* SEATING CONCEPTS

CHAIR MODEL BW 220 CONTOUR

Standards shall be pedestal design made with a rectangular tube with heavy gauge steel 1” x 3”.  The tube shall be attached by a concealed weld to a 3-1/4” x 8” 14 gauge deep formed steel foot.  The foot shall have four holes for attachment of the standard to a concrete floor with lead shielded expansion bolts.  Three bolts shall be used for attachment of the rocker and two bolts shall be used for attachment of the fixed chair or lounger chair.  A reinforced ¼” bracket for seat pan attachment shall be integrated into the standard which has an inlay at mid point for resistance upon force.  The seat pan shall be anchored to the standard by use of a hexagon 5/16” fusion nut and a hexagon bolt of 5/16” x ¾” through a threaded insert on the seat bracket.  A lug support for attachment of the back shall be made of 14 gauge sheet metal.  Welded to the top of the column shall be a 14 gauge plate for armrest attachment.  The standard foot shall be 1” x 3” steel, ¼” thick.

Aisle Standards

Aisle standards shall be fabricated in the same manner as the center standards with a formed panel of 16 gauge steel welded to the column to accept a decorator panel. 

Riser Attached Standards

Riser mounted standards shall take into account the curvature of the riser.  The standards shall be a rectangular tube, 1” x 3” with a break to ensure that the seat height is 18” from the floor.  A 4” x 4” steel plate shall be continuously welded to the tube for attachment to the riser.  The riser height must be at least 6” high and 90 degrees, plus or minus 1/8”.

Seat Cushion

Seat cushion shall be of arch-spring type.  The seat cushion frame shall be of extra heavy 14 gauge steel with one weld position welded with 18 point welds and manufactured for precision fit into the steel seat pan.  Serpentine springs of normalized steel of 10 gauge, painted in epoxy paint to prevent corrosion, shall span the frame and be secured to the 14 gauge steel cushion frame so as to eliminate noise.  The spring assembly shall be covered by a tough and durable interliner to provide a chafing barrier to protect the cold molded polyurethane seat cushion.  The seat cushion shall be cold molded to the contour of the springs to provide a raised outer edge so that the overall seat foam is contoured for exceptional body support in the hip area.  The foam shall have a density of 3.4 +/- point two.  The seat frame shall have a steel bar that spans the width of the cushion and which provided additional strength and support.  Specified fabric, carefully tailored, shall be of panel side construction, secured around the perimeter of the seat frame by use of evenly spaced steel pins integrated in the seat frame which permits ease of re-upholstery.  Seat cushion assembly shall be securely locked into the seat pan by means of two clips integrated in the seat frame which prevents unauthorized removal of the cushions yet can be quickly removed from the seat pan without removal of screws or bolts.

Seat Pan and Hinge

Hinge shall be completely enclosed in a 20 gauge deep drawn, die formed steel seat pan.  The seat pan shall be strengthened by a full 360 degree roll around the perimeter, rolled in, for strength.  The seat pan shall further have a decorative embossing to provide more strength to the pan.  The seat pan shall rotate on one ½” diameter cold rolled steel hinge rod.  The hinge shall be fully compensating and shall operate on bushings for silent operation.  The self lifting mechanism shall be a counter balance system integrated within the seat pan and which utilizes a weight welded to the interior of the seat pan which allows the seat pan to return to a 75 or 90 degree vertical position by means of gravity.  There shall be two ½” square tube stops, two counterstops on a plate of ¼” steel and two 1” cold rolled steel bushings, all reinforced by 7 gauge steel sheet metal on each side.  The rear of the seat pan shall be vented.

Back

Chair back shall be padded with a cold molded polyurethane foam increasing in thickness from 2” thickness at the top to 3” at the bottom and contoured for additional lumbar support. The foam shall be cemented to 5 ply 7/16” plywood base with four ¼” threaded inserts for the attachment of two die formed metal supports (back wings), 14 gauge, with four cold-rolled galvanized flat head steel screws ¼” by ¾”.  This shall be mounted onto a high impact, injection molded polyethylene outer back.  All attachment screws shall be fully concealed.  Back wings shall have provision for 16 degree, 20 degree or 24 degree pitch.

