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MACHINERYPANEL SYSTEMS

METHOD OF STEATMENT STAFF PROJECTS

At Educades�gn, we take pr�de �n present�ng ourselves as a team that conf�dently takes strong

steps at every stage. From des�gn to product�on, and on to on-s�te �mplementat�on, we are deeply

�nvolved, offer�ng a spec�al�zed profess�onal approach �n every deta�l.

Our exper�enced and talented team del�vers un�que and capt�vat�ng des�gns for each project,

turn�ng our cl�ents' dreams �nto real�ty. W�th conf�dence, we approach each project w�th pass�on,

ma�nta�n�ng our determ�nat�on to overcome even the most challeng�ng des�gn obstacles.

Dur�ng the manufactur�ng process, we operate w�th h�gh �ndustry standards of qual�ty control

and expert�se. Ut�l�z�ng SAP-ERP software and state-of-the-art CNC mach�nes, we ensure that

each product �s met�culously crafted and assembled to perfect�on.

In the f�eld appl�cat�on, we conduct our work w�th met�culous plann�ng and a profess�onal

approach. Collaborat�ng closely w�th our cl�ents at every stage, we a�m to exceed the�r

expectat�ons and del�ver results that surpass.

Educades�gn �s known as a rel�able and trustworthy partner �n our projects. We are ded�cated to

ma�nta�n�ng the h�ghest level of customer sat�sfact�on and project success at all t�mes. 

We are here to des�gn, manufacture, and bu�ld for you.

Educades�gn

Introduc�ng
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PANEL 
SYSTEM
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  Panel facade systems are considered a significant component
of contemporary architectural projects. They offer important
advantages in terms of aesthetics and functionality. With
different material options and modular design features, they
provide a unique aesthetic and visual understanding tailored to
each project. Panel facade systems, produced using high-
quality materials, are characterized by their long-lasting and
durable structure, as well as their resistance to environmental
effects. Well-insulated panels provide energy savings, offering a
sustainable solution. Modular design and low maintenance
requirements reduce operational costs and facilitate long-term
use.



 

Bas�c product�on poss�b�l�t�es: d�v�s�on, exc�s�on, and perforat�on of sheet

metal up to 3 mm �n th�ckness, cutt�ng and bend�ng up to 6 m �n length,

stra�ghten�ng out sheet metal, once unwound from the co�ls of �nd�v�dual

parts, on stra�ghten�ng levelers.Bas�c product�on poss�b�l�t�es: d�v�s�on,

exc�s�on, and perforat�on of sheet metal up to 3 mm �n th�ckness, cutt�ng

and bend�ng up to 6 m �n length, stra�ghten�ng out sheet metal, once

unwound from the co�ls of �nd�v�dual parts, on stra�ghten�ng levelers.Bas�c

product�on poss�b�l�t�es: d�v�s�on, exc�s�on, and perforat�on of sheet metal

up to 3 mm �n th�ckness, cutt�ng and bend�ng up to 6 m �n length,

stra�ghten�ng out sheet metal, once unwound from the co�ls of �nd�v�dual

parts, on stra�ghten�ng levelers.

Bas�c product�on poss�b�l�t�es: d�v�s�on, exc�s�on, and perforat�on of sheet

metal up to 3 mm �n th�ckness, cutt�ng and bend�ng up to 6 m �n length,

stra�ghten�ng out sheet metal, once unwound from the co�ls of �nd�v�dual

parts, on stra�ghten�ng levelers.Bas�c product�on poss�b�l�t�es: d�v�s�on,

exc�s�on, and perforat�on of sheet metal up to 3 mm �n th�ckness, cutt�ng

and bend�ng up to 6 m �n length, stra�ghten�ng out sheet metal, once

unwound from the co�ls of �nd�v�dual parts, on stra�ghten�ng levelers.Bas�c

product�on poss�b�l�t�es: d�v�s�on, exc�s�on, and perforat�on of sheet metal

up to 3 mm �n th�ckness, cutt�ng and bend�ng up to 6 m �n length, s
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SATELLITE 5 Axis - XL CNC 

Bas�c product�on poss�b�l�t�es:
d�v�s�on, exc�s�on, and
perforat�on of sheet metal up
to 3 mm �n th�ckness, cutt�ng
and bend�ng up to 6 m �n
length, stra�ghten�ng out
sheet metal, once unwound
from the co�ls of �nd�v�dual
parts, on stra�ghten�ng
levelers.

