements to be applied, the 
carrier material, and the technical 
equipment (machines, etc.) available. 
Too much pressure can cause the 
adhesive to be spread out and can 
also affect the surface of the carrier 

material. Too little pressure, however, 
can result in a weak and insufficient 
bond between the crystals and the 
carrier material. In general, the 
pressure should be applied directly 
to the crystals (e.g. Flat Backs Hotfix, 
Transfers, Crystal Mesh). It is therefore 

necessary to check if there are any 
buttons, zippers or other raised parts 
surrounding them. Always use a 
compensating pad to even out the 
surface.

Support surface of the heat press

Carrier material

Hot area of the heat press

Teflon® foil

Compensating pad

APPLICATION FINISHINGMATERIAL CHECK PREPARATION

Jeans pocket
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APPLICATION FINISHINGMATERIAL CHECK PREPARATION

When applying Swarovski crystals of 
different heights, a compensating pad 
should always be used. Silicone foam, 
foam rubber or felt can be used here.

Teflon® foil

Carrier material

Adhesive

Height compensation

Heated plate of the heat press

Height compensation with different 
Hotfix elements

Take care to apply pressure evenly 
when using a heat press with a scissor 
mechanism. The upper plate of 

the heat press must be completely 
horizontal in order to effectively 

and evenly distribute pressure and 
temperature.

The parallel plane of the heat press

Application time

Checks should always be carried out 
to make sure the plates are parallel. 
This can be done by placing paper test 
strips into the press and closing it with 

the least possible pressure. After this, if 
it takes the same force to pull out each 
strip, the plates are parallel.

In general, the application time should 
be sufficient to allow the hot-melt 
glue to be fully activated, and then to 
penetrate the carrier material. 
The application time necessarily 
depends on the Hotfix elements, the 

temperature selected, the machine 
used, the carrier material and the 
application side.
A detailed summary can be found 
in the Hotfix Selector table at the 
end of this chapter. Please note that 

the times stated are intended as a 
guideline. When adapting them to 
your application, it is recommended to 
carry out tests on the original material.

Heat press

Paper strips
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APPLICATION FINISHINGMATERIAL CHECK PREPARATION

Application side

Hotfix elements can usually be applied 
from the front and the back. A shorter 
application time can be achieved with 

thinner fabrics by applying crystals 
from the back, as the heat reaches the 

adhesive through the carrier material 
faster, activating it immediately.

When applying Hotfix products on 
thick or multi-layered fabrics (such as 
seams) the application side selected 
should be the one that allows the 

heat to be transferred to the hot-melt 
adhesive quickest. This ensures fast, 
optimum activation.

Note that the shape and size (causing 
irregular temperature penetration) of 
many items (e.g. Cabochon Transfers, 

Creation Transfers Plus) will only 
allow an application from the back. 
Further information can be found in the 

Hotfix Selector table at the end of this 
chapter.

Application from the back    

Rear (reverse) side of fabric is exposed 
to heat

Front (right) side of fabric is exposed 
to heat

Heated plate 
of the heat press

Support surface 
of the heat press

Carrier material

Teflon® foil

Teflon® foil

Application from the front    

Certain Swarovski products can only 
be applied from the back.

Selecting the optimum application side
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APPLICATION FINISHINGMATERIAL CHECK PREPARATION

Huge excess of glue – too much 
pressure exerted with heat press

Optimum application result

When parameters have been 
incorrectly selected, such as an 
extreme application temperature, 
pressure, or application time, 

significant amounts of glue can 
spread out. When the application 
temperature or pressure is too low, 
or the application time too short, 

the adhesive cannot be sufficiently 
activated, leading to problems with 
adhesion.

Adhesive has been successfully 
activated when, using a magnifying 
glass, it is possible to see a thin edge 

of glue formed around the crystal. On 
thin fabrics, the optimum application 
parameters are chosen when the glue 

will have lightly penetrated through 
the fabric and is lightly visible at the 
reverse. 

Defining the optimum application parameters

Huge excess of glue – heat press 
temperature too high, or applied too 
long

http://swarovs.ki/hotfixgaluchat
http://swarovs.ki/hotfixgaluchat
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APPLICATION FINISHINGMATERIAL CHECK PREPARATION

A heat press is the ideal tool for 
applying Hotfix products as it can 
be used to apply even, adjustable 
pressure.  All Swarovski products 
mentioned in the product overview 

can be applied using the following 
steps. Please also note the helpful hints 
concerning the application of Crystal 
Mesh and Crystal Diamond Transfers. 
To adjust the application parameters 

and the tools to achieve an ideal 
balance, it is strongly recommended 
that tests are carried out with the 
original material.

Application using a heat press

1	 Peel off the white protective film. 2	 Place the product in the desired 
position.

3	 Make sure to apply the elements 
from the recommended side and 
use the correct pressurizing medium. 
To protect the heating surfaces 
from any glue residue, it is best to 
cover them with Teflon® foil.

6	 Once the product is at least hand 
warm, the transparent film can be 
removed at an acute angle*.

5	 After the application is finished, use 
a pressing cloth to apply additional 
pressure to the product.

4	 After pressure, time and 
temperature are set, close 
the heat press.

* �If the adhesion is insufficient after 
the application process, the whole 
process can be repeated, adjusting 
the parameters (such as pressure, 
time, and temperature). Please 

ensure that the application process 
is repeated from the very beginning, 
and that the initial application time 
is combined with the additional time. 
For example: An application time 

of 10 seconds was not sufficient. 
Pressure should not just be applied 
for further 5 seconds — the process 
must be repeated in its entirety, with 
an application time of 15 seconds. 

Application
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Application Instruction Movie 

Transfer Hotfix application

Watch instruction movies how to apply Hotfix products online 
at https://b2b.ecommerce.swarovski.com

Application using a continuous fusing press

Transfers and other Hotfix Banding 
variants can be applied using  
a continous fusing press. This type of 
application offers a simple, efficient 
way of joining the carrier material  
and the Hotfix product as part of  

a continuous application process. 
With most continuous fusing presses, 
heat is generated on both sides.  
The speed of the press, pressure and 
temperature should be selected to 
ensure that the time in the heat zone 

corresponds to the figures in the Hotfix 
Selector table (see the end of this 
chapter). This time can be calculated 
using the length of the heat zone and 
the speed selected.

Support film

Carrier material

Heat zone

Continuous fusing press operation

http://swarovs.ki/transfer-hotfix
http://swarovs.ki/transfer-hotfix
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APPLICATION FINISHINGMATERIAL CHECK PREPARATION

Application using an ultrasonic device

Art. 2078 XIRIUS Flat Back Hotfix  
(SS 12 – SS 34), art. 2038 XILION Flat 
Back Hotfix (SS 6 – SS 10) and the 
creation stone art. 2816 can quickly 
and easily be applied using an 
ultrasonic device. In this process, the 
hot-melt adhesive is activated via 
friction heat, created through the 
quick vibrations and simultaneous 

pressing down of the Flat Backs onto 
the carrier material. A device with a 
vacuum pump is best for correctly 
positioning the crystals. Alternatively, 
they can also be positioned using 
transfer film or tweezers, and then 
applied via ultrasonic.
The frequency of the ultrasonic device 
must be precisely set according to 

the manufacturer’s instructions. Some 
manufacturers also offer devices 
with automatic frequency setting. 
The application time is then selected 
according to pretests.

1	 Choose an adapter to match the 
size of the crystal.

2	� Position the crystal on the carrier 
material, which should be resting on 
a solid base (e.g. glass, metal).

3	� Press the adapter firmly onto the 
crystal at a perpendicular angle 
and activate the device.

Application using a stone setting machine

Hotfix crystals can be secured with 
a stone setting machine using either 
ultrasonic or heat. The feed and 
application of the crystals is either fully 
or semi-automatic.

Stone setting machine
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APPLICATION FINISHINGMATERIAL CHECK PREPARATION

Application using an applicator

Applicators are a cost-effective way to 
apply art. 2078 XIRIUS Flat Back Hotfix 
(SS 12 – SS 34) and art. 2038 XILION 
Flat Back Hotfix (SS 6 – SS 10) onto the 
carrier material.

1	 Choose an applicator point to 
match the size of the crystal, so that 
the crystal cannot tilt out of place 
or use a plain applicator point.

2	 Heat the applicator to a suitable 
temperature and pick up the crystal. 

3	 As soon as the Hotfix adhesive on 
the rear of the crystal has melted, 
position the element on the carrier 
material, which should be resting on 
a solid base (e.g. glass, metal).

Note: Heat sensitive fabrics can be 
damaged by high temperatures of 
the applicator point. 

Application using an iron

In general, an iron can be used for 
the application of all Hotfix elements. 
However, as pressure and temperature 
can only be controlled to a limited 

extent, the use of a heat press is 
recommended.
Always make sure that there are no 
steam vents on the soleplate of the 
iron. Pressure cannot be applied at 

these vents, and water droplets and 
steam have a negative effect on the 
application results. Always iron on a 
firm, flat, and even base.

Explanation of dot system according to DIN EN ISO 3758

• Soleplate temperature 110 °C (230 °F)  |  •• Soleplate temperature 150 °C (302 °F)  |  ••• Soleplate temperature 200 °C (392 °F) 
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APPLICATION FINISHINGMATERIAL CHECK PREPARATION

APPLICATION FINISHINGMATERIAL CHECK PREPARATION

1	 Select symbol •• (max 150 °C/ 
302 °F).

2	 Use felt or cardboard to prevent the 
crystals from marking the fabric.

3	 A Teflon® underlay protects the 
soleplate of the iron from any glue 
residue.

Hot-melt adhesive generally requires 
24 hours to cure completely. Any 
washing or quality assurance should 
take place after this period.

Finishing
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Experience has shown that the 
best results are obtained with 
applications on pre-cut fabric. 

In order to obtain optimum 
adjustment of all application 
parameters, advance testing 

on the materials to be used is 
strongly recommended before 
production begins.

Before Hotfix application, the 
transparent film must not be removed. 
The film allows the individual crystals 

to be aligned perfectly, and provides 
Crystal Mesh with the stability 
necessary for flawless application.

Useful Information
Pre-cut fabric

Cutting Crystal Mesh

1	 Cut the transparent film between 
the rows of crystals with a knife, but 
do not pull them apart, otherwise 
the stability of the crystals will be 
lost.

2	 After cutting the film, there is some 
space between the rows which 
allows you further processing.

3	 Cut the metal mesh with a scissor 
along the scored line, and remove 
the excess link rings. The Crystal 
Mesh is now ready for Hotfix 
application.

Application Instruction Movie 

Cutting Crystal Mesh

Learn how to cut Crystal Mesh properly by  
watching our instruction movie online at 
https://b2b.ecommerce.swarovski.com

http://swarovs.ki/cuttingcrystalmesh
http://swarovs.ki/cuttingcrystalmesh
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Cutting Crystaltex Chaton Bandings

When working with Crystaltex Chaton 
Bandings, the lack of space between 
crystals means great care must be 

taken during cutting, so as to avoid 
damaging the crystal.

1	 Cut into the support film between 
the crystal rows with a Stanley knife.

2	 Snap and cut off the Crystaltex 
Chaton Banding along the scored 
edge.

Transparent 
film

Avoiding film marks

Undesired film marks on sensitive 
fabrics can be avoided by cutting the 
transparent film close to the edge 

of the motif. Apply the product for 
a short time, using a small amount of 
pressure. Then remove the transparent 

film and press again following the 
recommended time and pressure 
settings.

If the film has already left marks, 
the surface structure of the carrier 
material can usually be restored by 
brushing, using a steam iron or by 
re-pressing it in the heat press.
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Hotfix application on other materials

Application instructions for Crystal Diamond Transfers

The Hotfix glue was specially 
developed for use with textiles. 
However, experience shows that Hotfix 
applications can also be carried out 
on other materials such as wood, 

paper or metal. In such cases it is very 
important to carry out application 
tests beforehand, and to check the 
surface properties (see surface tension 
in the “Gluing” chapter).

When applying Crystal Diamond 
Transfers (Transfers with high-brilliance 
Chatons: art. 1028 XILION Chaton for 
sizes PP 7 and PP 12, art. 1088 XIRIUS 
Chaton for PP 17), a soft, compensating 
underlay (e.g. silicone pad art. 

9010/005) should always be used. This 
soft pad encloses the crystal points, 
and allows the optimum distribution 
of pressure, thus improving the bond 
between the carrier material and the 
Crystal Diamonds (adhesion right up 

to the girdle). Cardboard prevents 
the crystals from sinking into the soft 
support surface of the heat press, 
and ensures the proper application of 
pressure.

