Please Note: These specifications may or may not include  all available options including, dimensions, etc. To customize and modify these specIFICATIONs for your specific application, please contact Dave Bradford at 847-344-8989 or dave@bradfordsystems.com
[bookmark: _GoBack]Also, if this shelving product is to be mounted on a mobile carriage system, this specIFICATION sheet can be added to our mobile shelving specifications.

Case Type Shelving
Acceptable Manufacturer: Spacesaver Corporation, 1450 Janesville Avenue, Fort Atkinson, WI 53538.
  Spacesaver or equal as determined BY OWNER / ARCHITECT. For pricing, contact David Bradford at 847-344-8989 or DAVE@BRADFORDSYSTEMS.COM 

Design: Wedge-lock type consisting of uprights, shelves, and shelf supports, designed to be assembled without fasteners or clips. Shelves shall not have any holes on exposed surfaces. Front and back flanges shall be flush with outside faces of posts.  Design shall permit individual shelf adjustment and removal anywhere along the entire height of uprights.
Materials and Workmanship: Fabricate units from Class 1, cold-rolled steel sheet with all bends sharp and true and no exposed “knife” edges.
All units shall be free of burrs, sharp edges and projecting hardware  with smooth, non-abrasive surfaces and edges.
After fabrication, shelving shall exhibit no dents, “oil canning”, buckling or other surface irregularities.
Uprights: Formed from steel sheet to a hollow “tee” shape for intermediate supports and formed angles for end supports. Uprights shall have keyhole slots on inner wall only.  Provide intermediate “tee” uprights between adjacent units.  There shall be a 24-gauge steel panel welded to both sides of the two posts to form a hollow, closed upright which is flush with the steel posts.  There shall be a recess channel adjacent to the posts that conceals shelf supports and provides for a back stop in single faced units.  Double faced units shall have a recess channel at mid-depth for installation of a center stop.
Shelves: Form from sheet steel with flanges on all sides and return hem on front and back flanges. Ends shall be formed to clear inside of upright offset panels. Shelves shall be independently adjustable.  Provide all shelves with slots for file dividers.
Canopy Tops: Same construction as shelf units.
Shelf Supports: Form from heavy gauge steel sheet with four solid steel shoulder rivets, two per ear, that interlock with inner wall of uprights.
Nominal Shelf Dimensions:  
Standard Width: 36 inches (914MM), with 30, 42, or 48 inch (762, 1067, or 1219MM) sections used to meet project requirements.
Shelf Edge Vertical Profile: 3/4 inch (19MM) maximum.
Vertical Adjustment Increment: 1-1/2 inches (38MM).
Width Of Intermediate Uprights: 2 inches (51MM).
Clearance Between Uprights: Nominal shelf section width minus 2 inches (51MM).
Levelness Of Completed Shelf Units: Maximum 1/8 inch (3.2MM) between bottom shelf and canopy top, measured along the edge of any upright in any direction.  
Number of Vertical Shelf Spaces: As indicated on the drawings [_____].
Vertical Shelf-To-Shelf Spacing: As indicated on the drawings [_____].
Load Carrying Capabilities: Provide shelf units capable of supporting 40 pounds per lineal foot (18kg/305MM) with maximum deflection of L/140. Shelves shall exhibit no permanent deflection under fully loaded conditions.
Accessories: Provide
Sliding support (optional) shall be formed of a plastic slider block with an attached, chrome-plated wire form 6” high and 9” deep.  The slider block snaps onto center stop or back stop rail and moves from side to side to keep books upright.
Powder Coat Paint Finish: All parts are cleaned in a six stage surface prep machine prior to coating, including:

1. Heated alkaline wash
2. Fresh water rinse
3. Heated iron phosphate coat
4. Fresh water rinse
5. Recirculated deionized water rinse
6. Fresh deionized water mist

After prepping, the material is dried at 250 degrees for 5-1/2 minutes.

The painting process is an electrostatically applied powder coating system using an epoxy-polyester hybrid powder paint.  All overspray is collected and reused within the self-contained application booths with no venting or emissions to the environment.  The film is applied to an average thickness of 1 to 1.5 mils.

The coated parts are then oven cured for 20 minutes at up to 450 degrees to provide a furniture quality finish.  The hot parts are cooled to ambient temperature prior to packaging.

After curing, the paint finish is inert and no volatile emissions are present.  There are no fugitive (stray) emissions in the finished product.

During the manufacturing process, there are no volatile emissions and there is no hazardous waste produced.  

Gloss:  50 - 60 degrees
Impact Resistance:  160 in. lbs.
Flexibility:  180 degrees, 1/4” mandrel
Pencil Hardness:  2H
Cross Hatch Adhesion:  100%

Color to be selected from manufacturers standard color card.
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