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WVDNR209112
Pipestem Resort State Park Playground Specifications

To supply playground equipment to offer play activities for children ages two {2} to twelve (12}
at Pipestem Resort State Park, Pipestem, West Virginia. Playground equipment will be
purchased for four separate areas in the park. Park personnel will install all playground
equipment. The award may be split if it is in the best interest of the West Virginia Division of
Natural Resources. All items must be F.0.B. Destination. Freight or delivery charges must be
included in the price of the goods. Delivery must be made within sixty {(60) days of purchase
order award. All items must be delivered to Pipestem Resort State Park's maintenance area
between the hours of 7:30 a.m. to 3:00 p.m., Monday through Friday.

MCKEEVER LODGE AREA PLAYGROUND
PrimeTime kid corral play structure, Model #G11823, or equal. Uprights must be a minimum of
11 gauge galvanized steel; must have a minimum of 3 mil oven cured powder coating; and must

have a minimum diameter of 3%" Structure must include the following components:

e One (1) PrimeTime 2-5 crunch bar, ltem #13540, or equal. Bar must be installed at
upper level of play structure.

e One (1) PrimeTime nature panel, ltem #12793, or equal. Panel must be installed at
upper level of play structure.

s One (1) PrimeTime transfer point, ltem #18255, or equal.
e One (1) PrimeTime access attachment, item #18274, or equal,

s One (1) PrimeTime walicano vertical wall climber, Item #18274, or equal. Climber must
be a minimum of 4' in height.

s One (1) PrimeTime slate roof, item #18674, or equal.
e One (1) PrimeTime mini arch bridge, ltem #18330, or equal.

e One (1) PrimeTime clover leaf climber, item #12883, or equal. Climber must be a
minimum of 4' in height.

s One (1) PrimeTime double zip slide, ltem #18377, or equal. Slide must be a minimum of
4 in height.

e One (1) PrimeTime ADA gizmo panel, item #12968, or equal. Panel must include a
PrimeTime click wheel, ltem #4839, or equal; PrimeTime answer wheel, Item #4840, or
equal; and a PrimeTime maze wheel, ltem #4841, or equal.
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Pipestem Resort State Park Playground Specifications

e One (1) PrimeTime double steering wheel enclosure, Item #12814, or equal. Steering
wheel must be installed at upper level.

e Two {2) PrimeTime square decks. Deck dimensions be a minimum of 45 %" x 45 %” and
must be a minimum of 4" in height.
COTTAGE "C" AREA PLAYGROUND
PrimeTime timberline play structure, Model #G11812, or equal. Uprights must be a minimum
of 11 gauge galvanized steel; must have a minimum of 3 mil oven cured powder coating; and
must have a minimum diameter of 3%". Structure mustinclude the following components:

«One (1) PrimeTime shingle roof, Item #18673, or equal.

«One (1) Primetime crawl tube, ltem #12328, or equal. Tube must include spy holes and
be a minimum of 4’ in length.

#One (1) PrimeTime chain net, ftem #12285, or equal.

«One (1) PrimeTime tree climber, Iltem #12008, or equal. Climber must be a minimum of
3’ in height.

oTwo (2) PrimeTime crunch bar, ltem #12215, or equal.
eOne (1) PrimeTime transfer point, item #18254, or equal.
*+One PrimeTime access attachnﬁént, ltem #18273, or equal.
«One (1) PrimeTime single seat, ltem “12728, or equal.

«One (1) PrimeTime bubble climber, Item #12916, or equal. Climber must be a minimum
of 3’ in height.

o Two (2) PrimeTime talk tube, item#81679, or equal.

eOne {1) PrimeTime rung ladder, ltem #12620, or equal. Ladder must be a minimum of 3’
in height.

eOne (1) PrimeTime suspension bridge, ftem #18335, or equal. Bridge must be a
minimum length of 7’ 10”.
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eOne (1) PrimeTime rumble and roll zip slide, item #18389, or equal. Slide must be
accommodate a minimum of two (2} children at the same time and must be a
minimum of 3’ in height.

°One (1) PrimeTime 1’ barrier, item #12441, or equal.

*One (1) PrimeTime handhold transfer, ltem #12055. Or equal.

*One (1) PrimeTime decorative panel with steering wheel, item #18376, or equal.

*One (1) PrimeTime F5 spiral slide with hood, Item #18341, or equal. Slide must be a
minimum of 6 in height. :

*One (1) PrimeTime shingle roof, Item #18673, or equal.

*One (1) PrimeTime wallcano vertical wall climber, ltem #18364, or equal. Climber must
be a minimum of 4’ in height,

*One (1} PrimeTime climbing pole, ltem #12630, or equal. Pole must be a minimum of 4’
in height.

oTwo (2} PrimeTime square decks, Item #18250, or equal. Deck dimensions must be a
minimum of 45 % x 45 % and must be a minimum of 3’ in height.

*One (1) PrimeTime square deck, item #18250, or equal. Deck dimensions must be a
minimum of 45 ¥% x 45 % and must be a minimum of 4’ in height.

eTwo (2} PrimeTime triangle deck, ltem #18203, or equal. Deck dimensions must be a
minimum of 45 % x 45 ¥ x 451/2 and must be a minimum of 3" in height.

CAMPGROQUND AREA PLAYGROQUND

PowerScape carousel play structure, Model #85113, or equal. Uprights must be a minimum of
11 gauge galvanized steel; must have a minimum of 3 mill oven cured powder coating; and
must have a minimum diameter of 5". Structure must include the following components:

One (1) PowerScape zip slide, ltem #81337, or equal. Shide must be a minimum of 4’ in
height.
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¢ One (1) PowerScape wave climber, item #80340, or equal. Climber must be a minimum
of 3’ 6” in height.

s Two (2) PowerScape talk tub, ltem #81675, or equal.
s One {1) PowerScape chinning bar {one level), ltem #81656, or equal.

s One (1) PowerScape overhead tree climber, item 81529, or equal. Climber must be a
minimum of 3’ in height.

e One (1) PowerScape crunch bar, ltem #81670, or equal.

s One (1) PowerScape overhead ladder access package, ltem #80653, or equal.
s One {1) PowerScape transfer point, ltem #80653, or equal.