Armrests

Armrests shall be constructed of solid hardwood stained to the finish selected, laminate or upholstered. The armrests are designed to have a perfect fit with the standards of the chair and are attached with four lagscrews of cold-rolled galvanized steel 1/8” x 19/32”.  The armrest for the center standards shall be substantially similar in size to the aisle standard armrests.

Powder Paint

All metal parts, exposed and concealed, shall be stripped and cleaned with iron phosphate, hot water rinsed and then chromic acid rinsed.  All metal parts are then coated with an epoxy powder paint which shall be electrostatically applied, resulting in dry film thickness of at least 2mm and will pass the 2H hardness test.  All metal parts are baked in a gas fired convection oven at not less than 365 degrees.

CHAIR MODEL BY 350 TEARDROP

Standards shall be pedestal design made with a rectangular tube of heavy gauge steel 1” x 3”.  The tube shall be attached by a concealed weld to a 3-1/4” x 8” 14 gauge deep formed steel foot.  The foot shall have four holes for attachment of the standard to a concrete floor with lead shielded expansion bolts.  Three bolts shall be used for attachment of the standard to a concrete floor with lead shielded expansion bolts.  Two bolts shall be used for attachment of the fixed chair.  A reinforced ¼” bracket for seat pan attachment shall be integrated into the standard which has an inlay at mid point for resistance upon force.  The seat pan shall be anchored to the standard by use of a hexagon 5/16” fusion nut and a hexagon bolt of 5/16” x ¾” through a threaded insert on the seat bracket.  A lug support for attachment of the back shall be made of 14 gauge sheet metal.  Welded to the top of the column shall be a 14 gauge plate for armrest attachment.

Aisle Standards

Aisle standards shall be specially fabricated in the same manner as the center standards with a formed panel of 16 gauge steel welded to the column to accept a distinct oval or teardrop shape decorator panel.

Rocker Standards

The rocker mechanism shall be encased in a tamper-proof housing which allows ease in access for maintenance.  The housing shall be welded to the standard and contain a coil spring fashioned to allow the back and seat to rock up to four inches.  

Riser Attached Standards

Riser mounted standards shall be a rectangular tube, measure 1” x 3”, with a break to ensure that the seat height is a constant 18” from the floor and with sufficient length to clear the riser.  A 4” x 4” steel plate shall be continuously welded to the tube for attachment of the standard to the riser.  The riser height must be at least 6” high and 90 degrees, plus or minus 1/8”.

Seat Cushion

The seat cushion shall be of arch-spring type.  The seat cushion frame shall be of 14 gauge steel with one weld position welded with 18 point welds and manufactured for precision fit into the steel seat pan.  Serpentine springs of normalized steel of 10 gauge, painted in epoxy paint to prevent corrosion, shall span the frame and be secured to the 14 gauge steel cushion frame and insulated with Teflon so as to eliminate noise. The spring assembly shall be covered by a tough and durable interliner to provide a chafing barrier to protect the cold molded polyurethane seat cushion.  The seat frame shall have a steel bar that spans the width of the cushion and which provides additional strength and support.  The seat cushion shall be cold molded to the contour of the springs and shall be contoured for additional comfort and support.  The foam shall have a density of 3.4 +/- point two.  The specified fabric, carefully tailored, shall be of side panel construction, secured around the perimeter of the seat frame by use of evenly spaced steel pins integrated in the seat frame which permits ease of re-upholstery.  The seat cushion assembly shall be securely locked into the seat pan by means of two clips integrated in the seat frame 

which prevents unauthorized removal of the cushions yet can be quickly removed from the seat pan without removal of screws or bolts.