A soft silicone pad offers optimum 
distribution of pressure and allows 
adhesion right up to the girdle.

Without a pressure compensator, 
adhesion only occurs at the contact 
points with the heated plate.

1	 Heated surface
2	 Silicone pad
3	 Pressing cloth
4	 Carrier material
5	 Hard cardboard
6	 Support surface of the heat press

Application Instruction Movie 

Avoiding Film Marks

Learn how to properly avoid film marks by watching instruction 
movie online at https://b2b.ecommerce.swarovski.com

http://swarovs.ki/avoidingfilmmarks
http://swarovs.ki/avoidingfilmmarks
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Crystal Diamond Transfers on solid materials

To apply Crystal Diamond Transfers  
on solid, wooden-based surfaces carry 
out the following instructions:

1	 To program the CNC milling 
machine with the requested Crystal 
Diamond motif the individual 

.dxf file is required. Contact your 
Swarovski sales office to request 
this file.

2	 Mill the cavities using a special 
90° mill with a diameter that 
corresponds to the selected 
element. Clean the surface 
carefully using oil-free compressed 
air afterwards.

3	� For an easier removal of the transfer 
film after the application, apply a 
small transfer foil on the edge of the 
carrier material.

6	 After the application is finished, use 
a pressing cloth or a heat resistant 
glove to apply additional pressure.

7	 Once the product has cooled down 
completely, the transparent film 
can be removed at an acute angle 
with help of the applied transfer foil.

4	� Peel off the Crystal Diamond 
Transfer white protective film and 
place the Crystal Diamond Transfer 
in the desired position on the carrier 
material. The transfer film is lying 
on the small transfer foils, too.

5	� Carefully clean the contact 
surfaces of the heat press while 
turned off. Position the carrier 
material in the heat press and set 
the application parameters. Make 
sure that the right application tools 
are used and the transfer is applied 
with low pressure.

We do not recommend the application of Crystal 
Diamond Transfer on following fields of application:

	− In baths and wellness areas, due to high 
temperature  
and moisture

	− In contact with sweat, chlorine and other 
aggressive cleaning agents

	− Outdoors

For further information visit  
SWAROVSKI-PROFESSIONAL.COM
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Hotfix application of different stone sizes

A Hotfix application of one motif with 
different stone sizes is not possible in 
only one application step. In this case 
the specific design must be divided 
into separate motifs, which in turn must 
be applied separately, starting with the 
Crystal Diamond Transfers that feature 
the smallest stone.

Cavitiy production/types

Specific cavities need to be created 
when applying Crystal Diamond 
Transfers onto a carrier material with 
a solid surface. The cavity enables 
the Transfer to be easily positioned 
and ensures a higher protection of 

the crystals against mechanical 
and chemical stress. These cavities 
can be produced by milling (e.g. 
with CNC machines). The individual 
.dxf file which is needed to program 
the machine includes position 

information (centre point of each 
crystal). It can be read by standard 
CNC machines. For detailed 
information and instructions about 
cavity production/types please refer 
to the “Gluing” chapter.

ART. 1360 CAVITY ANGLE ADDITIONAL COUNTERSINK TWIST / NC DRILL 90° DIAMETER

PP 7
PP 12
PP 17

90°
90°
90°

0.10 mm
0.10 mm
0.10 mm

1.5 mm
2.0 mm
2.5 mm

Heated area of the heat press

Pressing cloth

Carrier material

Hotfix glue

Application Parameters for Crystal Diamond Transfers on solid materials

  APPLICATION FROM THE FRONT

Temperature/time required (in seconds)

110 °C

230 °F

Medium density fiberboard (MDF) 120

Veneered wood fiberboard 120

Laminated wood fiberboard (HPL) 120

Solid hardwood 120

Pressure: low 
Tools: Teflon® foil, pressing cloth,  
silicone ironing pad
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Quick assistance

The following table outlines 
typical Hotfix application 
problems, along with possible 
causes and recommendations on 
avoiding them.

PROBLEM CAUSE

The product does not adhere to the fabric. 1, 2, 3, 4, 5, 6, 14

Glue is oozing out around the crystals.  7, 8, 9

The support film leaves marks on delicate fabrics.  7, 8, 9, 10, 11, 12

The product does not adhere to seams or multi-layered fabric. 1, 2, 3, 4, 5, 6, 13

CAUSE RECOMMENDATION

1 	 The application temperature is too low. Increase the temperature to at least 120 °C (250 °F). See the Hotfix 
Selector table for further assistance.

2 	 Uneven distribution of heat on the heated surface. Check the temperature with a temperature measuring strip or a laser 
measuring device, and set up the heat press again. 

3 	 The application time is too short. Increase application time; it takes longer for the heat to activate the 
Hotfix glue on layered fabric and seams; if necessary apply from the 
front. See the Hotfix Selector table for further assistance.

4 	 The pressure is too low. Thick fabrics and certain products need higher pressure. See the 
Hotfix Selector table for further assistance. 

5 	 The heat press does not close evenly. Adjust the heat press. 

6 	 The ironing pad is unsuitable. Carry out tests with different ironing pads to establish the most 
suitable. 

7 	 The temperature is too high. Choose a lower temperature, between 120 °C and 170 °C (250 °F and 
340 °F). See the Hotfix Selector table for further assistance. 

8 	 The application time is too long. Reduce the application time. See the Hotfix Selector table for further 
assistance. 

9 	 The pressure is too high. Reduce the pressure on the heat press. See the Hotfix Selector table 
for further assistance. 

10 	 The ironing pad is too hard. Use a soft silicone pad. 

11 	 The fabric is extremely sensitive. Iron the fabric with a steam iron. 

12 	 The transparent support film leaves marks. Cut away more of the film, closer to the edge of the motif, to reduce 
marking. 

13 	 Hotfix elements are not being affected by the heat 
plate.

Balance out the different thicknesses of seams, buttons, zippers etc. 
by using pieces of felt, which have been cut to exactly the right size 
and placed under the Hotfix element.

14	 The carrier material is not suitable for Hotfix 
application.

Some textiles and special finishes are unsuitable for Hotfix 
application, due to a lack of absorbency (e.g. very tightly woven 
textiles, smooth leather and smooth imitation leather, water-
repellent treatments, etc.)
Swarovski Coldfix products can be an alternative solution for these 
special materials.
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Swarovski Hotfix Selector

The Hotfix Selector table contains information on 
the application parameters 

	− temperature
	− pressure 
	− application time
	− application side

for various Swarovski products and material 
combinations. The figures given are for Hotfix 
application using a heat press. 

Note: The temperature/time combinations in 
the Hotfix Selector table are only guidelines. 
Too high temperature or too long application 
times might decrease the final bonding. 
Pressure cannot be specified more exactly, as 
this depends on the setting options of the press 
closure system (manual, pneumatic, hydraulic 
or electromagnetic). In all cases, tests should 
be carried out from the start of production, to 
ensure the ideal combination of settings for 
the design. The figures listed are valid until 
further notice.

PRODUCT DESCRIPTION TYPE OF SELECTOR

XILION, XIRIUS and  
XIRIUS Light Transfers

Transfers with XILION (art. 2038) and/or XIRIUS (art. 2078)  
Flat Backs Hotfix and/or XIRIUS Light (art. 1098 A HF).  
For sizes SS3 to SS20.

Hotfix Selector 1, page 139

XILION, XIRIUS and  
XIRIUS Light Transfers

Transfers with XILION (art. 2038) and/or XIRIUS (art. 2078) Flat 
Backs Hotfix and/or XIRIUS Light (art. 1098 A HF).  
For sizes SS30 and SS34 and for all Crystal Transfers containing 
these sizes.

Hotfix Selector 2, page 139

Creation Transfers Transfers combined with Creation Stones (e.g. art. 2200, 2400) 
or Cabochons (art. 2080/4). Stone size: max. 8 mm

Hotfix Selector 3, page 140

Mezzo Transfers Metallic Transfers combined with XILION and/or XIRIUS Flat 
Backs, XIRIUS Light, Cabochons or Creation Stones

Hotfix Selector 3, page 140

Cabochon Transfers Transfers with Cabochons (art. 2080/4) Hotfix Selector 3, page 140

Creation Transfers Plus Transfers combined with Creation Stones Plus (e.g. 2740, 2555). 
Stone size:> 8 mm length or > 4 mm height

Hotfix Selector 4, page 140

Crystal Transfers

*	 For application on textiles. For application on solid materials please find proper application parameter at page 134.
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*	 Includes all Lacquered Foils versions, all Graphic versions, Crystal Fabric Unlimited (UL), and Foil Overlay

**	 Includes all Lacquered Foils versions, all Graphic versions, and Foil Overlay

***	Includes all Lacquered Foils versions, all Graphic versions, Extra Small (XS) versions, and Foil Overlay

PRODUCT DESCRIPTION TYPE OF SELECTOR

Crystal Fabric* Carrier material is completely covered with extremely small 
unfaceted and full-faceted crystals

Hotfix Selector 5, page 141

Crystal Rocks** Carrier material is covered with large double-pointed Chatons 
(stone size: PP22)

Hotfix Selector 6, page 141

Crystal Fine Rocks*** Carrier material is covered with small double-pointed Chatons 
(stone size: PP14)

Hotfix Selector 7, page 142

Crystal Ultra Fine Rocks*** Carrier material is covered with very small double-pointed 
Chatons (stone size: PP9)

Hotfix Selector 7, page 142

Crystal Intarsia Carrier material is completely covered with extremely small 
unfaceted and full-faceted crystals and Flat Back crystals

Hotfix Selector 8, page 142

Crystaltex Chaton 
Bandings

Small XILION Chatons embedded in a Polyurethane base 
material

Hotfix Selector 5, page 141

Crystal Textures

PRODUCT DESCRIPTION TYPE OF SELECTOR

Crystal Mesh Standard Flexible metal mesh carrier with integrated loose crystals 
(stone size: PP21)

Hotfix Selector 9, page 143

Crystal Fine Mesh Flexible metal mesh carrier with integrated loose crystals 
(stone size: PP9)

Hotfix Selector 9, page 143

Crystal Light Mesh Flexible metal mesh carrier with integrated loose crystals 
(stone size: PP21)

Hotfix Selector 9, page 143

Crystal Light Mesh Mini Flexible metal mesh carrier with integrated loose crystals 
(stone size: PP14)

Hotfix Selector 9, page 143

Crystal Mesh Colorée Flexible metal mesh carrier with integrated loose crystals and 
colored metallic plates (stone size: PP21)

Hotfix Selector 9, page 143

Crystal Mesh Colorée Mini Flexible metal mesh carrier with integrated loose crystals and 
colored metallic plates (stone size: PP14)

Hotfix Selector 9, page 143

Crystal Caviar Mesh Flexible metal mesh carrier with integrated loose crystal ball 
(ball size: 2,50mm)

Hotfix Selector 10, page 143

Crystal Mesh
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As most Swarovski products can be 
applied from the front or back, the 
Hotfix Selector table features the 
application parameters for both 

sides. Extensive information on 
optimum application, depending 
on the production process and the 

application type (e.g. on trouser 
pockets), is available. 

Front: The front (right side) of the fabric 
is exposed to the heat press.

Back: The back (reverse) of the fabric is 
exposed to the heat press.

The temperature settings selected 
depend on the heat resistance of 
the carrier material, and should be 
judged by the customer. The higher the 
temperature, the less time is required 
to activate the Hotfix adhesive (see 
table/chart). The application time 
depends primarily on the textile used 
and its thickness.

FABRIC CATEGORY FABRIC EXAMPLE MATERIAL WEIGHT

Reference fabric Cotton/polyester blend 35% cotton, 
65% polyester

210 g/m²

Natural fibers Batiste, Vichy fabric, cotton jersey,  
interlock, linen fabrics, etc.

Silk fabrics, toile, etc.

Jeans, denim, cord, velvet, damask,  
gabardine, sweatshirt fabrics, etc.

Cloth, tweed, bouclé, loden, boiled wool,  
felt, knitted fabrics, etc.

Cotton, linen

Silk

Cotton

Wool

100 – 200 g/m²

100 – 200 g/m²

300 – 400 g/m²

300 – 400 g/m²

Cellulose and synthetic  
fibers

Viscose, satin, organza, chiffon, taffeta,  
tulle, lace, etc.

LYCRA®, neoprene, etc.

Viscose, acetate, 
triacetate, polyester, 
polyamide, polyacrylics 
and various fiber blends

20 – 120 g/m²

150 – 250 g/m²

Pile fabrics Artificial leather, Alcantara®, suede,  
fleece, artificial fur, plush, toweling, etc.