» One {1) PowerScape access attachment, Item #80656, or equal.

s One (1) PowerScape clover climber, Item #80303, or equal. Climber must be a minimum
of 3’6" in height.

e One (1) PowerScape stepped platform, item #81202, or equal.

e One (1) PowerScape wave zip slide, Iltem #81339, or equal. Slide must be a minimum
height of 6.

e One (1) PowerScape zipper climber. Climber must be a minimum of & in height.

e Two (2) PowerScape triangle decks or equal. Deck dimensions must be a minimum of
49” x 49” x49” and must be a minimum height of 4.

s Two (2) PowerScape triangle decks or equal. Deck dimensions must be a minimum of
49" x 49” x49” and must be a minimum of 3'6” in height.

e Two (2) PowerScape triangle decks or equal. Deck dimensions must be a minimum of
49” x 49” x49” must be a minimum of 3’ in height.

MOUNTAIN CREEK LODGE PLAYGROUND

PrimeTime mix it up play structure, Model #G11813, or equal. Uprights must be a minimum of
11 gauge galvanized steel; must have a minimum of 3 mil oven cured powder coating; and must
have a minimum diameter of 3 1/2". Structure must include the following components:



WVDNR209112
Pipestem Resort State Park Playground Specifications

* One (1) PrimeTime driver’s enclosure panel, tem #18391, or equal.
¢ One (1) PrimeTime toad stool climber, ftem #12239, or equal.
» One (1) PrimeTime triangle transfer platform, ttem #18337, or equal.

e One (1) PrimeTime square stepped deck. Deck dimensions must be a minimum of 36" x
36",

» One (1) PrimeTime gizmo single panel, ltem #12964, or equal. Panel must include a click
wheel gizmo, ltem #4839, or equal. '

¢ One (1) PrimeTime nature panel, ltem #12429, or equal.

e One (1) PrimeTime rumble and roll zip slide, Item #18389, or equal. Slide must be a
minimum height of 3",

s One (1) PrimeTime stepped platform, item #18259, or equal.

e One (1) PrimeTime giant wave climber, Item #18383, or equal. Climber must be a
minimum height of 5.

s One (1) PrimeTime slate roof, item #18672, or equal.

e One (1) PrimeTime F5 spiral slide with hood, Item #18316, or equal. Slide must be a
minimum of & in height.

e One (1) PrimeTime rock wall climber, item #12922, or equal. Climber must be a
minimum height of 5’

e One {1) PrimeTime rectangle deck. Deck dimensions must be a minimum of 45 % x 36"
and be a minimum of 3’ in height.

s One (1) PrimeTime square deck or equal. Deck dimension must be a minimum of 36" x
36” and must be a minimum of 3’ in height.
ITEMS FOR ALL FOUR PLAYGROUNDS

Geotextile 2,250 sq. ft. roll or equal. Fabric must provide a water permeable separation
between the earth and the wood fiber and at least 150 gallons per square foot per minute.
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Engineered wood fiber or equal @ 8" compacted depth. Material must be recently harvested
and debarked; free of chemical treatments and additives; free of soil, twigs, leaves and other
contaminates.
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\ ié It playground equipment and engineered wood fiber must meet the following requirements:

_1
@%@//K/ %o Compliance with U.S. Consumer Product Safety Commission, Handbook for

W Public Playground Safety.
aﬁm \{% ¢ Compliance with ASTM Standard F 1487.

& Compliance with Architectural and Transportation Barriers Compliance
Board, Americans with Disabilities Act {ADA) Accessibility Guidelines for
Buildings and Facilities; Play Areas.

% Vendors must submit the following attachments;

ENCLoRD TR 1N Pheker Werk 4o

\// Complete manufacturer’s parts specifications and warranties.

Layout drawing to scale of the proposed play structure or equipment.

*
L J
\//o ASTM and CPSC Statement of Compliance

Warranties:

& % e All equipment and engineered wood fiber must be guaranteed to be free of defects in
workmanship and material for a minimum of one year from date of acceptance.
However, if manufacturer warranty periods are longer than the required minimum one
year warranty, those warranties shall apply.

All equipment requiring assembly must have pre-drilied holes and inserts. Equipment must
include matching bolts for predrilled holes with inserts and any other hardware required for

assembly.

Color scheme of equipment must be coordinated with Pipestem State Park. Color of items will
be selected from manufacturer’s standard colors.

A mandatory pre-bid conference will be held on May 19, 2009, at Pipestem State Park
Headquarters at 10:00 a.m. A failure to attend the mandatory pre-bid conference will result in
bid disqualification. An individual may not represent more than one firm at the pre-bid

conference.
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enclosure panel, ltem #18391,

or equal. 5 ' @'/{’Q

One (1) PrimeTime toad stool [;T(’, ) N’é—;ﬁé’ %‘Tgﬁ wﬁ%@)
climber, ttem #12239, or

equal. T‘ﬂ OF- M@‘? l 04
One (1) PrimeTime triangle b'-»(a g‘DA‘ TQ W(xe

transfer platform, ltem
#18337, or equal.

" e 1A

One (1) PrimeTime square
stepped deck.

LTC

e o

One (1) PrimeTime gizmo
single panel, ltem #12964, or
equal. Panel must include a
click wheel gizmo, Item
#4839, or equal.

7 ZwbstriE

“TUD (TS

TALKECTUSE AD
=T1ze0 Witegl
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PLAYGROUND EQUIPMENT SHEET

ltem No.