 Product�on of regular sheet
metal elements for façade and
roof systems, spec�al f l
ash�ngs, as well as atyp�cal
elements, are all custom-
made, accord�ng to �nd�v�dual
cl�ent expectat�ons

EMMEGI COMBI DOUBLE HEADED

NATA COMPOSITE PROCESSING MACHINE

BAYKAL CUTTING SHEAR

BAYKAL CUTTING SHEAR

BAYKAL CUTTING SHEAR

BAYKAL CUTTING SHEAR
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METHODS
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SUPPLY AND STORAGE

The supply department operates across three d�st�nct

areas: the ma�n stock area, accessory stock area and

outdoor stock area.

All alum�num prof�les, gaskets, PVC, and other mater�als

are stored �n the ma�n stock area, alongs�de fac�l�t�es for

�ncom�ng qual�ty control (IQC), polyam�de mount�ng.

Var�ous screws and spec�al mater�als, such as System

Company accessor�es are housed �n the accessory stock

area.

The outdoor stock area serves for the temporary storage

of glass ready for manufactur�ng and for stor�ng glasses

unsu�table for �mmed�ate use due to manufactur�ng

constra�nts.
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PRODUCTION

The const�tuent prof�les of the panel (vert�cal and

hor�zontal panel prof�les, meet�ng ra�ls, adapter prof�les)

are cut us�ng a double-head cutt�ng mach�ne accord�ng

to shop draw�ngs prov�ded by the Project department.

Follow�ng the cutt�ng process, prof�les are labeled w�th

codes and numbers.

Holes and notches on the panel prof�les are processed

us�ng CNC mach�nes. All jo�nt parts are dr�lled and

shaped as per spec�f�cat�ons outl�ned �n the shop

draw�ngs us�ng appropr�ate m�ll�ng and dr�ll�ng tools.



METHODS
07

PRODUCTION

The panel's ma�n structure �s fabr�cated by connect�ng

ra�ls and plant�ngs us�ng corner presses and adapter

prof�les. Before press�ng, su�table prof�les are comb�ned

w�th adapter prof�les and aux�l�ary mater�als, then

secured w�th press a�d.

Prof�les are assembled accord�ng to manufactur�ng

draw�ngs, and epoxy appl�cat�on �s carr�ed out dur�ng

corner comb�n�ng operat�ons.

Once corner press processes are completed, prof�les are

left to cure w�th epoxy before further assembly.
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PRODUCTION

Panel prof�les, framed w�th corner presses, are then

moved to workbenches for accessory and �nsulat�on

work. Follow�ng complet�on of these processes, they are

taken to the bond�ng workshop for glass �nstallat�on,

where the d�stance band �s �n�t�ally adjusted as per

spec�f�cat�ons prov�ded �n the manufactur�ng draw�ngs.

Qual�ty control measures are �mplemented to ensure

proper placement of type character�st�cs accord�ng to

measurements on manufactur�ng draw�ngs onto the

d�stance band, us�ng suct�on cups or manual

placement depend�ng on glass s�ze and we�ght.

After s�l�cone appl�cat�on, glasses are transferred to a

stack�ng area for s�l�cone cur�ng.
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PRODUCTION 

TESTS
Throughout the bond�ng process, var�ous tests are

systemat�cally conducted to ensure that the bond�ng

process meets qual�ty standards and �s su�table for the

�ntended appl�cat�on. These tests �nclude:

Butterfly Test: Th�s test exam�nes the un�form m�x�ng of

the base and catalyst components by the pump. It

ensures that the components are thoroughly m�xed, as

�ncomplete m�x�ng can lead to �nadequate cur�ng and

adhes�on. If the result of the test �nd�cates �mproper

m�x�ng, further �nvest�gat�on �nto the thrombone and

stat�c m�xers �s necessary.

Rupture T�me Test: Th�s test assesses whether the

m�x�ng rat�o of the adhes�ve �s correct and checks for the

�n�t�at�on of cur�ng. By observ�ng the t�me �t takes for the

mater�al to rupture, th�s test prov�des �ns�ght �nto the

cur�ng process and conf�rms that �t has commenced as

expected.

