

PipeLine SpecificationsPRIVATE 

No. 9720 Post with Directional Arrow

PipeLine( No. 9720 Post with Directional Arrow shall be as manufactured by Columbia Cascade Company, 1300 SW Sixth Avenue, Suite 310, Portland OR 97201-3464 U.S.A.

FITNESS EQUIPMENT

1.0  Materials

Bollard post and arrow bracket shall be 4 inch i.d. schedule 40 mild steel pipe with a minimum wall thickness of 7/32 inch.  Thin wall tube is not acceptable.  Top of bollard post shall be fitted with a cast aluminum hemi-dome end cap, Easily vandalized friction fit end caps are not permitted.  Bollard shall include 2 each 9/16 inch diameter thru holes for No. 4 re-bar (by others).  

Directional arrow shall consist of an 20 gauge steel substrate with all edges deburred after fabrication and shall be finished on sides and edges with porcelain-enamel glass fused to the steel substrate at 1,500(F (815(C).  To extend life and assure adhesion, glass shall possess a slightly lower coefficient of thermal expansion than that of the substrate.

Directional sign post placement and orientation shall be made by the project architect or owner.

2.0  Construction

Post and arrow bracket shall be assembled and welded into a single unit.  Arrow bracket shall be coped to match the bollard post.  Welds shall be smooth and continuous with no gaps or pin holes. Final product shall be free of weld spatters and burrs.  Directional arrow shall be permanently double monobolted in place.

3.0  Finish
Post 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.
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