Equipment

Manufacturer

Model

One (1) PrimeTime nature
panel, ltem #12429, or equal.

HC

R
“op oF (e [T

N}

One {1} PrimeTime rumble = , ‘D@\AW \WA/E 5{ ” /%)Z”
and roll zip slide, ltem l/f[/ ?YWW X Cﬁ%@ Hg
Ztgeg(glg)';r:meﬁ?r;e stepped l;r& — D "g“mf;\\,’q[)ﬂ.ﬂg
platform, Item #18259,or - 6‘(8‘0 D‘id@ - ‘Dq
equal. _ . f '

One {1) PrimeTime giant wave \;’(Z/ %‘“ﬂf‘(‘[}ﬁ D ‘{‘)MA(/ Cl'bfm/{%@ﬁ

climber, ltem #18383, or
equal.

P of. (se 105

One (1) PrimeTime slate roof,
item #18672, or egual.

L12

BN

O o s oAl 2ire

slide with hood, ttem , . :
or equal. , % & @/@
One (1) PrimeTime rockwall | [ =T(_ C A PIL CLToneeEL

climber, ltem #12922, or
equal.

¢ oF e 106

One (1) PrimeTime rectangle
deck.

ST DEd-

One {1) PrimeTime square
deck or equal.

TC

AR DARD D2k

5 Items For All Four Playgrounds @W 7 % rﬁ
geotextile 2,250 sq. ft. roll or X @/ 0 CK
equal. '
6 jtems For All Four Playgrounds

engineered wood fiber or
equal @ 8" compacted depth.

ZeAle




Pipestem Resort State Park Playground Equipment
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ltem No. |Quantity

Description

Unit Price

1 1

McKeever Lodge Area Playground
PrimeTime kid corral play
structure, Model #G11823, or
equal,

Cottage "C" Area Playground
PrimeTime timberline play
structure, Model #G11812, or
equal.

Campground Area Playground
PowerScape carousel play
structure, Model #85113, or equal.

\_

B
2
R
A
S

Mountain Creek Lodge Playground
PrimeTime mix it up play structure,
Model #G11813, or equal.

5 2 Rolls

ttems For All Four Playgrounds
geotextile 2,250 sq. fii roll or

equal. LML 00 St

6 4,183 Sqg. Ft.

ltems For AH Four PI%ygrounds
engineered wood fiber or equal @
8" compacted depth.

TOTALS

120 T T a0




REQ No.

STATE OF WEST VIRGINIA
Purchasing Division

PURCHASING AFFIDAVIT

VENDOR OWING A DEBT TO THE STATE: _

West Virginia Code §5A-3-10a provides that: No confract or renewal of any contract may be awarded by the
state or any of its political subdivisions to any vendor or prospective vendor when the vendor or prospective
vendor or a related party to the vendor or prospective vendor is a debtor and the debt owed is an amount
greater than one thousand dollars in the aggregate.

PUBLIC IMPROVEMENT CONTRACTS & DRUG-FREE WORKPLACE ACT:

If this is a solicitation for a public improvement construction contract, the vendor, by its signature below, affirms
that it has a written plan for a drug-free workplace policy in compliance with Article 1D, Chapter 21 of the West
Virginia Code. The vendor must make said affirmation with its bid submission. Further, public improvement
construction confract may not be awarded to a vendor who does not have a written plan for a drug-free
workplace policy in compliance with Article 1D, Chapter 21 of the West Virginia Code and who has not
submitted that plan to the appropriate contracting authority in timely fashion. For a vendor who is a
subcontractor,. compliance with=Section 5, Article 1D, Chapter 21 of the West Virginia Code may take place
before their work on the public improvement is begun.

ANTITRUST:

in submifting a bid to any agency for the state of West Virginia, the bidder offers and agrees that if the bid is
accepted the bidder will convey, sell, assign or transfer to the state of West Virginia all rights, title and interest
in and to all causes of action it may now or hereafter acquire under the antitrust laws of the United States and
the state of West Virginia for price fixing and/or unreasonable restraints of frade relating to the particular
commodities or services purchased or acquired by the state of West Virginia. Such assignment shall be made
and become effective at the time the purchasing agency tenders the initial payment to the bidder.

| certify that this bid is made without prior understanding, agreement, or connection with any corporation, firm,
limited liability company, partnership or person or entity submitting a bid for the same materials, supplies,
equipment or services and is in all respects fair and without collusion or fraud. | further certify that | am
authorized to sign the certification on behalf of the bidder or this bid.

LICENSING:

Vendors must be licensed and in good standing in accordance with any and all state and local laws and
requirements by any state or local agency of West Virginia, including, but not limited fo, the West Virginia
Secretary of State's Office, the West Virginia Tax Department, West Virginia Insurance Commission, or any
other state agencies or political subdivision. Furthermore, the vendor must provide all necessary releases to
obtain information to enable the Director or spending unit to verify that the vendor is licensed and in good
standing with the above entities.

CONFIDENTIALITY:

The vendor agrees that he or she will not disclose to anyone, directly or indirectly, any such personally
identifiable information or other confidential information gained from the agency, unless the individual who is
the subject of the information consents to the disclosure in writing or the disclosure is made pursuant to the
agency’s policies, procedures and rules. Vendor further agrees to comply with the Confidentiality Policies and
Information Security Accountability Requirements, set forth in http:/www.state.wv.us/admin/purchase/privacy/

noticeConfidentiality. pdf.

Under penalty of law for false swearing (West Virginia Code §61-5-3), it is hereby certified that the vendor
affirms and acknowledges the information in this affidavit and is in compliance with the requirements as stated.