Cotton, various fiber 
blends

200 – 350 g/m²

Tools for Hotfix Application

	− Teflon® foil (100 x 50 cm, 40 x 20 in, art. 9010/003)
	− Silicone ironing pad (foam) (134 x 100 cm, 54 x 40 in, art. 9010/002) 
	− Silicone pad (50 x 50 x 0.2 cm, 20 x 20 x 0.08 in, art. 9010/005)
	− Felt
	− Standard pressing cloth (cotton)
	− Standard cardboard
	− Transfer film (www.dso-co.com, www.strass.cc)
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HOTFIX SELECTOR 1

XILION TRANSFERS / XIRUS TRANSFERS. For sizes SS3 to SS20

HOTFIX SELECTOR 2

XILION TRANSFERS / XIRUS TRANSFERS. For sizes SS30 and SS34 and for all Crystal Transfers containing these sizes

  APPLICATION FROM THE FRONT   APPLICATION FROM THE BACK

Temperature/time required (in seconds) Temperature/time required (in seconds)
120 °C 130 °C 140 °C 150 °C 160 °C 170 °C 120 °C 130 °C 140 °C 150 °C 160 °C 170 °C
250 °F 265 °F 285 °F 300 °F 320 °F 340 °F 250 °F 265 °F 285 °F 300 °F 320 °F 340 °F

	 Cotton/ 
polyester blend

50 42 36 30 24 18 	 Cotton/ 
polyester blend 20 17 14 11 8 6

	 Silk, batiste, cotton 
jersey, thin linen 
fabrics, etc.

46 38 32 26 20 15
	 Silk, batiste, cotton 

jersey, thin linen 
fabrics, etc.

15 13 11 9 7 5

	 Jeans,cord, loden, 
cloth, knitted fabrics, 
etc.

55 45 35 30 25 20
	 Jeans,cord, loden, 

cloth, knitted fabrics, 
etc.

25 23 21 18 15 12

	 Viscose, satin, chiffon,  
organza, taffeta, etc.

96 40 34 28 22 16 	 Viscose, satin, chiffon,  
organza, taffeta, etc. 12 10 8 7 6 5

	 LYCRA®, neoprene, 
etc.

52 44 38 32 25 18 	 LYCRA®, neoprene, 
etc. 35 30 25 18 13 8

	� Artificial fur, artificial 
leather, fleece, suede, 
etc.

– 50 42 34 26 20
	� Artificial fur, artificial 

leather, fleece, suede, 
etc.

50 40 35 30 25 20

Pressure: low 

Tools: Teflon® foil, pressing cloth, silicone foam

Note: The application time depends primarily on the size of 
the crystal. Figures are given for size SS20 (art. 2078).

Pressure: low 

Tools: Teflon® foil, pressing cloth, silicone foam

  APPLICATION FROM THE FRONT   APPLICATION FROM THE BACK

Temperature/time required (in seconds) Temperature/time required (in seconds)
120 °C 130 °C 140 °C 150 °C 160 °C 170 °C 120 °C 130 °C 140 °C 150 °C 160 °C 170 °C
250 °F 265 °F 285 °F 300 °F 320 °F 340 °F 250 °F 265 °F 285 °F 300 °F 320 °F 340 °F

	 Cotton/ 
polyester blend

50 42 36 30 24 18 	 Cotton/ 
polyester blend 20 17 14 11 8 6

	 Silk, batiste, cotton 
jersey, thin linen 
fabrics, etc.

46 38 32 26 20 15
	 Silk, batiste, cotton 

jersey, thin linen 
fabrics, etc.

15 13 11 9 7 5

	 Jeans,cord, loden, 
cloth, knitted fabrics, 
etc.

55 45 35 30 25 20
	 Jeans,cord, loden, 

cloth, knitted fabrics, 
etc.

25 23 21 18 15 12

	 Viscose, satin, chiffon,  
organza, taffeta, etc.

– 240 90 46 35 28 	 Viscose, satin, chiffon,  
organza, taffeta, etc. 12 10 8 7 6 5

	 LYCRA®, neoprene, 
etc.

– – – 36 30 22 	 LYCRA®, neoprene, 
etc. 35 30 25 18 13 8

	� Artificial fur, artificial 
leather, fleece, suede, 
etc.

– – 95 45 30 25
	� Artificial fur, artificial 

leather, fleece, suede, 
etc.

50 40 35 30 25 20

Pressure: medium 

Tools: Teflon® foil, pressing cloth, silicone foam

Note: The application time depends primarily on the size of 
the crystal. Figures are given for size SS34 (art. 2078)

Pressure: low 

Tools: Teflon® foil, pressing cloth, silicone foam

Note: XIRIUS Transfers with size SS40 and SS48 should be 
applied like Creation Stones Plus (see the Swarovski Hotfix 
Selector overview).
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HOTFIX SELECTOR 4

CREATION TRANSFERS PLUS

  APPLICATION FROM THE FRONT   APPLICATION FROM THE BACK

These items are NOT suitable for application  
from the front!

Temperature/time required (in seconds)
120 °C 130 °C 140 °C 150 °C 160 °C 170 °C
250 °F 265 °F 285 °F 300 °F 320 °F 340 °F

	 Cotton/ 
polyester blend 35 35 30 25 18 12

	 Silk, batiste, cotton 
jersey, thin linen 
fabrics, etc.

35 33 30 25 20 15

	 Jeans,cord, loden, 
cloth, knitted fabrics, 
etc.

40 38 32 28 22 16

	 Viscose, satin, chiffon,  
organza, taffeta, etc. 28 25 22 18 12 10

	 LYCRA®, neoprene, 
etc. 38 35 30 25 18 12

	� Artificial fur, artificial 
leather, fleece, suede, 
etc.

57 46 40 36 30 25

Pressure: medium 

Tools: Teflon® foil, pressing cloth, silicone ironing pad

*Transfers with Cabochons (e.g. Cabochon Transfers) are NOT suitable for application from the front!

HOTFIX SELECTOR 3

CREATION TRANSFERS, MEZZO TRANSFERS & CABOCHON TRANSFERS*

  APPLICATION FROM THE FRONT   APPLICATION FROM THE BACK

Temperature/time required (in seconds) Temperature/time required (in seconds)
120 °C 130 °C 140 °C 150 °C 160 °C 170 °C 120 °C 130 °C 140 °C 150 °C 160 °C 170 °C
250 °F 265 °F 285 °F 300 °F 320 °F 340 °F 250 °F 265 °F 285 °F 300 °F 320 °F 340 °F

	 Cotton/ 
polyester blend – 46 40 34 28 22 	 Cotton/ 

polyester blend 25 23 19 16 12 9

	 Silk, batiste, cotton 
jersey, thin linen 
fabrics, etc.

75 42 36 30 24 18
	 Silk, batiste, cotton 

jersey, thin linen 
fabrics, etc.

27 24 20 16 12 8

	 Jeans,cord, loden, 
cloth, knitted fabrics, 
etc.

90 50 40 35 30 25
	 Jeans,cord, loden, 

cloth, knitted fabrics, 
etc.

25 23 21 18 15 12

	 Viscose, satin, chiffon,  
organza, taffeta, etc. – 240 85 40 35 20 	 Viscose, satin, chiffon,  

organza, taffeta, etc. 18 16 14 11 8 5

	 LYCRA®, neoprene, 
etc. – 180 42 36 30 22 	 LYCRA®, neoprene, 

etc. 38 32 26 20 15 10

	� Artificial fur, artificial 
leather, fleece, suede, 
etc.

– 208 95 45 30 22
	� Artificial fur, artificial 

leather, fleece, suede, 
etc.

55 46 40 34 28 22

Pressure: medium

Tools: Teflon® foil, pressing cloth, silicone ironing pad

Note: The application time depends primarily on the largest 
element in the motif.

Pressure: medium 

Tools: Teflon® foil, pressing cloth, silicone ironing pad
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HOTFIX SELECTOR 5

CRYSTAL FABRIC, GRAPHIC FABRIC, CRYSTALTEX CHATON

  APPLICATION FROM THE FRONT   APPLICATION FROM THE BACK

Temperature/time required (in seconds) Temperature/time required (in seconds)
120 °C 130 °C 140 °C 150 °C 160 °C 170 °C 120 °C 130 °C 140 °C 150 °C 160 °C 170 °C
250 °F 265 °F 285 °F 300 °F 320 °F 340 °F 250 °F 265 °F 285 °F 300 °F 320 °F 340 °F

	 Cotton/ 
polyester blend – – 50 45 40 35 	 Cotton/ 

polyester blend – – 50 45 40 35

	 Silk, batiste, cotton 
jersey, thin linen 
fabrics, etc.

– – 45 40 35 30
	 Silk, batiste, cotton 

jersey, thin linen 
fabrics, etc.

– – 45 40 35 30

	 Jeans,cord, loden, 
cloth, knitted fabrics, 
etc.

– – 55 50 45 40
	 Jeans,cord, loden, 

cloth, knitted fabrics, 
etc.

– – 60 55 50 45

	 Viscose, satin, chiffon,  
organza, taffeta, etc. – – 35 30 25 20 	 Viscose, satin, chiffon,  

organza, taffeta, etc. – – 35 30 25 20

	 LYCRA®, neoprene, 
etc. – – 40 35 30 25 	 LYCRA®, neoprene, 

etc. – – 45 40 35 30

	� Artificial fur, artificial 
leather, fleece, suede, 
etc.

– – 38 32 27 22
	� Artificial fur, artificial 

leather, fleece, suede, 
etc.

– – 42 38 32 26

Pressure: medium

Tools: Teflon® foil, pressing cloth

Pressure: medium

Tools: Teflon® foil, pressing cloth

HOTFIX SELECTOR 6

CRYSTAL ROCKS & GRAPHIC ROCKS

  APPLICATION FROM THE FRONT   APPLICATION FROM THE BACK

Temperature/time required (in seconds) Temperature/time required (in seconds)
120 °C 130 °C 140 °C 150 °C 160 °C 170 °C 120 °C 130 °C 140 °C 150 °C 160 °C 170 °C
250 °F 265 °F 285 °F 300 °F 320 °F 340 °F 250 °F 265 °F 285 °F 300 °F 320 °F 340 °F

	 Cotton/ 
polyester blend – – 80 65 50 45 	 Cotton/ 

polyester blend – – 80 65 50 40

	 Silk, batiste, cotton 
jersey, thin linen 
fabrics, etc.

– – 75 60 45 40
	 Silk, batiste, cotton 

jersey, thin linen 
fabrics, etc.

– – 70 55 45 35

	 Jeans,cord, loden, 
cloth, knitted fabrics, 
etc.

– – 100 80 60 50
	 Jeans,cord, loden, 

cloth, knitted fabrics, 
etc.

– – 100 80 60 50

	 Viscose, satin, chiffon,  
organza, taffeta, etc. – – 70 55 40 35 	 Viscose, satin, chiffon,  

organza, taffeta, etc. – – 70 55 40 35

	 LYCRA®, neoprene, 
etc. – – 75 60 45 40 	 LYCRA®, neoprene, 

etc. – – 80 65 50 40

	� Artificial fur, artificial 
leather, fleece, suede, 
etc.

– – 70 60 45 35
	� Artificial fur, artificial 

leather, fleece, suede, 
etc.

– – 75 60 45 35

Pressure: medium

Tools: Teflon® foil, pressing cloth

Pressure: medium

Tools: Teflon® foil, pressing cloth
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HOTFIX SELECTOR 7

CRYSTAL FINE ROCKS, GRAPHIC FINE ROCKS, CRYSTAL ULTRAFINE ROCKS & GRAPHIC ULTRAFINE ROCKS

HOTFIX SELECTOR 8

CRYSTAL INTARSIA

  APPLICATION FROM THE FRONT   APPLICATION FROM THE BACK

Temperature/time required (in seconds) Temperature/time required (in seconds)
120 °C 130 °C 140 °C 150 °C 160 °C 170 °C 120 °C 130 °C 140 °C 150 °C 160 °C 170 °C
250 °F 265 °F 285 °F 300 °F 320 °F 340 °F 250 °F 265 °F 285 °F 300 °F 320 °F 340 °F

	 Cotton/ 
polyester blend – – 80 65 50 45 	 Cotton/ 

polyester blend – – 70 60 50 40

	 Silk, batiste, cotton 
jersey, thin linen 
fabrics, etc.

– – 70 55 45 40
	 Silk, batiste, cotton 

jersey, thin linen 
fabrics, etc.

– – 65 55 45 35

	 Jeans,cord, loden, 
cloth, knitted fabrics, 
etc.