Seat Pan and Hinge

Hinge shall be completely enclosed in a 20 gauge deep drawn, die formed steel seat pan.  The seat pan shall be strengthened by a full 360 degree roll around the perimeter, rolled in, for strength.  The seat pan shall further have a decorative embossing to provide more strength to the pan.  The seat pan shall rotate on one ½” diameter cold rolled steel hinge rod.  The hinge shall be fully compensating and shall operate on bushings for silent operation.  The self-lifting mechanism shall be a counter balance system integrated within the seat pan and which utilizes a weight welded to the interior of the seat pan which allows the seat pan to return to a 75 or 90 degree vertical position by means of gravity.  There shall be two ½” square tube stops, two counterstops on a plate of ¼” steel and two 1” cold rolled steel bushings, all reinforced by 7 gauge steel metal on each side.  The rear of the pan shall be vented.

Back

The seat back shall be specifically designed and padded with a cold molded polyurethane foam of at least 3.”  The foam shall be cemented to 5 ply 7/16” plywood base with four ¼” threaded inserts for the attachment of two die formed metal support (back wings), 14 gauge, with four cold-rolled galvanized flat head steel screws ¼” by ¾”.  This shall be mounted onto an outer wood back covered with selected fabric or laminate.  All attachment screws shall be fully concealed.  Back wings shall have provision for 16 degree, 20 degree or 24 degree pitch. 

Armrests

Armrests shall be constructed of solid hard-wood stained to the finish selected, laminate, upholstered or cupholder.  The armrests are designed to have a perfect fit with the standards of the chair, and are attached with four lagscrews of cold-rolled galvanized steel 1/8” x 19/32”.  The armrest for the center standards shall be substantially similar in size to the aisle standard armrests.

 Powder Paint

All metal parts, exposed and concealed, shall be stripped and cleaned with iron phosphate, hot water rinsed and then chromic acid rinsed.  All metal parts are then coated with an epoxy powder paint which shall be electrostatically applied, resulting in dry film thickness of at least 2mm and will pass the 2H hardness test.  All metal parts are baked in a gas fired convection oven at not less than 365 degrees.

CHAIR MODEL BN 300 DIRECTOR

Standards shall be pedestal design made with a rectangular tube with heavy gauge steel 1” x 3”.  The tube shall be attached by a concealed weld to a 3-1/4” x 8” 14 gauge deep formed steel foot.  The foot shall have four holes for attachment of the standard to a concrete floor with lead shielded expansion bolts.  Three bolts shall be used for attachment of the rocker and two bolts shall be used for attachment of the fixed chair or lounger chair.  A reinforced ¼” bracket for seat pan attachment shall be integrated into the standard which has an inlay at mid point for resistance upon force.  The seat pan shall be anchored to the standard by use of a hexagon 5/16” fusion nut and a hexagon bolt of 5/16” x ¾” through a threaded insert on the seat bracket.  A lug support for attachment of the back shall be made of 14 gauge sheet metal.  Welded to the top of the column shall be a 14 gauge plate for armrest attachment.

Rocker Standards

The rocker mechanism shall be encased in a tamper proof housing which allows ease in access for maintenance.  The housing shall be welded to the standard and contain a coil spring fashioned to allow the back to rock up to four inches.  

Lounger Standards

The lounger mechanism shall be encased in a tamper proof housing which allows ease in access for maintenance.  The housing shall be welded to the standard and contain a coil spring fashioned to allow the back and seat to lounge up to four inches.

Aisle Standards

The aisle standards shall be of a specifically designed decorator standard with an upholstered or laminated insert and fabricated in all other respects in the same manner as the center standards.

Riser Attached Standards

Riser mounted standards shall be a rectangular tube, measuring 1” x 3”, with a break to ensure that the seat height is a constant 18” from the floor and with sufficient length to clear the riser.  A 4” x 4” steel plate shall be continuously welded to the tube for attachment of the standard to the riser.  The riser height must be at least 6” high and 90 degrees, plus or minus 1/8”.