Vendor's Name: V/’%/w WW%//‘Q é:w el o
Authorized Signature: ‘W ﬂw j’_‘a Date: W/Vé’ 7 / %7

Purchasing Affidavit (Revised 01/04709)
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Va. Playground Services.
Virginia Little Tikes Commercial Equipment
Playground Jim Benedict P.O. 1494

ervices - 1607 East Market Street
Charlottesville, VA. 22902

iim@vaplaygrounds.com

434 249 2158 (cell)
434 296 3289 ( fax )

Frank Whittaker

Purchasing Division

State of West Virginia.

Department of Administration

2019 Washington St.

Charleston, WV 25305 RE. DNR Playground RFP

To whom it may concern,

This letter and supporting bid documents represent our reply and price quote for the DNR
Playground RFP for the referenced park site. We are quoting “ as equal and better” to the
specifications and item list indicated in this RFP. Our product is manufactured by Little
Tikes Commercial factory, hereafter “LTC”. This bid is offered by the factory by and

thru the local WV agent Va. Playground Services. We state that we comply fully with all
requirements for ASTM 1487 and CPSC 325 and ADA and IPEMA third party ‘
guidelines. We have attempted to meet the specifications and stated requirements and
drawings showing play events. Plan views and%D renderings are attached.Our actual
items list has been notated to indicate our-intended “ as equal and better” LTC equipment-
in place of vendor named in specs. Our post system is 3.5 inch OD uprights. Our swing
arch posts are 5 inch OD and the support beam is 3.5 inch OD. Our Attachments are
direct bolt. Our posts are 3.5 inch steel, prepared and powder coated in the colors
requested. Some upright posts are not aluminum, but are heavy duty OD diameter steel,
and powder coated steel with extra epoxy coating. Our posts offer 100 year warranty
against defects. Recent equipment industry standards recommend this heavy duty steel in
order to meet the demand for strength, durability, and low maintenance over time. We,
ask you to please review all attachments in support of our full compliance for this RFP.

AN REEA

— z;// %os“f SY5 7&7
. layg ound Services and LTC @7[‘{5/@ % g/% 5/4, ﬁOSﬁ




SPECIFICATION- System 11 SECTION 02790 PLAYGROUND SURFACING
A. Product Data: Submit manufacturer's product data, including warranty, maintenance and installation instruc-
-tions, ASTM F1292, F1951, F2075 test results, IPEMA certificates of compliance, and samples.
B. Manufacturer Qualifications:
1. Member of International Play Equipment Manufacturer's Association (IPEMA).
2. Total Liability Insurance Coverage: $11,000,000.
3. Sales Representatives attend National Playground Safety Institute (NPSI) training,
C. Warranty Covers Playground Surfacing for Following Periods:
1. Engineered Wood Fiber Playground Surfacing: 20 years
2. Playground Surfacing Wear Mat: 5 years
D. Manufactarer:
1. Zeager Bros., Inc., 4000 East Harrisburg Pike, Middletown, Pennsylvania 17057. Toll Free (800) 346-8524.
2. Zeager Hardwood Co., 340 Steele Road, Franklin, KY 42134, Toll Free (800} 296-9227.

“WOODCARPET® “Gplional suriace mount
Foam Mat “WOODCARPET® 10 in. Depth | ”
Containment [WOODCARPET Foam MAT®

Timbers ADA compliant ramp
1:12 Slope Max
Tie Wrap
m;ﬂ S - N AN 3 AN P
/&%fé' J:_/ / ;\//H—\ 1 \\ ‘“//”—\‘- ’a ,\\ /,",\. ’l ,\\ N ‘ 3 w\ '2 “NYLON CABLE TIES
ey DN = RN s seomee. . Above grade option . |,
L NS e B e it s i ok S ADA K DUCKBILL
’Q \,2 % o G gg? g 7 3 7 :Noodcarpafﬁ) 1:12 S“Eon;g ANCHORS
P - Subsoll 2% Grade % el 7..«‘ ax.
_E!?ram Pipe  Toward Drain Pipe DURADRAINEL: . el N
o Storm . eded ON, Anchor kit & drive rod available seperately
Drain PRODUCTS WE SUPPLY Drainage _Border

E. Application: Outdoor playground surface using resilient foam drain. Note: Duradrain is availabfe through Zeager's exclusive dealer networl, Caif for
& dealer near you,

K. Critical Height: Soil, resilient foam drain and 10 inches provides 12 feet of fall protection. Hard surface, resilient foam drain and 12 inches
provides 12 feet of fall protection (See spec for gystem 13- outdoor playground area instalied over hard surface for more info).

G. Installation Procedure:

1. Review project plans and verify that playground equipment use zones, clearances, and reach ranges will comply with ASTM F1487 sections
8,9, and 10, and with CAN/CSA-Z614 sections 14 and 15,

2. Prepare the site in accordance with the project engineer's directions and profect specifications. Eneure that site drainage is ronted away from
or arcund the playground area to prevent sand, sofl, silt, or other foreign material from contaminating the WOODCARPET®. Grade subsoil
to & min, 2% grade toward the drain pipe. Max 7-8% with stable subsurface.

3. nstall playground equipment.

4. Excavate @ minimum 8 inw. x § in.d. (20cm x 20cm) trench along the low end of the area to 2 storm drain. Instafl drain pipe.

5. Install timbers or an aliernate containment system. Provide for an access ramp up to play surface if above ground {max 7-8%) or down to if play
surface is below grade that complies with ASTM F1487 Section 10.

