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Snow and Ice Control Chemical Products

EXCERPTS:

SPECIFICATIONS
I. Finishes

A).
Metal
1).
Surfaces to be finished must be thoroughly cleaned and washed with an agent which is of sufficient strength as to remove all accumulated film, dirt, ink, glue and other foreign residues attached to each piece.  All surface areas to be finished shall then be abraded and or sanded as required to assure proper bonding of finished material.

2).
Minor dents shall be bumped or hammered smooth in order to present a serviceable appearance consistent with original OEM condition.  Sand and fill in minor chips, scrapes, scratches, blemishes, and small holes etc. by whichever process is the most feasible for the part or piece being finished.  Spot prime all areas that have been repaired with a primer compatible with the final finish of the coating.  Feather the edges of the primed area, spray the surface of the area, which has been spot primed, with one coat of the same primer.

3).
All trim such as locks, pulls, handles, rubber or plastic gaskets, grommets, reveals or other parts are to be thoroughly cleaned, free of all dirt, stains or foreign matter.  These items are to be either removed or properly masked prior to applying finish material.

4).
Spray all surface areas both interior and exterior with delivery method that is used in accordance with the recommendations of the material manufacturer being used.  Finished coat may vary between 1.5 mils and 3 mile in thickness.  All finished surfaces will be rendered free of any voids, runs, sags or other defects and shall simulate the OEM finish in gloss, texture, and durability.

5).
Inspect, adjust, tighten and align all component parts.  Lubricate and service all glides, tracks, bearings and suspensions to operate as intended by OEM.

6).
Final finish coat is to simulate the original OEM finish in gloss, texture and durability.  Below are specific performance specifications as established by the ASTM that may apply.


Direct Impact (ASTM D-2794)
160 in./lb.


Cross Hatch Adhesion (ASTM D-3359)
5B Adhesion



Method B


Humidity Resistance (ASTM D-2247)
100 Hrs.,



No Blisters


Salt Spray Resistance (ASTM B-117)
150 Hrs.


Ultraviolet Weathering (ASTM G-53)
500 Hours not



More than 50%



Loss of gloss


Film Hardness-Pencil Hardness
F or Harder


(ASTM D-3363)

B).
Wood
1).
Surface to be finished shall be inspected to determine condition and type of existing finish.  If existing finish is peeling, checking, cracking, fracturing, discoloring or the surface is not of acceptable quality or compatible with the finish cost to be applied, the existing finish shall be removed.  The removal process shall cause no grain raising, no bleached effect, no loosening of glued joints or veneers, and no degrading of the wood core's substance.

2).
Surfaces must be thoroughly cleaned and washed with an agent which is of sufficient strength as to remove all accumulated film, dirt, oil, grease, ink, glue and other foreign residues attached to each.

3).
Repair and reglue any part with loose veneer, joints, frames, stretcher, splines, and fill all holes, grooves, burns, dents or mars with fillers compatible with the finishing process used.  Repair where veneer is chipped off, broken or defective by laminating matching inlays or replacement veneer.

4).
Uniformly send all areas to ensure a proper surface condition to accept finish materials to be applied.  If staining required, apply stain to ensure a uniform color match throughout.  Stain used should be non-grain raising and should not conceal or mask features of original wood grain.

5).
Properly apply appropriate sealer coat in a uniform manner, allow for proper drying or cure time.

6).
Inspect, adjust, tighten and align all component parts.  Lubricate and service all glides, tracks, bearings and suspensions to update as intended by OEM.

7).
Uniformly sand and prepare surface for finish coat.  Properly apply final finish coat to simulate the original OEM finish in gloss, appearance, texture and durability.

C).
Plastic
1).
Surface to be finished shall be inspected to determine condition, composition and type of plastic to be coated.  It is critical to identify whether the plastic is thermoplastic or thermoset material.

Thermoplastic material is defined as that family of plastic compounds that become soft and formable when exposed to heat and retains its shape when cooled; such as, ABS, polycarbonate, acrylic, nylon, polyethylene, polystyrene.

Thermoset material is defined as that family of plastic compounds that become rigid after manufacturing and can not be reformed by application of heat; such as alkyds, epoxy, melamine’s, phenolic, silicone, ureas.

2).
Upon determination that the condition, composition and type of plastic can be coated, thoroughly clean and wash all surfaces to be finished with an agent which is of sufficient strength as to remove all accumulated film, dirt, ink, glue and other foreign residues attached to each piece.  All surface areas to be finished shall then be abraded and or sanded as required to assure proper bonding of finished material.

3).
Spray all surface areas, both interior and exterior, with delivery method that is used in accordance with the recommendations of the material manufacturer being used.  Finished coat may vary between 1.5 mils and 3 mils in thickness.  All finished surfaces will be rendered free of any voids runs, sags or other defects and shall simulate the OEM finish in gloss, texture, and durability.