– – 100 80 60 50
	 Jeans,cord, loden, 

cloth, knitted fabrics, 
etc.

– – 80 70 60 50

	 Viscose, satin, chiffon,  
organza, taffeta, etc. – – 70 55 40 35 	 Viscose, satin, chiffon,  

organza, taffeta, etc. – – 60 50 40 30

	 LYCRA®, neoprene, 
etc. – – 80 65 50 40 	 LYCRA®, neoprene, 

etc. – – 65 55 40 35

	� Artificial fur, artificial 
leather, fleece, suede, 
etc.

– – 75 60 45 35
	� Artificial fur, artificial 

leather, fleece, suede, 
etc.

– – 60 50 40 30

Pressure: medium

Tools: Teflon® foil, pressing cloth

Pressure: medium

Tools: Teflon® foil, pressing cloth, transfer film to fix in place

  APPLICATION FROM THE FRONT   APPLICATION FROM THE BACK

These items are NOT suitable for application  
from the front!

Temperature/time required (in seconds)
120 °C 130 °C 140 °C 150 °C 160 °C 170 °C
250 °F 265 °F 285 °F 300 °F 320 °F 340 °F

	 Cotton/ 
polyester blend – – 50 45 40 35

	 Silk, batiste, cotton 
jersey, thin linen 
fabrics, etc.

– – 45 40 35 30

	 Jeans,cord, loden, 
cloth, knitted fabrics, 
etc.

– – 60 55 50 45

	 Viscose, satin, chiffon,  
organza, taffeta, etc. – – 35 30 25 20

	 LYCRA®, neoprene, 
etc. – – 45 40 35 30

	� Artificial fur, artificial 
leather, fleece, suede, 
etc.

– – 42 38 32 26

Pressure: very high

Tools: Teflon® foil, pressing cloth, silicone ironing pad
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HOTFIX SELECTOR 9

CRYSTAL MESH STANDARD, CRYSTAL FINE MESH, CRYSTAL LIGHT MESH, LIGHT MESH MINI,  
MESH COLORÉE & COLORÉE MINI

HOTFIX SELECTOR 10

CRYSTAL CAVIAR MESH 

  APPLICATION FROM THE FRONT   APPLICATION FROM THE BACK

Temperature/time required (in seconds) Temperature/time required (in seconds)
120 °C 130 °C 140 °C 150 °C 160 °C 170 °C 120 °C 130 °C 140 °C 150 °C 160 °C 170 °C
250 °F 265 °F 285 °F 300 °F 320 °F 340 °F 250 °F 265 °F 285 °F 300 °F 320 °F 340 °F

	 Cotton/ 
polyester blend 135 90 60 40 35 30 	 Cotton/ 

polyester blend 60 45 30 25 20 15

	 Silk, batiste, cotton 
jersey, thin linen 
fabrics, etc.

130 90 60 40 30 25
	 Silk, batiste, cotton 

jersey, thin linen 
fabrics, etc.

35 28 22 18 15 12

	 Jeans,cord, loden, 
cloth, knitted fabrics, 
etc.

180 140 120 100 80 60
	 Jeans,cord, loden, 

cloth, knitted fabrics, 
etc.

60 45 35 30 25 20

	 Viscose, satin, chiffon,  
organza, taffeta, etc. 140 100 80 60 50 40 	 Viscose, satin, chiffon,  

organza, taffeta, etc. 30 25 20 15 12 10

	 LYCRA®, neoprene, 
etc. 120 80 50 40 35 30 	 LYCRA®, neoprene, 

etc. 55 40 30 25 20 15

	� Artificial fur, artificial 
leather, fleece, suede, 
etc.

200 150 120 90 70 50
	� Artificial fur, artificial 

leather, fleece, suede, 
etc.

70 55 45 40 35 30

Pressure: high

Tools: Teflon® foil, pressing cloth

Pressure: high

Tools: Teflon® foil, pressing cloth, transfer film to fix in place

  APPLICATION FROM THE FRONT   APPLICATION FROM THE BACK

Temperature/time required (in seconds) Temperature/time required (in seconds)
120 °C 130 °C 140 °C 150 °C 160 °C 170 °C 120 °C 130 °C 140 °C 150 °C 160 °C 170 °C
250 °F 265 °F 285 °F 300 °F 320 °F 340 °F 250 °F 265 °F 285 °F 300 °F 320 °F 340 °F

	 Cotton/ 
polyester blend 145 115 80 50 45 40 	 Cotton/ 

polyester blend 60 50 35 25 20 15

	 Silk, batiste, cotton 
jersey, thin linen 
fabrics, etc.

140 110 80 50 43 35
	 Silk, batiste, cotton 

jersey, thin linen 
fabrics, etc.

35 30 25 18 15 12

	 Jeans,cord, loden, 
cloth, knitted fabrics, 
etc.

190 160 130 110 90 70
	 Jeans,cord, loden, 

cloth, knitted fabrics, 
etc.

60 50 40 30 25 20

	 Viscose, satin, chiffon,  
organza, taffeta, etc. 130 100 80 50 45 40 	 Viscose, satin, chiffon,  

organza, taffeta, etc. 55 45 35 25 20 15

	 LYCRA®, neoprene, 
etc. 150 130 100 70 60 50 	 LYCRA®, neoprene, 

etc. 30 25 20 15 13 10

	� Artificial fur, artificial 
leather, fleece, suede, 
etc.

210 180 150 100 80 60
	� Artificial fur, artificial 

leather, fleece, suede, 
etc.

70 60 50 40 35 30

Pressure: high

Tools: Teflon® foil, pressing cloth

Pressure: high

Tools: Teflon® foil, pressing cloth, transfer film to fix in place
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7
Sewing and  

Hand Application

There are many Swarovski 
products that are suitable for 
sewing and embroidering. These 
products can be easily applied 
either by hand, or with standard 
domestic or industrial sewing 
machine. Swarovski also offers an 
ideal selection of products for a 
variety of creative techniques by 
hand.

146 Product Overview
147 Machines and Tools
148 Suppliers
149 Application
157 Useful Information
158 Quick Assistance
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Product overview

SEWN BY HAND SEWN BY MACHINE
HAND APPLICATION 

TECHNIQUES

Beads � �

Crystal Pearls � �

Pendants � �

Sew-on Articles � � �

Crystal Buttons � � �

Crystal Textures with Foil Overlay � �

Linked Crystal 
Components

Crystal Mesh Standard � �

Crystal Fine Mesh �

Crystal Light Mesh � �

Crystal Light Mesh Mini � �

Crystal Mesh Colorée �

Crystal Mesh Colorée Mini �

Crystal Cavier Mesh � �

Cupchains � � �

Bezel Chains � � �

Multirow Cupchains size PP11 � �

Multirow Cupchains size PP14 to PP24 � � �

Crystal Fishnet Banding � � �

The following products are 
suitable for sewing (by hand or 
machine), or hand application 
(e.g. beading):
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An industrial sewing machine is 
suitable for most sewing applications. 
However, a machine with a zigzag 
stitching program is necessary for 
some Swarovski products.

A button sewer can also be used for 
the application of some Swarovski 
Buttons.

A household sewing machine offers a 
range of stitch types such as straight 
stitch, zigzag stitch and a program for 
sewing on buttons, and is therefore 
well suited to applying Swarovski 
products.

Machines and tools

The following machines, tools 
and aids can be used for sewing 
Swarovski products:

For products with net-edge, a zipper 
foot is helpful. A button foot can be 
used for the application of Sew-on 
Articles.

Adapted presser feet/beading feet: 
standard presser feet, adapted by 
adding two metal plates.

By gluing on small metal plates, an 
adapted presser foot can be made.

Sewing machine needles 
sizes Nm 70–100.

It is recommended that protective 
eyewear is worn when using a sewing 
machine, so as to prevent injury.

Sewing thread (Nm 50 – 80); stronger 
synthetic thread is more suitable for 
sewing on items.
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Suppliers
This list provides an overview of 
selected suppliers worldwide.

MACHINES & TOOLS SUPPLIER CONTACT

Sewing machines Elna International Corp. AG
Pfaff

www.elna.com
www.pfaff.com

Beading foot Elna International Corp. AG 
Pearl / Bead Foot
Pfaff
Beading Foot 

www.elna.com

www.pfaff.com

Machine needles Ferd. Schmetz GmbH
Groz-Beckert KG
Prym

www.schmetz.com
www.groz-beckert.de
www.prym.com

Sewing threads Amann & Soehne GmbH & Co. KG 
Coats PLC
Madeira Garnfabrik KG
Rayher Hobby GmbH

www.amann.com
www.coats.com
www.madeira.de
www.rayher.com

Sew-on settings E.H. Ashley & Company, Inc.
Franz Simm Metall- und Zinkdruckgusswaren GmbH
Rio Grande
Snow Findings Company
Whiting & Davis

www.ehashley.com
www.simm-metallwaren.de
www.riogrande.com
www.snowfindings.com
www.whitinganddavis.com
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ADJUSTING THE UPPER THREAD 
TENSION

ADJUSTING THE UPPER THREAD 
TENSION

APPLICATION

APPLICATION

SELECTING THE OPTIMUM THREAD

SELECTING THE OPTIMUM THREAD

SELECTING THE STITCH TYPE

SELECTING THE STITCH TYPE AND 
DIRECTION

When sewing Swarovski products, 
particularly Sew-on Articles and 
Beads, synthetic multifilament 
threads with a thread count of 

Nm 50 – 80 are most suitable. 
Monofilament and pure cotton yarns 
are not recommended due to their 
limited abrasion resistance. 

In general, Swarovski products can 
sewn on using a variety of stitch types 
and direction.

Application

Selecting the optimum thread

Selecting the stitch type and direction

Sew-on Articles
Button sewing program or zigzag stitch

Multi-row products
Straight stitch

Single-row products
Zigzag stitch

Straight stitch

A stitch length should be selected  
that allows the stitches to fall in the 
spaces between the cups.

Zigzag stitch

The length and width of the stitch must 
be adjusted to suit the element being 
applied. The width of the stitch (B) 
should be 0.5 mm – 1 mm broader on 
both sides than the product (A) being 
applied.  
The length of the stitch (C) should be 
equal to about 2/3 of the width of the 
stitch. In some cases the tension of the 
upper thread must be reduced. 
When applying products using a zigzag 
stitch, the use of an beading foot or 
adapted presser foot is recommended.

Button sewing program

Sew-on Articles can be applied using 
a button sewing program. The hole 
spacing must be selected in order to 
use the program.

Types of stitch
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If the upper thread tension is too tight 
or too loose, the resulting seam is not 
strong. The tension of the thread must 
therefore be adjusted accordingly. 

ADJUSTING THE UPPER THREAD 
TENSION

APPLICATIONSELECTING THE OPTIMUM THREAD SELECTING THE STITCH TYPE

Adjusting the upper thread tension

If the tension is too loose, the crossing 
of the threads is visible on the upper 
surface of the fabric.

If the tension is too tight, the lower 
thread is visible on the upper surface 
of the fabric and the fabric can 
become gathered.

If the tension is correct, the threads 
cross in the middle of the textile.

Upper thread

Lower thread Textile

ADJUSTING THE UPPER THREAD 
TENSION

APPLICATIONSELECTING THE OPTIMUM THREAD SELECTING THE STITCH TYPE AND 
DIRECTION

Multi-row products
straight stitch in diagonal direction to 
the outside

Multi-row products
Straight stitch in lateral direction

Multi-row products
Straight stitch in longitudinal direction

Types of stitch direction
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ADJUSTING THE UPPER THREAD 
TENSION

APPLICATIONSELECTING THE OPTIMUM THREAD SELECTING THE STITCH TYPE

Alongside sewing by hand, the 
following table provides a summary 
of possible machine application 
techniques.

Application

Machine application 

SWAROVSKI PRODUCTS MACHINE TOOL PROGRAM NOTE

Sew-On Articles & 
Crystal Buttons

Sew-on 
Articles

Sewing 
machine

Button foot Buttong sewing 
program or zigzag 
stitch without feet 
fuction

Switch off the lower feed, adjust the 
stitch width to the product.  The use 
of the application tool in some type 
of sewing machines can require some 
readjustment of the tension release.

Crystal 
Buttons

Sewing 
machine

Button foot Button sewing 
program or zigzag 
stitch without feed 
function

Switch off the lower feed, adjust the 
stitch width to the product.  