6. If subsoit is loose or sandy, a base layer of DURALINER® is recommended as a subsoil stabilizer under the DURADRAIN®.

7. Install DURADRAIN® panels on top of subsoil. Panels can be cut using a wility knife or a circular saw.

8. H additional vandal resistance is desived, at seams use exterior grade construction adhesive to ghue all geotextile overlaps to the adjacent panel,

9. Atthe low end of the area, wrap DURADRAIN® around drain pipe using & plastic cable tie to hold it.

*10. Instail 2 WOODCARPET® Foam or PVC Mat in cach kick-out area. If gluing a Foam Mat to the top of DURADRAIN®, first remove the
fabric from the top of the DURADRAIN® and then use adhesive to bond the Foam Mat to the top of DURADRAIN®. If' installing a
WOODCARPET® Foam Mat or PVC Mat on top of WOODCARPET®, dig a chanael around the mat edge down to the base of
the WOODCARPET® and slope mat edges down into the channel. If anchoring the mat, install anchors and plastic cable ties to attach the mat to the
anchors, Refill the channel with WOODCARPET®,

i1, Spread WOODCARPET® to a minimum depth of 7 in, (18em) affer compaction for play equipment under 4 £, (1.2m) high and to 2 minimum depth

of 9 in. {23cm) after compaction for play equipment over 4 ft. (1.2m) high and to a minimum depth of 12 in, (30cm) for play areas on fop of a hard
surface (asphalt, concrete, ete.). Natural compaction {approx. 1/3) will ocour in 2 - 6 weeks. WOODCARPET® must be compacted to be
accessible, Mechanically compacting WOODCARPET® requires approximately 15% more WOODCARPET® than natural compaction,
Exercise caution to prevent damaging the DURADRAIN® and WOODCARPET® Foam Mat.
Da not operate equipment directly on the DURADRAIN®. Doing so may tear the fabric which is bonded o the DURADRAING,
12. Inspect the playground and verify that playground equipment use zongs, clearances, and reach ranges comply with ASTM F1487 sections
8.9, and 10, and with CAN/CSA-Z614 sections 14 and 15.
13. Rake WOODCARPET® level a second time 2 weeks after instaliation is finished or as needed thereafter.
*Installation of wear mats under al! swings and other high-use areas is required in the state of California,

Copyright © 2009 Zeager Bros., Inc. 1/16/09



Specification- System 11 SECTION 02790

H. Notes: L Products-cont.
1. Inadequate drainage voids the WOODCARPET® conditional lim- 3. Playground Surfacing Wear Mat: WOODCARPET® PVC MAT

Playground Surfacing

ited warranty and hastens decomposition.

2. For immediate accessibility, install WOODCARPET® in 6 in.

maximum layers. Rake level, wet, and mechanically compact each
layer twice with a flat surface compactor. Change direction 90
degrees on second compaction. For maximum accessibility ask
about Zeager Bonded WoodCarpet®.

3. Periodic maintenance should include removing debris, raking

and topping off by performing steps 11and 12. See also WOOD-
CARPET® maintenance recommendations.

1. Products

1. Bngineered Wood Fiber Playground Surfacing: WOODCARPET®

a.Composition:

(1) Premium Woodcarpet contains 100% pre-consumer recoveted

wood.

(2) Recycled Woodcarpet may contain up to 100% post-consumer

recovered wood.

b. Dimensions: Randomly sized wood fibers.

c. Sieve Analysis, ASTM F2075: Meets criteria.

d. Hazardous metal, ASTM F2075: Meets criteria.

e. Tramp metal, ASTM F2075: Meets criteria.

f. Impact, ASTM F1292: § inches meets criteria np to 8 foot fal
height and 12 inches meets criteria up to 12 foot fall height.

2. Accessibility, ASTM F1951-08: Meets criteria.

h. Resistance to Flammability, 16 FR Part 1630 Standard for
Surface. Flammability of Carpets and Rugs (FFI-70), Modified
Procedurer. Not Oven Dried: Meets Criteria.

i. Flammability, 16 CFR 1500.44, Federal Hazardous Substances
Act Title 16, Chapter 11, Subchapter C for Rigid and Pliable
Solids: Did not ignite.

j. IPEMA Certification to F1292: 8 inch thickness rated to 8ft. and
12 inches rated to 12 ft. 9” over 17 Duradrain rated to 12ft.

k. IPEMA Certification to F2075: Tramp metal,seive analysis &
heavy metals.

. Resilient Foam Drain: Duradrain
a. Compesition: Closed-cell, cross-linked, polyethylene foam.
b. Recycled content: 100% pre-consumer recovered foam.
¢. Top surface: Covered with polyester spun bound fabric,
d. Size: 487 x 727 in.
e. Weight: 89 ounces per square yard.
f. Thickness: 1" w/ channels.
2. Density: 86 ounces per cubic foot.
h. Transmissivity, ASTM D4716: 3.65E-003 m? / sec.
i. Flow Rate, ASTM D2434: + 38 gallons/ minute per sq. ft.
k. Impact, ASTM F1292: 1" Alone meets criteria up to 2% feet.
1. IPEMA Certified: Under 9 inches of Woodcarpet, rated to 121t

Copyright © 2009 Zeager Bros., Inc.

a. Composition: Polyvynhlcloride (PVC). Meets CPSIA Federal Act

for Lead and Phthalate acceptable levels.

b. Recycled Content: 60 % Preconsumer recovered pve.

¢. Drain Holes: 3/8 inch diameter holes, one per 10 square inches.

d. Size: 42 in. x 42 in. [slide exit], 42 in. x 78 in. [swing], 78 in. x 78
in.[tire swing, vertical spinner], 78 in. x 90 in. [swing bay], 156 in.
0D x 73.5 in. ID [merry go round, supernoval, 67.5 in. OD [supe
noval.

e. Weight: 3.0 pounds per square foot.

f. Thickness: % inches.

g. Impact, ASTM F1292: Over 11.25 inches of Woodcarpet, meets crite-

-ria up to 12 feet.

h. IPEMA Certification: Over 11.25 inches of Woodcarpet, rated to 12

feet.

4. . Playground Surfacing Wear Mat: WOODCARPET® FOAM MAT.

&. Composition: Closed-cell, cross-linked, polyethylene foam.

b. Recycled content: 100% pre-consumer recovered foam.