II.
Lamination
A).
Post form
1).
New high-pressure laminate must be applied over the OEM original laminate in a manner so as to duplicate the same quality and aesthetics as the original.   Any dents chips or damages in the OEM or base substrate must be filled or repaired so that when the new laminate is applied, there will be no dips or hollow areas under the new lamination, which will give way or crack under normal use.

2).
The new lamination will be free of any air bubbles or gaps between itself and the OEM substrate due to improper application al the new laminate.  An adhesive with the correct bonding properties will be used so that delamination or failure of the new lamination will not be possible under normal use.  Application of the adhesive will be sufficient (recommended minimum coverage of 3 Mil thickness) enough to ensure that delamination or failure of the contact bond does not occur.  Contact bond will be hand rolled or mechanically pinch rolled to ensure the bonding process and elimination of air bubbles.  Adhesives will be allowed sufficient drying time between coating and lamination to allow all solvents or carrier agents to dissipate, thus guaranteeing that air bubbles or contact failure will not occur due to improper drying of the adhesives.

3).
The post forming equipment used will be of a quality so as to ensure that during the heating and forming process no cracks, air gaps or irregularities will occur.  The lamination will conform to the same contour as the OEM intended from the factory and match other OEM products in a satisfactory manner. Finished product will be free of any irregularities that would detract from the aesthetics or give a less than OEM appearance.

4).
Any mechanical system (i.e. lock mechanisms etc.) will be retained and refitted into the relamination to match and operate as the OEM intended.  Trim rings and aesthetic trim will be refitted or replaced with an after market unit so as to match the OEM counterpart.

5).
Grommet holes to be retained will be refitted and laminate trimmed so that the grommet can be reinstalled to match the original and perform the same.  Grommet holes which are to be eliminated (i.e. Steelcase 9000) will be refitted with a partition (steel insert) that will be welded or riveted in place so as to ensure proper support of the new lamination.  Any irregularities in the partition will be filled and sanded to ensure that substrate surface will have no dents or dips thus ensuring proper fit and finish once laminate is applied.

B).
Self Edge
1).
Regarding substrate, laminate, and adhesives, the same standards will apply to self-edge worksurface construction as referenced above.

2).
Application of self edge detail; High-pressure laminate (vertical grade) that matches the surface laminate, will be applied to the edge of surface.  Edge laminate to be bonded to the surface with either contact adhesive or with edge banding equipment that uses a heat activated adhesive.  Whichever process is used, the bond will be permanent so that edge laminate will not pull off through normal use.

Edge laminate will be trimmed and filed so that no sharp edges are left exposed; thus eliminating the possibility of injury both to users or installers.  Appearance of the finished surface will match that of the OEM product it is intended to replace.

C).
“T” Mold
1).
Substrate: Surface substrate must be industrial grade materials with sufficient strength and structural support for purpose intended.  Industrial grade particleboard or other high performance wood base specialty substrates that meet the same criteria as that used by OEM's must be used at all times.

2).
Laminate: As above industrial grade high pressure laminates will be used both on the top of the surface as well as for backer material to ensure that both top and back are finished as per OEM Standards that they replace.  These laminates should meet typical industry standards for contract furniture industry regarding performance and appearance.

3).
Adhesives: Contact adhesives with the proper bonding strength that meet OSHA safety requirements will be applied to laminations to ensure that delamination will not occur.  Sufficient drying time will be allowed so that no solvents remain trapped between laminations, thus causing a failure of the lamination or off gassing of solvents that could cause user reactions or fire hazards.

Laminations will be progressively pressure rolled by manual or mechanical means to ensure that bonding is uniform and that no air bubbles are trapped between substrate and the laminate.

4).
Application of T-Molding: Edge detail and corners will be machined to ensure the same aesthetics and contour as the OEM pieces they are intended to replace (i.e. radius corners and contour shapes).

A slot will be machined into the edge of the surface that will accept the retention barb of the T-Molding to ensure that the molding fits snugly to the surface without gaps and does not pull away from edge of surface.

Molding used will cover the edge of surface so that no exposed edges of laminations will be visible or sensitive to touch (i.e. sharp edges exposed from laminate machining).  Molding will also be manufactured from PVC or other industry approved plastic intended for this purpose and conform to OEM standards in appearance, color, and profile.

D).
New/Custom
1).
The standards set forth in post formed relamination will apply in relation to the application of adhesives, the laminating process and equipment used.  All information in relation to substrate repair and integrity will not be a factor in as much as new substrate material will be used.

2).
Substrate material used in the manufacture of post-formed reproductions or custom applications will be of an OEM quality to ensure performance no less than that of the intended purpose of the original.  Particleboard, multi density fiberboard, lumber core or combination lumber core/honeycomb substrates used will meet BIFMA Standards in quality and performance.

3).
Finished product will match aesthetically as well as structurally the OEM product it is intended to replace.  Fit and finish will also match that of the OEM product.