Seat Cushion

The seat cushion shall be of arch-spring type.  The seat cushion frame shall be of 14 gauge steel with one weld position welded with 18 point welds and manufactured for precision fit into the steel seat pan.  Serpentine springs of normalized steel of 10 gauge, painted in epoxy paint to prevent corrosion, shall span the frame and be secured to the 14 gauge steel cushion frame and insulated with Teflon to eliminate noise. The spring assembly shall be covered by a tough and durable interliner to provide a chafing barrier to protect the cold molded polyurethane seat cushion.  The seat frame shall have a steel bar that spans the width of the cushion and which provides additional strength and support.  The seat cushion shall be cold molded to the contour of the springs and shall be contoured for additional comfort and support.  The foam shall have a density of 3.4 +/- point two.  The specified fabric, carefully tailored, shall be of side panel 

construction, secured around the perimeter of the seat frame by use of evenly spaced steel pins integrated in the seat frame which permits ease of re-upholstery.  The seat cushion assembly 

shall be securely locked into the seat pan by means of two clips integrated into the seat frame which prevents unauthorized removal of the cushions yet can be quickly removed from the seat pan without removal of screw or bolts.

Seat Pan and Hinge

The hinge shall be completely enclosed in a 20 gauge deep drawn, die formed steel seat pan.  The seat pan shall be strengthened by a full 360 degree roll around the perimeter, rolled in, for strength.  The seat pan shall further have a decorative embossing to provide more strength to the pan.  The seat pan shall rotate on one solid steel hinge rod.  The hinge shall be fully compensating and shall operate on bushings for silent operation.  The self lifting mechanism shall be a counter balance system integrated within the seat pan and which utilizes a weight welded to the interior of the seat pan which allows the seat pan to return to a 75 or 90 degree vertical position by means of gravity.  There shall be two ½” square tube stops, two counterstops on a plate of ¼” steel and two 1” cold rolled steel bushings, all reinforced by 7 gauge steel sheet metal on each side.  The rear of the pan shall be vented.

Back

The seat back shall be padded with a cold molded polyurethane foam of 3” thickness at the top increasing to 4” at the bottom of the back and designed for lumbar support.  A headrest shall be integrated into the top of the back which allows for additional head support.  There shall be decorative tucks and pleats on the back foam.  The foam shall be cemented to 5 ply 7/16” plywood base with four ¼” threaded inserts for the attachment of two die formed metal supports (back wings), 14 gauge, with four cold-rolled galvanized flat head steel screws ¼” by ¾”.  This shall be mounted onto a 5 ply 7/16” outer wood back contoured at the bottom.  The outer back shall be surfaced with plastic laminate or fabric.  All attachment screws shall be fully concealed.  Back wings shall have provision for 20 degree, 25 degree or 30 degree pitch.  The back shall measure 40” from the floor.  

Armrests

Armrests shall be constructed of solid hard-wood stained to the finish selected, laminate, cupholder or upholstered.  The armrests are designed to have a perfect fit with the standards of the chair, and are attached with four lagscrews of cold-rolled galvanized steel 1/8” x 19/32”.  The armrest for the center standards shall be substantially similar in size to the aisle standard armrests.

Paint

All metal parts, exposed and concealed, shall be stripped and cleaned with iron phosphate, hot water rinsed and then chromic acid rinsed.  All metal parts are then coated with an epoxy powder paint which shall be electrostatically applied, resulting in dry film thickness of at least 2mm and will pass the 2H hardness test.  All metal parts are baked in a gas fired convection oven at not less than 365 degrees.
CHAIR MODEL BA-205 PERFORMER

Standards shall be pedestal design made with a rectangular tube of heavy gauge steel 1” x 3”.  The tube shall be attached by a concealed weld to a 3-1/4” x 8” 14 gauge deep formed steel foot.  The foot shall have four holes for attachment of the standard to a concrete floor with lead shielded expansion bolts.  Three bolts shall be used for attachment of the rocker and two bolts shall be used for attachment of the fixed chair or lounger chair.  A reinforced ¼” bracket for seat pan attachment shall be integrated into the standard which has an inlay at mid point for resistance upon force.  The seat pan shall be anchored to the standard by use of a hexagon 5/16” fusion nut and a hexagon bolt of 5/16” x ¾” through a threaded insert on the seat bracket.  A lug support for attachment of the back shall be made of 14 gauge sheet metal.  Welded to the top of the column shall be a 14 gauge plate for armrest attachment.