¢. Top surface: Covered with layer of heavy duty vinyl.

d. Drain holes: 3/8 diameter holes, one per square foot.

e. Size: 44 in. x 44 in. {slide exit], 44 in. x 74 in. [swing]

f. Finished size: 32in.x32in. {slide exit], 32inx62in. [swing}

g Weight: 1.13” thick= 1.1 pounds per square foot.

h. Thickness: 1.13

i. Impact, ASTM F1292: 1 in. thick mat meets criteria up to 3 feet.

j- PEMA Certification: 17 thick mat over 11" of Woodcarpet rated to
1211, fall protection.

1-16-09
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G‘EOSYNTH ETICS

WOVEN SLIT FILM GEOTEXT%LES

Featuring high tensile strengths and low elongations our Geotex® woven
geotextiles have a remarkable capacity for filtering soils, distributing loads,
reducing rutting and extending the life of paved and unpaved roadways. Made
from individual yarns woven together fo provide dimensionally stable geotextiles,
they are resistant to ultraviolet (UV) degradation and to biological and chemical
environments normally found in soils. All of our waven geotextiles are backed

by decades of in-field performance in everything from separation and filtration to
erosion control and waste containment applications.

1007741 GEOTEX 135ST/2000 (12.5X432) 600SY/RL
1008421 GEOTEX 135ST/2000 (17.5X360) 700SY/RL
1007738 GEOTEX 200ST/2002 (12.5X432) 600SY/RL
1007742 GEOTEX 200ST/2002 (17.5X309) 600SY/RL
1008445 GEOTEX 2505T/2004 (12.5X360) 500SY/RL
1008446 GEOTEX 250ST/2004 (17.5X258) 501.67SY/RL.
1007997 GEOTEX 315ST/2606 {12.5X360) 500SY/RL
1008066 GEOTEX 315ST/2006 (17.5X258) 501.67SY/RL

NONWGOVEN GEOTEXTILES

Made from the highest quality polypropylene fibers, our Geotex® nonwoven
geotextiles are needlepunched to form a strong fabric that retains its
dimensional stability, adding years to the life of any roadway, railroad, landfill
or civillenvironmentai engineering project. Used in subsurface drainage,
separation, stabilization, erosion control and cushioning applications, our
geotextiles are resistant to uliraviolet (UV) degradation and to bloiogica! and
chemlcai environments normally found in soils.

Geotex® Lightweight Nonwovens

The abiiity of lightweight Geotex® nonwoven needle punched geotextiles
{0 restrict soil pariicles but allow water to easily pass through makes them
perfect for filtration and/or separation applications.

1009743 GEOTEX 311/4535 (12.5X360) 500SY/RL
1004840:GEOTEX 311/4535 (15X360) 6005Y/RL
1009744 GEOTEX 351/4545 (12.5X360) 500SY/RL
1004779 GEOTEX 351/4545 (15X360) 600SY/RL
1008179 GEOTEX 451/4547 (12.5X360) 500SY/RL
1008178 GEOTEX 45‘!!4547 {15X360) 600SY/RL

Geotex® and Petrotac® are registered trademarks of Propex Inc.

172

A EARRIS|




O R W ITL = T)

/ (g 221
&5V en 57
KID BUILDERS™ SPECIFICATIONS

Plastic Caps shall fit snugly inte 127 mm (5"} and 33 mm (1,315") tube ends and shalf be injection molded Low Density
Polyethylene. This plastic shall be stabilized against ultraviolet (UV} degradation and shall have color molded in. All caps will
be installed at the factory and 127 mm (57} caps will be secured with aluminum hammer drive pins.

Aluminum Caps shail fit snugly ints 127 mm (5") tube ends and shall be Cast Aluminum. Aluminum Caps shall have a
haked-on electrostatically applied polyester dry powder coating. All caps will be installed at the factory and will be secured
with aluminum hammer drive ping.

Paint shall be an electrostatically appiied polyester dry powder coating which shall be cured at temperatures between 400
and 600 degrees Fahrenheit. The polyester powder shall comply with ASTM standards: D-522 (Flexibility Mandre} Test), D-
2794 (impact Resistance Test}, B-117 {Salt Spray Resistance Test), D-2247 (Humidity Resistance Test), D822
{(Weatherability Test), D3363 (Pencil Hardness Test), D2454 {Overbake Resistance Test) and D3359B (Adhesion
Crosshatching Test). Epoxy or Hybrid paints are not acceptable due to poor weatherability characteristios.

Rotationally Molded Plastic Parts shall be molded from finear low density polyethylene with ultraviolet (UV) light
stabilizers, anti-static guard and color molded in. This material shall comply with ASTM-D-780 (Flex Modulus), ASTM -D-638
(Tensile Strength), ASTM-D-648 (Heat Distortion Temperature} and ARM-STD (Low Temperature impact).

Textured Poly-Vinyl-Chloride coating shall be an average of 3 mm (118"} thick. Poly-vinyl-chioride ceating shall be oven
cured and textured for added traction when wet or dry.

Hardware: Boits, Nuts, Screws, Threaded Spacers, Washers and Other Hardware used in the assembly of compeonents
shall be metric stainiess steel and tamper resistart. All necessary hardware shall be provided.

Deck Clamp assemblies shall consist of two steel half-clamps. Clamp profiles shall be designed fo eliminate profrusions.
Clamps shall be die formed from 12 gauge draw quality steel. Clamps shall have a 6 mm (25"} radius rib formed in the top
and hottom of the clamp for structural integrity. The clamp attachment bracket shall be formed from 11 gauge sheet steel
and shall be welded securely to the clamp half. All clamp halves shall be zinc plated, yellow dichromate coated and
phosphate coated before being TGIC polyester powder coated, Tamper-resistant fasteners shall be used to retain clamps
and shall consist of M10 six lobe socket head stainless steel cap screws and M10 slab-base Tee nuts. All clamps shall be
provided with aluminum hammer drive pins to protect against sfippage.