III
Fabric Application
A).
Panels/Components
1).
Surfaces to be recovered shall be stripped of all existing fabric and fastening agents such as splines, staples or adhesive residues.

2).
Frame and related parts shall be thoroughly inspected as to structural integrity and proper surface condition to accept new fabric.  All repairs, if required, must be done in a manner that will maintain the original state of condition as manufactured by the OEM.

3). 
Materials used for attaching fabric to cure, must be done in the same manner as was used in the original assembly; that is splines, staples, adhesives, or other.

4).
Fabric must be applied in a stretched (taut) manner consistent with the application of fabric by OEM.  The weave must be in proper alignment both vertical and horizontal.  There must be no indentations, sags, bulges or other imperfections.  Units must have a tailored look when complete, simulating OEM finished appearance and performance.

B).
Seating
1).
Remove all exterior covering and fastening agents such as upholstery tacks, trim nails, staples, splines, or adhesive residues.  This should include complete seat pan, inside and outside back and arms.

2).
Thoroughly inspect frame and all mechanical attachments (examples are control mechanisms, tilt mechanisms, gas cylinder, hubliner and assembly, spindle support, thrust washer, base, casters, glides, etc.). Replace or repair any defective or missing parts to bring the unit to proper operational condition as the OEM intended.

3).
Examine existing padding and cushions to determine if it must be replaced.  If it is necessary to replace, do so with new materials compatible and in accordance with all Federal, State and Local regulations applicable.

4).
All new fabric coverings shall be applied in a manner consistent with the application of fabric by OEM.  There must be no telescoping, wrinkling, pile marring, sags, bulges or other imperfections.  Finished unit must have uniform tailored look when complete, simulating OEM finished appearance and performance.

All fabrics used should:

· Be constructed of suitable fiber content for application.

· Meet industry defined quality standards including (AATCC) concerning amount of flaws, definition of flaws, AATCC Defined standards AWSI, ASTM, too light, stretch, bow and skew etc.

· Meet flammability standards applicable to Federal, State and Local codes as well as established industry standards.

IV.
Electrical
All electrical wiring shall be new, UL listed.  Electrical requirements shall be pre-determined and specified by the customer, prior to ordering (i.e. 8 or 5 wire, etc.)

V.
Alteration/Re-fabrication
A).
Panels/Components
1).
Any alteration made to a panel that alters the structure (i.e. resize in height or width) will be made in such a manner so as to return the panel to OEM structural integrity as an end result.

2).
Wood framed panels that are resized will be reassembled so that the lateral strength and rigidity is returned intact to the altered product.  Dimensional kiln dried lumber will be used to replace any stiles or header pieces removed during resizing to ensure dimensional stability versus building grade pine or fir 2x4's.  The new additions will be either doweled or rabbet jointed into the existing frame along with wood glue to ensure the frames integrity is returned.  Furthermore, contact adhesive will be applied to the inside skin and replacement frame member to tie the panel skin (hardboard or perforated steel) to the frame and assure lateral rigidity is returned.  Screw fasteners can be added to further bind the parts together but are not in themselves sufficient to hold the panel outside of the above. Panel rails and hardware that are metal based, will be cut and redrilled as necessary to fit the resized blank, or replaced as necessary (i.e. top caps, raceway covers, etc.). Fit with connector hardware and components will be checked to ensure that product in operational and indexed properly in regard to OEM standards.

3).
Steel framed panels that are resized will be welded back together in the same manner as the original piece was assembled.  Jigs will be used to hold the frame during this process to ensure that the reassembled frame does not warp during welding and will retain its dimensional integrity.  Panel rails and hardware will follow the same process as outlined above to ensure proper fit and alignment for connector hardware and components.

4).
Steel framed panels assembled with contact adhesives that are resized will be reassembled using the same form of adhesives along with pinch or hand rollers to ensure correct contact bond integrity is maintained.  Proper cutting equipment and techniques will be used to ensure that the panel skin and rails suffer no ill effects or trauma (i.e. warpage or bending) that will not allow the panel to be reassembled and hold its original shape and size.  Panel rails and hardware will follow the same process as outlined above to ensure proper fit and alignment for connector hardware and components.

B).
Work Surfaces
1).
Worksurfaces manufactured with wood based substrates will be resized with the proper cutting equipment and saws to ensure that laminate or veneer laminations are cut cleanly without chipping or damage.  Edge banding or moldings will be replaced or resized as needed to effect an OEM quality finished piece.  Mounting hardware will be relocated to facilitate new location of supports and pedestals.

Replacement Components: 

BIFMA has set the standards for performance of most components in systems furniture.  Components should be consistent with these standards.  Any component that cannot be repaired to match aesthetically or structurally as the OEM, then the component shall be replaced with new, at no additional cost to the customer.  New replacement components shall not exceed 25% of the product(s) ordered.