Peel Adhes�on Test: Th�s test �s performed to evaluate

the strength of adhes�on ach�eved by the bond�ng

process. It �nvolves apply�ng controlled force to the

bonded mater�als to measure the res�stance to

separat�on. The test �s repeated at spec�f�c �ntervals, such

as every 12, 24, and 36 hours, to ensure cons�stent and

durable adhes�on over t�me.
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SHIPMENT

The sh�pment department oversees d�spatch of

mater�als and �nstallat�on coord�nat�on. After s�l�cone

cur�ng, glass panels are placed on steel pallets, reserved

for d�spatch based on �nstallat�on order outl�ned �n shop

draw�ngs.

Glazed panels are packed �nto steel crates w�th

�nsulat�on p�eces �nserted between them to prevent

damage from fr�ct�on. Each pallet �s labeled w�th

propert�es and quant�t�es.
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INSTALLATION

Upon unload�ng from trucks v�a forkl�fts, elements are

transported d�rectly to the correspond�ng floor us�ng

construct�on elevators or fre�ght elevators. Electr�c

forkl�fts and roll�ng tables fac�l�tate transportat�on w�th�n

floors.

Element pallets are conveyed us�ng construct�on

elevators, w�th clear �nternal d�mens�ons coord�nated

w�th off�ce packag�ng un�ts.

An electr�c cha�n ho�st, operated from above, �s used to

transfer elements from pallets to element tables on

respect�ve floors.
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INSTALLATION

Bracket �nstallat�on on the floor �nvolves check�ng holes

dr�lled on concrete slabs, mark�ng anchor po�nts on

steel, �nstall�ng appropr�ate anchors based on shop

draw�ngs, ensur�ng proper pos�t�on�ng, and f�x�ng w�th

nuts and bolts us�ng torque keys.
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INSTALLATION

Standard elements are �nstalled us�ng a m�n� crane

(sp�der). Guardra�ls are removed, and work areas are

cordoned off w�th barr�ers.

Assembly employs flat roof scaffold�ng, w�th wheels

al�gned parallel to the ce�l�ng edge. Protect�ve

scaffold�ng �s secured aga�nst movement and t�pp�ng

over us�ng we�ghts and braked double wheels.
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INSTALLATION

Saddle seals are �nstalled follow�ng the sequence of

elements, adher�ng to hor�zontal and vert�cal gasket

jo�nts and evacuat�on schemes.

Accessor�es and fuses requ�red for panel �nstallat�on are

checked aga�nst draw�ngs, and necessary act�ons are

taken for w�ck �nstallat�on.

W�ck�ng surfaces are coated w�th appropr�ate EPDM

lubr�cant to fac�l�tate sl�d�ng dur�ng �nstallat�on.
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INSTALLATION

Alternat�vely, �nstallat�on can be performed us�ng a

monora�l crane pos�t�oned on upper floors to al�gn

panels. The crane l�fts panels to the �nstallat�on area,

where they are axled to the mount�ng locat�on.

 



The project features a cassette s�l�cone

panel facade system w�th �ntegrated

Hunter Douglas metal cladd�ngs.

Motor�zed vent�lat�on flaps are �nstalled

�n the res�dent�al block.
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Plot-9, Moskow



Constructed w�th a cassette s�l�cone

panel facade system, Renson brand

natural vent�lat�on louvers are

seamlessly �ntegrated �nto the system.

Plot-16, Moskow
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A double-sk�nned panel facade system

w�th h�nged covers �s chosen for th�s

project. Natural vent�lat�on �s ensured

w�th Vent�lat�on Vent blades, and a

Varema brand motor�zed louvre system

�s �ncorporated.

Therapoda
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Th�s project ut�l�zes a s�l�cone panel

facade system. Natural vent�lat�on �s

ach�eved w�th custom-des�gned louvers

for parallel open�ng (PAF). Spec�al

anod�zed Noval�s brand panels are

�ntegrated �nto the panel system.

Emaar Square, Istanbul

20



Implemented w�th a standard s�l�cone

panel facade system, shadow box

appl�cat�on and enameled glass

trans�t�ons are ava�lable �n spandrel

areas.

Bomonti Hilton, Istanbul
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