Rail Clamp assemblies shall consist of two steel half-clamps. Clamp profiles shall be designed to eliminate profrusions.
Clamps shall be die formed from 12 gauge draw quality steel, Clamps shali have a minimum 6 mm (.25") radius rib formed
in the fop and botiom of the clamp for structural integrity. All clamp halves shall be zinc plated, yellow dichromate coated and
phosphate coated before being TGIC polyester powder coated. Tamper-resistant fasteners shall be used to retain clamps
and shalf consist of M10 six lobe socket head stainless steef cap screws and M10 slab-base Tee nuts. All clamps shall be
provided with aluminum hammer drive pins fo protect against slippage.

Wing Clamp assemblies shall consist of two steel half-clamps, Clamp profiles shall be designed to efiminate profrusions.
Clamps shall be die formed from 12 gauge draw quality steel. Clamps shail have a 6 mm (25"} radius rib formed in the top
and bottom of the clamp for structural integrity. The clamp wing bracket shall be formed from 7 gauge sheet steel and shall
be welded securely fo the clamp half. All clamp halves shall be zinc plafed, yellow dichromate coated and phosphate coated
before being TGIC polyester powder coated. Tamper-resistant fasteners shalt be used to retain clamps and shall consist of
M10 six lobe socket head stainless steel cap screws and M10 slab-base Tee nuts, All clamps shall be provided with
aluminum hammer drive pins fo protect against slippage.

Colored Kick Plates and Deck to Deck Activity Plates shall be fabricated from 13 gauge (2.3 mm) pre-galvanized sheet
steel. After fabrication, deck to deck plates shall have a baked-on electrostatically applied polyester dry powder coating. 87,
12" and 16" plates shall have fun faces laser cut into them. 247, 28" and 32" plates shalt have grooves cut into them with
optional slider “Parachute/shapes” fabricated frorn CNC Routed high density polyethyiene sheet.

Galvanized Steel Posts shalt be 127 mm {5"} O.D., 11 gauge pre-galvanized round fubing. Minimum tensile strength shall
be 380MPa (55,000psi). Minimum yield point shali be 3456MPa {50,000psi). The bottom portion of all upright posts shall be
crimped slightly to enhance retention in concrete footings. Plastic caps shall fit into the uncrimped end of the 127 mm (5%)
tube, After fabrication, all posts shall have a baked-on electrostatically applied polyester dry powder coating.



Alurminum Posts shall be 127 mm (5 0.D., 3 mm ((118") extruded round tubing. The type of aluminum shall be 6061-16
or B062-T6. Minimum fensile strength shall be 275MPa (38,000psi). Minimum yietd point shall be 255MPa (36,500psi). The
components shail be cleaned in a six bath system prior to painting. The bottom portion of alt upright posts shall be crimped
stightly to enhance retention in concrete footings. Plastic caps shalt fit into the uncrimped end of the 127 mm (§") tube. After
fabrication, all posts shall have a baked-on electrostatically applied polyester dry powder coating.

Square Vinyl Clad Metal Decks shali cover a minimum of 1.46 square meters (2,275 square inches) of top surface area,
be a one-piece construction and be designed to malintain a full 1.2 m (48") on center post spacing. Metal decks shall be
fabricated from 13 gauge hot rofled steel which shall be punched, formed and reinforced with welded in place 11 gauge
strips. Decks shall have a pattern of equally spaced holes on each edge to provide flush mounting of play events that attach
to the deck. This hole pattern shalt allow multiple decks to be assembled at the same leve! providing & surface without size
limitations. This assembly shall be dipped in a textured poly-vinyl-chioride coating.

Triangular Vinyl Clad Metal Decks shalt be fabricated from 13 gauge hot rolled steet which shall be punched, formed and
reinforced with welded in place 11 gauge strips. Each friangular deck shall cover a minimum of 0.83 sguare meters (985
square inches) of top surface area, be a one-piece construction and be designed to maintain a full 1.2 m (48" on center post
spacing. Decks shall have a patiern of equally spaced holes on each edge to provide flush mounting of play events that
attach to the deck. This hole pattern shall alow multiple decks at the same level to be assembled providing a surface without
size fimitations. This assembly shall be dipped in a textured poly-vinyl-chioride coating.

Kid Builders™ to MaxPlay Triangular Viny! Clad Metal Decks shall be fabricated from 13 gauge hot rolled steel which
shall be punched, formed and reinforced with welded in place 11 gauge strips. Each tfangutar deck shall cover a minimum
of 0.55 square meters (852 square inches) of fop surface area, and be a one-piece construction. it shall be designed to
maintain a full 1.2 m (48" on center post spacing on two deck edges and 1.05 m {41.3"} on the third edge. Decks shalt have
a pattern of holes on each edge to provide fiush mounting of play events that attach fo the deck. This hole pattern shalf allow
multiple decks at the same level to be assembled providing a surface without size limitations. This assembly shall be dipped
in a textured poly-vinyl-chioride coating.

Half-Hex Viny! Clad Metal Decks shall be one piece and cover & minimum of 1.88 square meters {2,955 square inches) of
top surface area. Metai decks shall be fabricated from 13 gauge hot rolled steel which shall be punched, formed and
reinforced with weided in place 11 gauge strips. Decks shall have a pattern of equally spaced holes on each edge to provide
flush mounting of play events that attach to the deck. This hole pattern shall allow multiple decks at the same level to be
assembled providing a surface without size limitations. This assembly shalt be dipped in a textured poly-vinyl-chloride
coating.

