No. 2310 Crest  Seat with ArmrestsPRIVATE 

Bench shall be TimberForm® Crest( series model No. 2310, with armrests, in the length and color finish selected by the owner's representative and in the quantity shown on the bill of materials or the project drawings.  Manufacturer, Columbia Cascade Company, 1300 SW Sixth Avenue, Suite 310, Portland OR 97201-3464 U.S.A.

1.  Materials

Seat frames shall be cast iron, cast in accordance with ASTM, Specification A48-82, Class 30 and shall have 5/8” diameter holes provided in frames for anchoring devices (by others).  Stretcher pipe shall be 1-1/2 inch i.d. schedule 40 mild steel seamless pipe.  Seat assembly shall consist of smooth .188 inch thick x 1-1/2 inch wide formed mild steel strap whose edges are uniformly eased, 1 inch i.d. schedule 40 mild steel seamless pipe, and 3/8 inch x 3/8 inch mild steel bar.  Frame fasteners shall be brass. Frames shall include 5/8 inch diameter holes for anchoring devices (by others).

2.  Construction

Seat frames shall have all parting lines and flask marks ground smooth after casting.  Stretcher pipe and bench seat assembly shall be deburred and ground smooth.  Final product shall be free of weld spatters and burrs.  Bench seat assembly shall be attached to cast iron frames with brass button head hex socket cap screws and cut washers.

3.  Finish

Steel and cast iron parts shall be coated with CASPAX-7(, a tough, opaque, UV resistant exterior grade polyester powder coating applied to a minimum thickness of 6 mils.  Liquid, epoxy or lead-containing powder coatings are not acceptable.   

Preparation of the mild steel substrate shall incorporate the phosphate system.  Substrate preparation shall consist first of mechanical cleaning to remove heavy mill scale, rust, varnish, grease, etc., with surfaces uniformly abraded to promote quality of finish coating.  Chemical cleaning in accordance with TT-C-490C, Methods I and III shall remove impurities from the surfaces.  

After the two-step cleaning process, the metal substrate shall receive a corrosion-inhibiting iron phosphate pre-coating in accordance with TT-C-490C, Type II, prior to the application of the powder color coat.  The color coating shall be applied by the electrostatic method and then oven-cured at 400 degrees Fahrenheit to chemically bond the coating to the substrate and to render the coated metal resistant to abrasion, impact, chipping, weathering, and rusting.       
  © 2010 Columbia Cascade Company.  No portion of this publication may be reproduced without prior authorization.  Authorization is hereby granted for photocopies to

        be made and distributed to those involved in the specification of TimberForm products.