Buttons 
sewer

Button sewing 
program

Holding clamps must be adjusted to 
the shape of the button

Crystal Textures
Crystal 
textures with 
foil overlay

Sewing 
machine

Standard 
presser foot

Straight stitch

Linked Crystal 
Components

Crystal Mesh 
Standard/ 
Caviar Mesh

Sewing 
machine

Standard 
presser foot

Straight stitch Do not remove the transparent 
support film before sewing, but score 
the film along the course of the 
stitching beforehand

Crystal Light 
Mesh/Crystal 
Light Mesh 
Mini

Sewing 
machine

Standard 
presser foot

Straight stitch Stitching lines of mesh are set 
diagonally to the outside

Cupchains
Sewing 
machine

Beading 
presser foot

Zigzag stitch Adjust the stitch width to the product

Multirow 
Cupchains for 
PP14

Sewing 
machine

Standard 
presser foot

Straight stitch Pre fix the cups on the fabric and 
straight stitch the space between 
cups in lateral direction 

Multirow 
Cupchains for 
PP18 And PP24

Sewing 
machine

Standard 
presser foot

Straight stitch Pre fix the chups on the fabric and 
straight stitch the space ebtween 
cups in longitudinal direction 

Fishnet 
Bandings

Sewing 
machine

Special 
presser foot

Straight stitch Stitch the banding between the rows 
of crystals by using 3d models of the 
special sewing feet 



SWA ROVS K I A PPLI C ATI O N M A N UA L 20 24

152

A
p

p
lic

a
ti

o
n

ADJUSTING THE UPPER THREAD 
TENSION

APPLICATIONSELECTING THE OPTIMUM THREAD SELECTING THE STITCH TYPE

Application using a sewing machine

The right choice of needle (strength  
Nm 70 – 100), sewing thread and thread 
tension (upper and lower thread) are 
particularly important for applications  
with a sewing machine. The fabric must  
not become gathered and the upper 
and lower thread should run easily and  
smoothly.

Tests should be conducted on the 
original material before beginning 
production. Before sewing on Crystal 
Buttons with a machine it is essential to 
set the sewing machine to the correct 
hole and stitch length, as well as stitch 
width. This prevents the crystal from 
being damaged during application and 
reduces the risk of injury.

When sewing high, multi-row products, 
there can be problems with the sewing 
machine feed, caused by a slanting 
presser foot. To avoid this, position 
a height compensator beneath the 
presser foot to ensure it sits parallel 
to the material, allowing the fabric to 
feed through properly.

Sew-on Stones
Switch off the lower feed and adjust 
the stitch width to the product.

The foot lies flat due to the height 
compensator.

A slanting presser foot can cause 
problems with the feed of the base 
material.

Crystal Mesh
Stitch the Banding between the 
first and second rows of crystals. 
Alternatively, use a zigzag stitch. 
Note: Consider further details about 
the support film in the section Useful 
Information at the end of this chapter.

Multi-Row Cupchains
Sewing application in longitudinal 
direction.

Multi-Row Cupchains
Sewing application in lateral direction.

Cupchains
Make sure that the Cupchain runs 
parallel to the foot.

Crystal Light Mesh and  
Crystal Light Mesh Mini
Stitching lines of mesh are set 
diagonally to the outside

Fishnet Bandings
Stitch the bandings between the rows 
by using 3D models of special sewing 
feet.
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BASE MATERIAL
FOIL OVERLAY

BASE MATERIAL
FOIL OVERLAY

ADJUSTING THE UPPER THREAD 
TENSION

APPLICATIONSELECTING THE OPTIMUM THREAD SELECTING THE STITCH TYPE

Application Instruction Movie 

Sewing Plastic Trimmings

Watch Sewing instruction movie online at  
https://b2b.ecommerce.swarovski.com

Application Advice for Crystal Texture Foil Overlay when using the sewing technique:

Window technique
Benefits: 

	− this means that even if the product 
gets buckled, there is no visible gap 
between the carrier material and 
the upper surface.

	− Saves on cost thanks to the ease of 
application (no sewing onto crystal-
covered areas is required) and less 
crystals are used because areas 
are covered by the upper surface 
material anyway.

A chosen material, such as leather, 
with a cut-out in the shape of the 
Crystal Texture Foil Overlay motif 
is placed over the product. Using a 
sewing machine, the upper surface 
material can be sewn together with the 
Synthetic Foil Overlay. 
Due to the fact that the foil overlay 
comes with Hotfix glue on the reverse 
side, the Crystal Texture Foil Overlay 
can be fixed onto a carrier material 

using the Hotfix technique before 
sewing the various parts together. The 
application parameters relating to the 
relevant product groups apply. The 
Hotfix Selectors can be found in the 
chapter Hotfix Application.

SYNTHETIC FOIL 
OVERLAY PRODUCT

UPPER SURFACE MATERIAL,
E.G. LEATHER

THE PRODUCT CAN BE FIXED 
ONTO A CARRIER MATERIAL 
BEFORE SEWING, USING A HEAT 
PRESS

SEAM AROUND  
THE PRODUCT

Sewing between two materials
Thanks to the foil overlay, the Crystal 
Textures can now be used between 
two materials (e.g. leather, fabric,...) 
without having to be  applied to 
another carrier material beforehand.

CRYSTAL TEXTURE FOIL OVERLAY PRODUCT

THE CRYSTAL TEXTURE FOIL OVERLAY 
PRODUCT IS SEWN IN BETWEEN TWO 
PIECES OF CARRIER MATERIAL

BASE MATERIAL

FOIL OVERLAY SEAM
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"Weaving-look"
Motifs with big foil surfaces (not 
covered with crystals) can easily be 
added to carrier materials by using the 
sewing technique, which makes them 
look as though they have been woven 
into other materials.

Create a tube
A tube-shaped product can be created 
by folding the Synthetic Foil Overlay 
and sewing it into position. If the tube 
needs to be stronger and more stable, 
a cylinder-shaped material such as 
cord can be added as a core element. 

This technique is ideal when using 
a Crystal Texture Foil Overlay tube 
to create a border on a sleeve or to 
decorate a fringe on a garment, for 
example.

ADJUSTING THE UPPER THREAD 
TENSION

APPLICATIONSELECTING THE OPTIMUM THREAD SELECTING THE STITCH TYPE

Lochrose art. 3129

An innovative product application 
solution has been developed in 
conjunction with the companies 
Laesser and Tajima for the industrial 
application of Lochrose art. 3129 with 
fully automatic embroidery machines. 
If using a Laesser embroidery machine, 
the Laesser Crystal Stone Head must 

be used. The application is based 
on standard embroidery technology 
and allows the unique combination 
of first-class Schiffli embroidery 
yarns (e.g. SETAFIL®) and crystal 
applications in a single production 
stage.

If sewing with a Tajima embroidery 
machine is preferred, the Tajima 
Lochrose Embroidery Device is used.

Orders for the Lochrose art. 3129, as 
well as sample and production orders, 
can be placed directly with your 
Swarovski sales partner.
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ADJUSTING THE UPPER THREAD 
TENSION

APPLICATIONSELECTING THE OPTIMUM THREAD SELECTING THE STITCH TYPE

1	 Draw the desired motif. 2	 Enter the design into the 
embroidery software.

3	 Fill the embroidery machine with 
Lochrose art. 3129.

4	 Embroidery is carried out 
automatically using a system like 
the Laesser Crystal Stone Head (in 
the photo) or the Tajima Lochrose 
Embroidery Device.

5	 The embroidered material is now 
ready for further processing.
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ADJUSTING THE UPPER THREAD 
TENSION

APPLICATIONSELECTING THE OPTIMUM THREAD SELECTING THE STITCH TYPE

Hand application techniques

Some of the Swarovski products 
listed in the product overview at the 
beginning of this chapter can be 

applied by hand. This means a range 
of creative application techniques in 
addition to sewing.

Please choose a sufficiently thick wire in accordance to the 
size and weight of the Swarovski crystals. For heavier products 
a nylon-coated wire is recommended. Crystal Pearls larger than 
6 mm should be additionally knotted for a better hold.

Knitting

Weaving

Crocheting

Knotting

Beading Threading Wire working
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Useful information

Cutting and sewing Crystal Mesh

Before cutting and sewing, the 
transparent film must not be removed. 
The film allows the individual crystals 
to be aligned perfectly, and provides 
Crystal Mesh with the stability 

necessary for flawless application. 
In case the Crystal Mesh is fixed on the 
fabric with Hotfix prior to sewing, the 
foil can be removed before starting to 
sew.

1	 Cut the transparent film between 
the rows of crystals with a knife, but 
do not pull them apart, otherwise 
the stability of the crystals will be 
lost.

2	 After cutting the film, there is some 
space between the rows which 
allows you further processing.

3	 Cut the metal mesh with a scissor 
along the scored line, and remove 
the excess link rings. The Crystal 
Mesh is now ready for sewing.

Application Instruction Movie 

Cutting Crystal Mesh

Learn how to cut Crystal Mesh properly  
by watching our instruction movie online at  
https://b2b.ecommerce.swarovski.com

Cutting

Sewing
When sewing Crystal Mesh, it is 
recommended that the film is scored 
along the course of the stitching 
beforehand (see illustration).

Note: Crystal Fine Mesh 
cannot be sewn with a 
sewing machine due to 
its tight structure.
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Quick assistance

The following table outlines typical 
sewing, and hand application 
problems, along with possible 
causes and recommendations on 
avoiding them. 

CAUSE RECOMMENDATION

1 	 The foot pressure may be too low. Increase the foot pressure according to the instructions.

2 	 There may be dust between the feeder teeth. Clean the feeder teeth.

3 	 Upper feed is faulty. Replace the upper feed.

4 	 The needle may be bent or damaged. Replace the needle.

5 	 The needle is not fitted correctly. The needle must be pushed right up to the top.

6 	 The machine may be threaded wrongly. Rethread the machine.

7 	 The tension of the threads may be incorrect. Check the thread tension.

8 	 There may be knots in the thread or it may be too 
thin.

Check the thread for faults and if necessary, change it.

9 	 The components that form the stitches may be 
damaged.

Have the sewing machine checked by a specialist.

10 	 The wrong needle may have been chosen. Choose a needle that has the correct size for the carrier material.

11 	 The bobbin may not be fitted correctly. Check the bobbin case.

12 	 The needle is too thick and gets stuck in the 
product.

Use a thinner needle.

13 	 The needle hits the crystal. Sew more slowly and feed the product through the machine 
carefully.

14 	 The needle damages the cup. Check the length of the stitch and the thickness of the needle.

PROBLEM CAUSE

Product or fabric is not fed through correctly. 1, 2, 3

The machine misses out stitches. 4, 5, 6, 7

The thread breaks. 4, 6, 8, 9

The needle breaks. 10, 11, 12, 13

The crystals break out of the cups. 14
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Mechanical Application

Swarovski products, such 
as Rivets, and Rose Pins 
can be applied manually or 
mechanically, using either semi- 
or fully-automated machines. This 
simple application technique is 
used primarily in the textile and 
accessories fields.

162 Product Overview
162 Machines and Tools
166 Suppliers
168 Application
174 Useful Information
175 Quick Assistance
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Product Overview
The following products are 
suitable for mechanical 
application:

Machines and tools

The following machines, tools 
and aids can be used for the 
mechanical application of 
Swarovski products:
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The fly press (art. 9040/019, with 
mounting board) represents an 
easy way to mechanically apply the 
products. 

Some Swarovski products can 
be applied using a semi- or fully-
automatic attaching machine (e.g. 
Rose Pins). In this process, the feed on 
the machine must be adjusted to the 
product being processed.

Vacuum pump (art. 9040/022) with 
silicone hose allows products such 
as Rose Pins and Rivets to be easily 
held in place in the fly press.

CRYSTAL RIVETS &  ROSE PINS MECHANICAL APPLICATION

Crystal Rivets �

Rose Pins �
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It is recommended that protective 
eyewear is worn during mechanical 
application, to prevent injury.

For application of Rose Pins a Rose 
Pin mold can be used (patented by 
Gruppo Meccaniche Luciani). Please 
be advised that Swarovski does not 
provide the tools.

Swarovski offers a variety of different 
tools for the fly press, depending 
on the product employed. The 
tools offered have the following 
specifications: upper die (M6 screw 

thread), lower die (12.15 mm +  
0.03/ – 0.10). If using a fly press from 
a provider other than Swarovski, 
confirm the thread sizes before 
ordering the tools.

Vacuum pump

Vacuum adapter

Silicone hose for 
vacuum pump

Stop

Lower die

Upper die

Mounting board

Fly press including possible dies and tools for application (in this case for the application of Rivets).
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Art. 9040/023

Crystal Rivets can be applied to 
various materials with or without Back 
Parts. The correct die combination 
must be chosen accordingly. Please 
ensure that the recommended leather 
or fabric strengths, listed in the 

“Application” subsection, are followed. 
A vacuum pump and adapter allow 
Rivets to be easily picked up and 
applied. Upper dies are thus available 
with different thread strengths. When 
using the Swarovski vacuum adapter, 

dies with an M8 thread are required. 
Alternatively, dies with M6 threads 
are available for presses from other 
manufacturers, or when not using a 
vacuum adapter.