Aisle Standards

Aisle standards shall be specially fabricated in the same manner as the center standards with a formed panel of 16 gauge steel welded to the column to accept a distinct oval or teardrop shape decorator panel on the Teardrop. 

Riser Attached Standards

Riser mounted standards shall be a rectangular tube, measuring 1” x 3”, with a break to ensure that the seat height is a constant 18” from the floor and with sufficient length to clear the riser.  A 4” x 4” steel plate shall be continuously welded to the tube for attachment of the standard to the riser.  The riser height must be at least 6” high and 90 degrees, plus or minus 1/8”.

Seat Cushion

Seat cushion shall be of arch-spring type.  The seat cushion frame shall be of 14 gauge steel with one weld position welded with 18 point welds and manufactured for precision fit into the steel seat pan.  Serpentine springs of normalized steel of 10 gauge, painted in epoxy paint to prevent corrosion, shall span the frame and be secured to the 14 gauge steel cushion frame with Teflon insulators so as to eliminate noise. The spring assembly shall be covered by a tough and durable interliner to provide a chafing barrier to protect the cold molded polyurethane seat cushion.  The seat frame shall have a steel bar that spans the width of the cushion and which provides additional strength and support.  The seat cushion shall be cold molded to the contour of the springs to provide the selected surface (flat or contour) at the top of the cushion and shall have a density of 3.4 +/- point two.  The specified fabric, carefully tailored, shall be of panel side construction, secured around the perimeter of the seat frame by use of evenly spaced steel pins integrated into the seat frame which permits ease of re-upholstery.  Seat cushion assembly shall be securely locked into the seat frame by means of two clips integrated into the seat frame which prevents unauthorized removal of the cushions yet can be quickly removed from the seat pan without removal of screws or bolts.

Seat Pan and Hinge

Hinge shall be completely enclosed in a 20 gauge deep drawn, die formed steel seat pan.  The seat pan shall be strengthened by a full 360 degree roll around the perimeter, rolled in, for strength.  The seat pan shall further have a decorative embossing to provide more strength to the pan.  The seat pan shall rotate on one ½” diameter cold rolled steel hinge rod.  The hinge shall be fully compensating and shall operate on bushings for silent operation.  The self lifting mechanism shall be a counter balance system integrated within the seat pan and which utilizes a weight welded to the interior of the seat pan which allows the seat pan to return to a 75 or 90 degree vertical position by means of gravity.  There shall be two ½” square tube stops, two counterstops on a plate of ¼” steel and two 1 inch cold rolled steel bushings, all reinforced by 7 gauge steel metal on each side.  The rear of the seat pan shall be vented.

Back

Seat back shall be padded with a cold molded polyurethane foam of at least 2 ½” thickness at the top increasing to 4” at the bottom of the back and designed for lumbar support. The foam shall be cemented to 5 ply 7/16” plywood base with four ¼” threaded inserts for the attachment of two die formed metal supports (back wings), 14 gauge, with four cold-rolled galvanized flat head steel screws ¼” by ¾”.  This shall be mounted onto a 5 ply 7/16” wood base covered with plastic laminate or veneer as specified.  All attachment screws for the outer back shall be fully concealed.  Back wings shall have provision for 16 degree, 20 degree or 24 degree pitch.  A decorative horizontal pleat is optional as are back foams of different shapes and dimensions

Armrests

Armrests shall be of solid hardwood, stained to a finish selected or surfaced with laminate as selected or upholstered.  The armrests are designed to have a perfect fit with the standards of the chair and are attached with four lag screws of cold-rolled galvanized steel 1/8” x 19/32”.  The armrest for the center standards shall be substantially similar in size to the aisle standard armrests.

Powder Paint

All metal parts, exposed and concealed, shall be stripped and cleaned with iron phosphate, hot water rinsed and then chromic acid rinsed.  All metal parts are then coated with an epoxy powder paint which shall be electrostatically applied resulting in dry film thickness of at least 2mm and will pass the 2H hardness test.  All metal parts are baked in a gas fired convection oven at not less than 365 degrees.

Warranty

A five year limited warranty is included on all parts and materials due to workmanship or inherent defects.
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