Crystal Rivets
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Upper Die Vacuum  
Adapter1

Spare Part 
for Upper Die 

(insert)2

Lower Die for 
application 

with Back Part:

Lower Die for 
application 

with Back Part:

Lower Die for 
application 

without Back 
Part for Rivet  
casing color  
088 Stainless 

Steel

Lower Die for 
application 

without Back 
Part for Rivet 
casing color 

081 Gold
082 Silver

086 Gun Metal53 007 53 009

Art. 9070/010 Art. 9070/012 Art. 9070/011 Art. 9040/015

53 001
Art. 9070/005 

M8 Art. 9040/023

Art. 9070/008
Art. 9070/009 

M6 –
SS 29

53 005
Art. 9040/064 

M8 Art. 9040/023

Art. 9040/062
Art. 9040/063 

M6 –
SS 34

53 006
Art. 9040/067 

M8 Art. 9040/023

Art. 9040/065
Art. 9040/066 

M6 –
SS 39

1	� When using Swarovski's fly press, tools with M8 thread and the corresponding vacuum adapter are necessary. 

2	� The spare part (plastic insert) is incorporated into the upper die as standard. It should be changed when it becomes worn.

Vacuum adapter (art. 9040/023) with 
M6 outer thread and M8 inner thread.

Additional information vacuum adapter
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Rose Pins

A vacuum pump allows Rose Pins to 
be easily picked up and applied. The 
vacuum connection is integrated 

directly into the upper die. An 
additional vacuum adapter is not 
necessary.

53 301 Rose Pin (SS 10)�
Re
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Upper Die Spare Part¹ Lower Die Centering  
Aid2

Art. 9040/090 
M6 Art. 9040/094 Art. 9070/013 Art. 9070/017

53 302 Rose Pin (SS 16)�

Re
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Upper Die Spare Part¹ Lower Die

Art. 9040/091 
M6 Art. 9040/095 Art. 9070/014

53 303 Rose Pin (SS 20)�

Re
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ed
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Upper Die Spare Part¹ Lower Die

Art. 9040/092 
M6 Art. 9040/096 Art. 9070/014

53 304 Rose Pin (SS 34)�

Re
qu
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ed
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Upper Die Spare Part¹ Lower Die

Art. 9040/093 
M6 Art. 9040/097 Art. 9070/016

1	� The spare part (plastic insert) is integrated 

into the upper die as standard. It should be 

changed when it becomes worn.

2	� The centering aid (art. 9070/017)  

for Rose Pin 53 301 allows the product to 

be easily positioned in the upper die.
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Suppliers
This list provides an overview of 
selected suppliers worldwide.

MACHINES & TOOLS SUPPLIER CONTACT

Fly press Swarovski:
Fly press without mounting board: art. 9040/017
Fly press with mounting board: art. 9040/019

https://b2b.ecommerce.swarovski.com

Tools for Rivets  
(fly press)

Swarovski: https://b2b.ecommerce.swarovski.com

Rivet 53 001
Upper die (M8): art. 9070/005
Upper die (M6): art. 9070/009
Spare part (plastic insert) for upper die (art. 9070/005 and 
9070/009): art. 9070/008
Lower die for Rivet application with Back Part 53 007: 
art. 9070/010
Lower die for Rivet application with Back Part 53 009: 
art. 9070/012
Lower die for Rivet application without Back Part  
(Rivet casing 081, 082 and 086): art. 9040/015
Lower die for Rivet application without Back Part  
(Rivet casing 088): art. 9070/011
Vacuum adapter for upper die (art. 9070/005): art. 9040/023

Rivet 53 005
Upper die (M8): art. 9040/064
Upper die (M6): art. 9040/063
Spare part (plastic insert) for upper die (art. 9040/064 and 
9040/063): art. 9040/062
Lower die for Rivet application with Back Part 53 007: 
art. 9070/010
Lower die for Rivet application with Back Part 53 009: 
art. 9070/012
Lower die for Rivet application without Back Part  
(Rivet casing 081, 082 and 086): art. 9040/015
Lower die for Rivet application without Back Part  
(Rivet casing 088): art. 9070/011
Vacuum adapter for upper die (art. 9040/064): art. 9040/023

Rivet 53 006
Upper die (M8): art. 9040/067
Upper die (M6): art. 9040/066
Spare part (plastic insert) for upper die (art. 9040/067 and 
9040/066): art. 9040/065
Lower die for Rivet application with Back Part 53 007: 
art. 9070/010
Lower die for Rivet application with Back Part 53 009: 
art. 9070/012
Lower die for Rivet application without Back Part  
(Rivet casing 081, 082 and 086): art. 9040/015
Lower die for Rivet application without Back Part  
(Rivet casing 088): art. 9070/011
Vacuum adapter for upper die (art. 9040/067): art. 9040/023
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MACHINES & TOOLS SUPPLIER CONTACT

Tools for Rose Pins  
(fly press)

Swarovski:
Rose Pin 53 301
Upper die (M6): art. 9040/090
Spare part (plastic insert) for upper die (art. 9040/090):  
art. 9040/094
Lower die: art. 9070/013
Centering aid: art. 9070/017

https://b2b.ecommerce.swarovski.com

Rose Pin 53 302
Upper die (M6): art. 9040/091
Spare part (plastic insert) for upper die (art. 9040/091):  
art. 9040/095
Lower die: art. 9070/014

Rose Pin 53 303
Upper die (M6): art. 9040/092
Spare part (plastic insert) for upper die (art. 9040/092):  
art. 9040/096
Lower die: art. 9070/014

Rose Pin 53 304
Upper die (M6): art. 9040/093
Spare part (plastic insert) for upper die (art. 9040/093):  
art. 9040/097
Lower die: art. 9070/016

Vacuum pump  
with silicone hose

Swarovski: art. 9040/022 https://b2b.ecommerce.swarovski.com

Automatic attaching 
machine

Prym Fashion GmbH
Seung Min Industrial Co., Ltd.
Sagitta SPA

www.prym-fashion.com 
www.seungminsm.co.kr
www.sagitta.it

Rose Pin mold Gruppo Meccaniche Luciani Srl w w w.gruppomeccanicheluciani.com
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Application
Various Swarovski products can  
be applied using mechanical 
force, creating a lasting bond 
with the carrier material.

CHECKING MATERIAL STRENGTH

CHECKING MATERIAL STRENGTH

PRODUCT-SPECIFIC APPLICATION

PRODUCT-SPECIFIC APPLICATION

Checking Material Strength

Product-specific application

It is important to carefully check the 
thickness of the fabric or leather 
before beginning the application 
process. With very thick fabrics, a hole 
can be punched beforehand for the 
application of Rivets. The fabric should 
not crinkle or become gathered after 

application. To check this, carry out 
tests on fabric or leather scraps before 
going ahead with the application 
process. It is also important to make 
sure that the die sits straight and 
firmly in the fly press, as this can often 
cause application problems. It is 

recommended that you carry out a few 
test runs to identify the ideal pressure. 
The offset/pressure can be regulated 
using an adjustable stop that is 
fastened to the handle of the fly press.

Before starting, make sure the fly 
press is aligned and upper and lower 
dies are arranged along an axis. Dies 
should be clean, polished and intact. 

By carrying out pre-application tests, 
contracted or crinkled material after 
the application can be avoided, as well 
as too much space between fabric and 

pieces. In order to prevent possible 
injury, the wearing of protective 
eyewear is recommended when 
mechanically applying crystals.
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Crystal Rivets

For the application of Crystal Rivets, 
use a fly press or a semi-automatic 
attaching machine: The following 
instructions focus on the application 
with the fly press. As a first step, attach 
the appropriate die to the fly press. 

Crystal Rivets can be applied on 
various materials with or without Back 
Parts. For applications on leather, 
Stainless Steel Rivets (color code 088) 
and Back Parts are recommended.

Please note the material thickness 
when selecting Rivets. The dies should 
be selected accordingly.

ART. SIZE MATERIAL THICKNESS* POSSIBLE BACK PARTS

CRYSTAL RIVETS 53 001
53 005
53 006

SS 29
SS 34
SS 39

2.0 – 2.5 mm
2.0 – 2.5 mm
2.2 – 2.7 mm

53 007 and 53 009
53 007 and 53 009 
53 007 and 53 009 

* This can vary according to the softness and production of the carrier material.

CHECKING MATERIAL STRENGTH PRODUCT-SPECIFIC APPLICATION

Application with a fly press

In many cases it is possible to select 
between both versions of the Back 
Parts.  
For applications on thinner fabrics, 
it is better to use the larger Back 
Part (art. 53 007). Its size means this 

Back Part can better hold the split 
Rivet shaft, avoiding any damage to 
the crystal. 
For multi-layered or thicker 
materials, the smaller Back Part 
(art. 53 009) can be used. To create 

a lasting bond, this requires less 
space for the split Rivet shaft. If the 
carrier material proves too thick, 
or is made up of several layers, it 
is recommended to punch a hole 
before application.

Upper die Vacuum adapter

Rivet

Back Part

Lower die

with Back 
Part

without Back Part 
for Rivet casing color 

081, 082, 086

without Back Part
for Rivet casing 

color 088
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CHECKING MATERIAL STRENGTH PRODUCT-SPECIFIC APPLICATION

Application Instruction Movie 

Rivets - Application with a fly press

Learn how to properly apply Rivets using a fly press  
by watching instruction movie online at 
https://b2b.ecommerce.swarovski.com

Application with a fly press

Upper die

Pin

Lower die

Rose Pins  

Pins can be easily applied using a 
fly press, a semi- or fully-automated 
attaching machine. The application 

with the fly press  will be explained 
step by step. Please note the material 
thickness when selecting Pins.

* This can vary according to the softness and production of the carrier material.

ART. SIZE MATERIAL THICKNESS*

ROSE PINS 53 301
53 302
53 303
53 304

SS 10
SS 16
SS 20
SS 34

1 – 2 mm
1 – 2 mm
1 – 2 mm
1 – 2 mm
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To apply Pins, attach the appropriate 
die to the fly press.

1	 Place the Pin in the upper die. 2	 Position the carrier material and 
apply. Regulate the offset/pressure 
using the adjustable stop.

To facilitate the positioning of the 
small Rose Pin (art. 53 301, SS 10) in the 
upper die, the centering aid can be 
used. The tool must be removed before 
applying the Rose Pin.

Centering aid

CHECKING MATERIAL STRENGTH PRODUCT-SPECIFIC APPLICATION

Note: Do not apply Pins on areas of the carrier material 
that are under high mechanical stress, such as critical 
parts of a shoe. After application, ensure the Pins are not 
heated up to more than 80 ºC (176 ºF).

Application Instruction Movie 

Rose Pins - Application with a fly press

Learn how to properly apply Rose Pins using a fly press by  
watching the corresponding instruction movie online at  
https://b2b.ecommerce.swarovski.com
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CHECKING MATERIAL STRENGTH PRODUCT-SPECIFIC APPLICATION

1	 Place the first PVC mask onto the 
lower part of the mold.

2	 Sieve Rose Pins into the mask with 
the claws pointing upwards. Use 
one mask for each Rose Pin size 
and repeat the sieving step with all 
masks.

3	 After having sieved all Rose Pins 
into the mold, remove the masks.

4	 Put the fabric onto the lower part of  
the mold. Right site of fabric is 
facing down.

7	 After pressing, open the mold and 
remove the fabric with the applied 
Rose Pins.

5	 Close the mold and place it in a 
hydraulic press.

6	 Press the mold with the hydraulic 
press.

Application with a Rose Pin mold

To apply Rose Pins a Rose Pin mold 
(patented by Gruppo Meccaniche 
Luciani) can be used. Therefore Rose 
Pins are sieved into cavities of the 

lower part of the mold by using PVC 
masks specific for each diameter/
design. In a next step base material is 
put into the mold. By closing mold and 

adding pressure by using a hydraulic 
press Rose Pins are applied onto base 
material simultaneously in one step.
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Application Instruction Movie 

Rose Pins - Application with a Rose Pin mold

Learn how to apply many Rose Pins simultaneously using  
a mold by watching our instruction movie online at  
https://b2b.ecommerce.swarovski.com

CHECKING MATERIAL STRENGTH PRODUCT-SPECIFIC APPLICATION
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Useful Information

In general, when carrying out 
mechanical applications it is 
important to ensure the proper 
alignment of products in the dies, 
so as to avoid any problems. 

Please note that during application, 
the product is entirely surrounded by 
the upper die. To prevent neighboring 
products from being damaged, check 
the minimum space required by the 
die when calculating the gap between 
each item. 

Die maintenance

Please check the dies used before and 
during production, and change them 
when they become worn. 

For machines with vacuum 
connections, blockages in the upper 
die can be released using a needle.

Optimum product/die alignment

Minimum gaps
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Quick Assistance

The following table outlines 
typical mechanical application 
problems, along with possible 
causes and recommendations on 
avoiding them. 

PROBLEM CAUSE

The product is not ideally affixed onto the carrier material.
The fabric ripples or crinkles.
The dies cannot be inserted in the fly press.
It is not possible to unscrew the dies.
The crystals break.
The crystals do not hold in the upper die.

1, 2, 3, 4, 5
2, 3, 4, 5
3, 6, 7, 8

6, 8, 9
2, 3, 4, 5, 10

12, 13

CAUSE RECOMMENDATION

1 	 The pressure may be too low. Apply the product again using increased pressure; adjust the stop.

2 	 The carrier material is too thick or consists of too 
many layers.

With Rivets, select the smaller Back Part. With Rivets a hole can be 
pre-punched.

3 	 The dies/spare parts for the upper die are defective 
or have been wrongly inserted.

Check the dies and if necessary, replace or repair them.

4 	 The product has been applied using the wrong dies. Check to make sure that the right dies are being used for the 
product.

5 	 The dies have not been inserted correctly. Make sure that the products are placed exactly in the right position 
on the dies. By turning the fly press handle slowly, it is possible to see 
if the upper and lower parts of the tool meet exactly.

6 	 The fly press and dies do not fit together. Make sure that the fly press and the upper die have the same thread 
size (M6 or M8).

7 	 The upper die cannot be fitted. Check the fastening screw on the upper die; it may have been 
screwed too tightly.

8 	 The die/spare part may be damaged. Check the dies; if they are faulty use a new die or spare part. 

9 	 The screw on the upper die has broken off. Carefully try to loosen the screw using pliers. Oil from time to time; it 
may be necessary to center-drill the die. 

10 	 The pressure may be too high. Apply the product again using slightly less pressure; adjust the stop. 

11 	 The die damages the crystal. Check the dies and if necessary replace the upper die or the spare 
parts. 

12 	 The vacuum hose is blocked or damaged. Check and if necessary change the vacuum hose. 

13 	 The vacuum hole in the upper die is blocked. Clean the vacuum hole and if necessary change the spare part.
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9
Care Instructions

To ensure the highest quality 
and long-lasting applications of 
Swarovski products, proper care 
is essential.

178 Textile Care Instructions
182 General Care 

Instructions
183 Laws, Regulations, 

Norms, and Standards
183 Warning Notices
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GENERAL 
RECOMMENDATIONS

*

Turn inside out, choose a gentle wash cycle 
and use mild laundry detergent.

Turn inside out and 
use mild laundry 
detergent.**

Do not wash! Chlorine bleach may  
be used.

Do not use chlorine 
bleach!

Turn inside out and 
dry at reduced  
temperature. ***

Do not tumble dry!

To protect the crystals as much as possible, 
the use of a soft wash bag is recommended.

Round Stones
Flat Backs No Hotfix¹

Flat Backs Hotfix
Rose, XILION Rose, XIRIUS Rose¹ & Creation Stones
Creation Stones Plus2

Cabochons 
Fancy Stones
Beads
Crystal Pearls
Pendants

Sew-on Articles
Articles up to 28 mm
Articles bigger than 28 mm

Crystal Buttons

Crystal Transfers

XILION Transfers, XIRIUS Transfers¹, Creation Transfers & 
Crystal Diamond Transfers
Creation Transfers Plus²
Mezzo Transfers
Cabochon Transfers 

Crystal 
Textures Hotfix

Crystal Fabric
Crystal Rocks, Crystal  
Fine Rocks & Crystal Ultrafine Rocks
Graphic Fabric, Rocks, Fine Rocks & Ultrafine Rocks, 
Intarsia

Foil print
Glass print

Foil overlay fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia
Crystaltex Chaton Bandings
Laquered Foil Fabric, Rocks, Fine Rocks & Ultrafine Rocks

Crystal 
Textures Coldfix 

Crystal Fabric
Crystal Rocks, Crystal  Fine Rocks & Crystal Ultrafine 
Rocks
Graphic Fabric, Rocks, Fine Rocks & Ultrafine Rocks, 
Intarsia

Foil print
Glass print

Foil overlay fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia
Laquered Foil Fabric, Rocks, Fine Rocks & Ultrafine Rocks

Crystal 
Textures IT

Crystal Fabric
Crystal Rocks, Crystal  
Fine Rocks & Crystal Ultrafine Rocks
Graphic Fabric, Rocks, Fine Rocks & Ultrafine Rocks, 
Intarsia

Foil print
Glass print

Foil overlay fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia
Crystaltex Chaton Bandings
Laquered Foil Fabric, Rocks, Fine Rocks & Ultrafine Rocks

Crystal Texture 
Removable

Crystal Fabric
Crystal Rocks, Fine Rocks & Ultrafine Rocks
Graphic Fabric, Rocks, Fine Rocks, Ultrafine Rocks & 
Intarsia

Foil print
Glass print

Foil Overlay Fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia

Linked Crystal 
Components

Crystal Mesh Standard & Crystal Fine Mesh
Crystal Mesh Coloree & Crystal Mesh Coloree Mini
Crystal Light Mesh & Crystal Light Mesh Mini
Crystal Cavier Mesh
Fishnet Bandings
Round Cupchains, Round extended Supchains,  
Bezel Chains

Plated
Unplated

Multi-Row Cupchains
Crystal Rivets & Rose Pins

1	� Xirius size SS40 and SS48 only hand wash 		
2	� Creation Stone Plus have a stone size bigger than 8mm length and /or bigger than 4mm height. 
*	� Colors are machine washable at 60 degree C.  Please note that the general care instructions 

in the Application Manual dependent on the product groups where the colors are applied.  
Swarovski effects are only washable with 40 degree C max. 

Textile Care Instructions

**	� Wash by hand, do not use machine wah, wash garment in a sink or 
tub using your hands, max. temperature 30 degree C 

***	� 001 CAL, 001 LISH, 001 RABDK & 001 ANTP may not be tumble dried!
****	�Crystal lacquer Pro effects will not withstand gentle professional 

wet cleaning
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GENERAL 
RECOMMENDATIONS

*

Turn inside out, choose a gentle wash cycle 
and use mild laundry detergent.

Turn inside out and 
use mild laundry 
detergent.**

Do not wash! Chlorine bleach may  
be used.

Do not use chlorine 
bleach!

Turn inside out and 
dry at reduced  
temperature. ***

Do not tumble dry!

To protect the crystals as much as possible, 
the use of a soft wash bag is recommended.

Round Stones
Flat Backs No Hotfix¹

Flat Backs Hotfix
Rose, XILION Rose, XIRIUS Rose¹ & Creation Stones
Creation Stones Plus2

Cabochons 
Fancy Stones
Beads
Crystal Pearls
Pendants

Sew-on Articles
Articles up to 28 mm
Articles bigger than 28 mm

Crystal Buttons

Crystal Transfers

XILION Transfers, XIRIUS Transfers¹, Creation Transfers & 
Crystal Diamond Transfers
Creation Transfers Plus²
Mezzo Transfers
Cabochon Transfers 

Crystal 
Textures Hotfix

Crystal Fabric
Crystal Rocks, Crystal  
Fine Rocks & Crystal Ultrafine Rocks
Graphic Fabric, Rocks, Fine Rocks & Ultrafine Rocks, 
Intarsia

Foil print
Glass print

Foil overlay fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia
Crystaltex Chaton Bandings
Laquered Foil Fabric, Rocks, Fine Rocks & Ultrafine Rocks

Crystal 
Textures Coldfix 

Crystal Fabric
Crystal Rocks, Crystal  Fine Rocks & Crystal Ultrafine 
Rocks
Graphic Fabric, Rocks, Fine Rocks & Ultrafine Rocks, 
Intarsia

Foil print
Glass print

Foil overlay fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia
Laquered Foil Fabric, Rocks, Fine Rocks & Ultrafine Rocks

Crystal 
Textures IT

Crystal Fabric
Crystal Rocks, Crystal  
Fine Rocks & Crystal Ultrafine Rocks
Graphic Fabric, Rocks, Fine Rocks & Ultrafine Rocks, 
Intarsia

Foil print
Glass print

Foil overlay fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia
Crystaltex Chaton Bandings
Laquered Foil Fabric, Rocks, Fine Rocks & Ultrafine Rocks

Crystal Texture 
Removable

Crystal Fabric
Crystal Rocks, Fine Rocks & Ultrafine Rocks
Graphic Fabric, Rocks, Fine Rocks, Ultrafine Rocks & 
Intarsia

Foil print
Glass print

Foil Overlay Fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia

Linked Crystal 
Components

Crystal Mesh Standard & Crystal Fine Mesh
Crystal Mesh Coloree & Crystal Mesh Coloree Mini
Crystal Light Mesh & Crystal Light Mesh Mini
Crystal Cavier Mesh
Fishnet Bandings
Round Cupchains, Round extended Supchains,  
Bezel Chains

Plated
Unplated

Multi-Row Cupchains
Crystal Rivets & Rose Pins
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Iron inside out using 
a silk/polyester/
viscose setting.

Iron inside out  using 
a wool setting.

Do not iron! The textile can be gently 
dry-cleaned using 
perchlorethylene. Turn 
inside out.

The textile can be gently 
dry-cleaned using 
hydrocarbon.  
Turn inside out.

The textile will withstand 
gentle professional wet 
cleaning.  
Turn inside out.

The textile  
may not be dry-
cleaned.

To protect the crystals as much as possible, the use of a soft wash bag is 
recommended.

Round Stones
Flat Backs No Hotfix¹

Flat Backs Hotfix
Rose, XILION Rose, XIRIUS Rose¹ & Creation Stones
Creation Stones Plus2

Cabochons 
Fancy Stones
Beads
Crystal Pearls
Pendants

Sew-on Articles
Articles up to 28 mm
Articles bigger than 28 mm

Crystal Buttons

Crystal Transfers

XILION Transfers, XIRIUS Transfers¹, Creation Transfers & 
Crystal Diamond Transfers
Creation Transfers Plus²
Mezzo Transfers
Cabochon Transfers 

Crystal 
Textures Hotfix

Crystal Fabric
Crystal Rocks, Crystal  
Fine Rocks & Crystal Ultrafine Rocks
Graphic Fabric, Rocks, Fine Rocks & Ultrafine Rocks, 
Intarsia

Foil print
Glass print

Foil overlay fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia
Crystaltex Chaton Bandings
Laquered Foil Fabric, Rocks, Fine Rocks & Ultrafine Rocks

Crystal 
Textures Coldfix 

Crystal Fabric
Crystal Rocks, Crystal  Fine Rocks & Crystal Ultrafine 
Rocks
Graphic Fabric, Rocks, Fine Rocks & Ultrafine Rocks, 
Intarsia

Foil print
Glass print

Foil overlay fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia
Laquered Foil Fabric, Rocks, Fine Rocks & Ultrafine Rocks

Crystal 
Textures IT

Crystal Fabric
Crystal Rocks, Crystal  
Fine Rocks & Crystal Ultrafine Rocks
Graphic Fabric, Rocks, Fine Rocks & Ultrafine Rocks, 
Intarsia

Foil print
Glass print

Foil overlay fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia
Crystaltex Chaton Bandings
Laquered Foil Fabric, Rocks, Fine Rocks & Ultrafine Rocks

Crystal Texture 
Removable

Crystal Fabric
Crystal Rocks, Fine Rocks & Ultrafine Rocks
Graphic Fabric, Rocks, Fine Rocks, Ultrafine Rocks & 
Intarsia

Foil print
Glass print

Foil Overlay Fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia

Linked Crystal 
Components

Crystal Mesh Standard & Crystal Fine Mesh
Crystal Mesh Coloree & Crystal Mesh Coloree Mini
Crystal Light Mesh & Crystal Light Mesh Mini
Crystal Cavier Mesh
Fishnet Bandings
Round Cupchains, Round extended Supchains,  
Bezel Chains

Plated
Unplated

Multi-Row Cupchains
Crystal Rivets & Rose Pins

1	� Xirius size SS40 and SS48 only hand wash 		
2	� Creation Stone Plus have a stone size bigger than 8mm length and /or bigger than 4mm height. 
*	� Colors are machine washable at 60 degree C.  Please note that the general care instructions 

in the Application Manual dependent on the product groups where the colors are applied.  
Swarovski effects are only washable with 40 degree C max. 

**	� Wash by hand, do not use machine wah, wash garment in a sink or 
tub using your hands, max. temperature 30 degree C 

***	� 001 CAL, 001 LISH, 001 RABDK & 001 ANTP may not be tumble dried!
****	�Crystal lacquer Pro effects will not withstand gentle professional 

wet cleaning
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Iron inside out using 
a silk/polyester/
viscose setting.

Iron inside out  using 
a wool setting.

Do not iron! The textile can be gently 
dry-cleaned using 
perchlorethylene. Turn 
inside out.

The textile can be gently 
dry-cleaned using 
hydrocarbon.  
Turn inside out.

The textile will withstand 
gentle professional wet 
cleaning.  
Turn inside out.

The textile  
may not be dry-
cleaned.

To protect the crystals as much as possible, the use of a soft wash bag is 
recommended.

Round Stones
Flat Backs No Hotfix¹

Flat Backs Hotfix
Rose, XILION Rose, XIRIUS Rose¹ & Creation Stones
Creation Stones Plus2

Cabochons 
Fancy Stones
Beads
Crystal Pearls
Pendants

Sew-on Articles
Articles up to 28 mm
Articles bigger than 28 mm

Crystal Buttons

Crystal Transfers

XILION Transfers, XIRIUS Transfers¹, Creation Transfers & 
Crystal Diamond Transfers
Creation Transfers Plus²
Mezzo Transfers
Cabochon Transfers 

Crystal 
Textures Hotfix

Crystal Fabric
Crystal Rocks, Crystal  
Fine Rocks & Crystal Ultrafine Rocks
Graphic Fabric, Rocks, Fine Rocks & Ultrafine Rocks, 
Intarsia

Foil print
Glass print

Foil overlay fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia
Crystaltex Chaton Bandings
Laquered Foil Fabric, Rocks, Fine Rocks & Ultrafine Rocks

Crystal 
Textures Coldfix 

Crystal Fabric
Crystal Rocks, Crystal  Fine Rocks & Crystal Ultrafine 
Rocks
Graphic Fabric, Rocks, Fine Rocks & Ultrafine Rocks, 
Intarsia

Foil print
Glass print

Foil overlay fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia
Laquered Foil Fabric, Rocks, Fine Rocks & Ultrafine Rocks

Crystal 
Textures IT

Crystal Fabric
Crystal Rocks, Crystal  
Fine Rocks & Crystal Ultrafine Rocks
Graphic Fabric, Rocks, Fine Rocks & Ultrafine Rocks, 
Intarsia

Foil print
Glass print

Foil overlay fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia
Crystaltex Chaton Bandings
Laquered Foil Fabric, Rocks, Fine Rocks & Ultrafine Rocks

Crystal Texture 
Removable

Crystal Fabric
Crystal Rocks, Fine Rocks & Ultrafine Rocks
Graphic Fabric, Rocks, Fine Rocks, Ultrafine Rocks & 
Intarsia

Foil print
Glass print

Foil Overlay Fabric, Rocks, Fine Rocks & Ultrafine Rocks
Crystal Intarsia

Linked Crystal 
Components

Crystal Mesh Standard & Crystal Fine Mesh
Crystal Mesh Coloree & Crystal Mesh Coloree Mini
Crystal Light Mesh & Crystal Light Mesh Mini
Crystal Cavier Mesh
Fishnet Bandings
Round Cupchains, Round extended Supchains,  
Bezel Chains

Plated
Unplated

Multi-Row Cupchains
Crystal Rivets & Rose Pins
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A light layer of dust is most easily 
removed with a clean, dry and 
antistatic cloth. To avoid unsightly 
fingerprints on the crystal, wear white 
cotton gloves during the cleaning 
process. For heavier dirt, lukewarm 
water with a little dishwashing 
detergent will suffice. Ideally you 
should use a damp and clean 
microfiber or thin, lint-free cotton 

cloth. Gently wipe each individual 
crystal and dry with a clean cloth. 
Again, wearing white cotton gloves is 
recommended.
When cleaning with moisture, make 
sure to use cleaning agents that do 
not damage the surrounding material. 
By correctly cleaning your Swarovski 
crystals, you will restore their full 
reflectivity.

General Care Instructions

Cloth

Not following Swarovski care 
instructions can damage the product 
and thus lead to damage of textiles or 
other damage.
Please note that with all standard 
washing processes (whether carried 
out by a household washing machine 
or via dry cleaning) the rotation of the 
drum places significant mechanical 
forces on the textiles. The most 
important factor in ensuring a secure 
wash is correctly applying the product, 
without compromising its adhesion. 
The larger the product employed, and 
the more products are applied next 
to each other, the greater the risk of 
damage. Swarovski products must be 
handled with suitable care.

In general, it is recommended that 
a soft wash bag is used and that 
the washer drum is filled to protect 
against damage. To maintain the 
quality of crystals from Swarovski, 
the following is also important: before 
washing, turn items of clothing inside 
out, select a gentle wash cycle, and 
use a mild detergent. According to 
DIN EN ISO 3758, our care instructions 
list all product groups, meaning each 
product used by customers must 
be assessed separately with regard 
to its washability and suitability 
for its purpose/the end product. 
The recommendations given by 
Swarovski reflect our current level 
of knowledge. Swarovski uses these 

recommendations to decide on 
the suitability of the product for 
textile applications. Customers are 
solely responsible for defining the 
recommended cleaning process for the 
end product, and must consider the 
care advice of Swarovski and any other 
manufacturers in doing so. The type of 
shape, cut, surface effect, and size, as 
well as the weight of the application 
and the quantity of crystals used has 
a significant impact on the cleaning 
process to be followed.
To avoid all risks, customers/textile 
cleaning companies should remove any 
large crystals, buttons, etc., that have 
been stitched on before cleaning, and 
stitch them back on again afterwards. 
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The composition of loose and forward-integrated crystals in 
the Advanced Crystal standard is compliant with regulatory 
industry norms and laws regarding the restriction or 

prohibition of certain substances for finished products in the 
most relevant segments of our customers‘ businesses. Further 
information can be found at swarovski.com.

Laws, Regulations, Norms, and Standards

General Warnin   
Loose crystals may present a small parts hazard to young 
children, particularly children under three years old. 
Depending on the size of the crystal and any attached 
material (such as glue, fabric, etc.), children may choke 
on, inhale, swallow, or insert the crystal into their noses. 
Magnetic products with crystal applications pose a particular 
risk of serious intestinal injury if ingested. The application 
techniques as stated in the Application Manual do not 
guarantee that crystals will not come loose or chip. For each 
application, the manufacturer must determine whether the 
product meets the relevant requirements related to small 
parts hazards and assess any risk it may pose, in particular to 
small children. Failure to follow Swarovski‘s care instructions 
may result in damage to the crystal, which could pose a risk of 
laceration or other harm.

Warning Notices

Warning for Tableware
Application of loose crystals to tableware presents a 
potential risk of aspiration, choking, swallowing, or tooth 
damage should crystals become loose. To reduce this risk, 
crystals should never be applied to any tableware surface 
likely to come in contact with food or the mouth, and crystals 
should never be placed on any tableware intended for use by 
children. Tableware with crystals intended for decorative use 
only should be marked as such. To avoid dishwasher damage, 
tableware decorated with crystals should be washed by hand. 
The application techniques or suggestions in this manual do 
not guarantee that crystals will not come loose. For each 
application, the manufacturer must determine whether the 
product meets relevant requirements related to small parts 
hazards or use in food contact items and assess any risk it 
may pose to users. The use of crystals (which may contain 
restricted substances deemed hazardous under local laws) 
and adhesives on tableware is subject to legal restrictions 
in specific countries. The customer is fully responsible for 
complying with these country-specific provisions and shall 
defend, indemnify, and hold Swarovski harmless from any and 
all third-party claims based on product liability or otherwise 
relating to uses of Swarovski products and waives all its own 
claims against Swarovski.

Notice for Application on Packaging
The use of crystals that may contain substances like lead, 
cadmium or hexavalent chromium, on packaging is subject 
to legal restrictions in specific countries including but not 
limited in regard to the total content of substances based on 
the proportion between crystal mass to the remaining weight 
of packaging. The customer is fully responsible for complying 
with these country-specific provisions and to pass on this 
information to his customers.
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Care Instructions
Failure to follow Swarovski’s care instruction may result 
in damage to the Swarovski product, which could pose a 
risk of laceration or other harm. Please be informed that 
all conventional laundering processes (household washing 
machine as well as professional dry-cleaning) have a 
considerable mechanical influence onto the garment, which 
is based on the rotation of the washing drum. The essential 
requirement for a safety laundering process is that the 
Swarovski products are proper applied without restrictions 
regarding the adherence of the Swarovski products. The 
bigger the size of the used Swarovski product is and the more 
Swarovski products are applied next to each other, the more a 
risk of damage has to be taken into consideration. Swarovski 
products are made of or incorporate crystal and therefore 
must be handled with due care! Generally, to best protect the 
Swarovski products from breaking we recommend the use of 
a soft washing bag and to fill up the washing drum. Turning 
inside out before washing and selection of a gentle washing 
program, plus the use of mild detergents are important 
prerequisites to safeguard the quality of our Swarovski 
products. Our care instructions based on DIN EN ISO 3758 
list up all Swarovski product groups as overview so that each 
used Swarovski product  still needs to be judged in terms of 
its cleaning suitability for the intended purpose and finished 
product by the customer. Swarovski‘s recommendations 
are given according to the current state of our knowledge 
and Swarovski’s determination of the qualification as 
textile application product. The customer is therefore fully 
responsible to determine the cleaning process applicable to 
the finished product, taking the Swarovski care instructions as 
well as those of third party materials into account. The variety 
of shape, cut, surface effect, size and application weight 
respectively amount of used Swarovski products are decisive 
for the determination of the suitable cleaning process. To be 
entirely safe customers respectively dry-cleaners usually take 
off Sew-on Stones, Buttons, etc. of bigger size before cleaning 
and re-apply them afterwards.

Unsuitable Applications
Crystals from Swarovski are intended for use in the fields 
of fashion, jewelry, accessories, textile products, and for 
interior décor. Due to their physical properties, crystals from 
Swarovski are unsuitable for other uses (e.g. gluing onto teeth, 
using crystals on or near mucous membranes, and other 
unsafe uses). The customer shall defend, indemnify and hold 
Swarovski harmless from any and all third-party claims based 
on product liability or otherwise relating to uses of Swarovski 
products purchased by the customer, and waives all its  
own claims.

Responsibility of User
Any oral, written, or test-based advice that Swarovski 
provides regarding techniques for application of its products 
are recommendations based on Swarovski’s current 
knowledge and the information provided by its suppliers. 
Such advice does not discharge the customer from carrying 
out its own tests of techniques it proposes to use and their 
suitability for the intended application. The application, use, 
and processing of these techniques and products are solely 
the user’s responsibility.

Change of Product
Swarovski reserves the right to modify the dimensions, 
shape, composition and concentration of components 
belonging to products that are referred to in this Product 
Information brochure. Furthermore, any applicable laws 
and regulations mentioned are subject to change, which is 
why Swarovski regularly publishes an updated version of the 
Product Information brochure containing facts, (application) 
instructions, and the current legal situation that is valid 
at the time of publication. References to compliance with 
such regulations as are stated above are based on their 
requirements as of the current date. Anyone seeking an 
in-depth understanding of the provisions should read the 
various laws in their entirety and/or seek advice from a legal 
counsel. 
The customer must request and observe the valid version of 
the Product Information brochure before (re)ordering and 
using the products.
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Valid from November 2024

Content is subject to change without notice.

Errors and misprints excepted. 

Please note, the actual products may deviate from the pictures in color and effect.

D. Swarovski Distribution GmbH, Swarovskistrasse 30, 6112 Wattens, Austria

© 2024 D. Swarovski Distribution GmbH. All rights reserved. Partial or total 

publication, transmission, copy or other duplication of texts, graphics, pictures etc. 

which are to be found in this publication is forbidden without special consent by 

D. Swarovski Distribution GmbH.

Swarovski® is a registered trademark of Swarovski AG. 

Please visit our website for contact information: HTTPS://B2B.ECOMMERCE.SWAROVSKI.COM

http://SWAROVSKI-PROFESSIONAL.COM