Fuft-Hex Vinyl Ciad Metal Decks shall cover a minimum of 3.78 square meters {5,900 square inches) of fop surface area
and be designed to maintain a full 1.2 m (48"} on center post spacing. Construction shall consist of two half-hex shaped
decks assembled together during installation. Metal decks shall be fabricated from 13 gauge hot rolled steel which shall be
punched, fermed and reinforced with welded in place 11 gauge strips. Decks shail have a pattern of equally spaced holes on
each edge to provide flush mounting of play events that attach to the deck. This hole pattern shali aflow multiple decks at the
same fevel to be assembled providing a surface without size limitations. This assembly shall be dipped in a textured poly-
vinyl-chloride coating.

Balcony Vinyl Clad Metal Decks shall cover 2 minimum of 365 square meters (567 square inches) of top surface area
and be designed to maintain a full 1.2 m (48"} on center post spacing. Construction shall consist of one semi circle shaped
deck. Metal decks shall be fabricated from 13 gauge hot rolted steel, which shalt be punched, formed and reinforced with
welded in place 11 gauge strips. Deck shall have a pattern of equally spaced heles on one edge to provide flush mounting to
the deck. This assembly shall be dipped in a textured poly-vinyi-chlorlde coating. Balcony Rails provide fult enclosure and
shalf be fabricated from 33 mm {1.315") O.D. pre-galvarized stee! fubing. Ralls shall have a baked-on electrostaticafly
applied nolyester dry powder coating,

Accessible Balcony Vinyl Clad Metal Decks with Steering Wheel shall cover a minimum of 365 square meters (567
square inches) of top surface area and be designed to maintain a fuli 1.2 m (48") on center post spacing. Construction shall
consist of one semi circle shaped deck. Metal decks shall be fabricated from 13 gauge hot rolled steel, which shalt be
punched, formed and reinforced with welded in place 11 gauge strips. Deck shall have a pattern of equally spaced holes on
one edge to provide flush mounting to the deck. This assembly shall be dipped in a textured poly-vinyl-chloride coating,
Balcony Ralls provide full enclosure and shail be fabricated from 33 mm (1.315") O.D. pre-galvanized steel tubing. Two
horizontal rails shall be fabricated from 33 mm (1.3157) O.D. pre-galvanized steel tubing, with a steel plate welded between
to attach the Aluminum Steering Wheel, Ralls shalt have a baked-on electrostatically applied polyester dry powder coating.
The Aluminum Steering Wheel shall be cast in Tenzaloy, a high strength, seif-aging aluminum alloy of the aluminum-zine-
magnesium type. This alloy shail comply to ASTM standards: B179-73, 826-72, B108-73, and Federal Specifications: QQ-A-
3711, QQ-A-861d, and QQ-A-586e. Steering wheel shall mount to a 33 mm (1.315") O.D. pre-galvanized tube, After
fahrication, all these components shall have a baked-on electrostatically applied polyester dry powder coating.



Vinyl Clad Step Deck pianks shail cover a minimum of 0.4 square meters {624 square inches) of top surface area per step
and be designed to maintain a full 1.2 m (48") on center spdcing. Metal step decks shall be fabricated from punched sheet
steel and shalf have 84 mm (2.5") formed sides. This assembly shall be dipped in textured poly-vinyi-chloride. Step deck shatt
mount using two 33 mm (1.315") handrails which shall have a baked-on electrostatically applied polyester dry powder
coating.

Vinyl Clad Rest Dack shali cover a minimum of 2.5 meters (3,872 square inches) of top surface area, be a two-piece
construction of a 1/2 deck and a frapezoid deck and be designed fo maintain a full 1.2 m (48") on center post spacing. Metal
decks shall be fabricated from 13 gauge hot rolled steel which shall be punched, formed and reinforced with welded in place
11 gauge strips. Decks shall have a pattern of equally spaced hofes on each edge to provide fiish mounting of play events
that attach to the deck. This hole pattern shalt allow muftipie decks to be assembled ai the same level providing a surface
without size limitations. This assembly shall be dipped in a textured poly-vinyl-chloride coating.

Vinyl Clad Half Deck shall cover a minimum of .73 square meters (1,138 square inches) of top surface area and be a one-
piece construction. Metal decks shali be fabricated from 13 gauge hot rolled steel which shall be punched, formed and
reinforced with welded in place 14 gauge strips. Decks shall have a pattern of equally spaced holes on each edge fo provide
flush mounting of play events that attach to the deck. This hele pattern shall aflow multipie decks to be assembled at the
same level providing a surface without size limitations. This assembly shall be dipped in a textured poly-vinyl-chloride coating.

Vinyl Clad Trapezoid Deck shall cover a minimum of 1.8 meters {2,720 square inches) of top surface area, be a one-piece
construction and be designed to maintain a fufl 1.2 m (48") on center post spacing. Metal decks shall be fabricated from 13
gauge hot rofled steel which shall be punched formed, and reinforced with welded in place 11 gauge strips, Decks shall have
a pattern of equally spaced holes on each edge to provide flush mounting of play events that attach to the deck. This hole
pattern shall alfow muitiple decks o be assembled at the same level providing a surface without size limitations. This
assembiy shall be dipped in a textured poly-vinyl-chioride coating.

1,2m (487} and 915 mm {36") Transfer Station shall consist of two tiangular decks, a three step assembly for the 1.2 m
{48™ and two step assembly for the 815 mm (36"} and handrails. Each friangular deck shali be fabricated from 11 gauge
sheet steel, covering .27 square meters (575 square inches) and have three 25 x 152 mm (1" x §”) hand slots incorporated
into the deck surface for aid in user transition. The step assemblies provide access from the transfer decks to a 1.2 m (487}
deck height or 815 mm (36" deck helght, Each step shall have a tread depth of 408 mm (16") and a tread width of 853 mm
{37.57), with each rise 203 mm (8") or [ess. Each step assembly shall have an all welded construstion from 11 gauge sheet
steel. Each step assembly and Transfer Deck shall be dipped in a textured poly-vinyl-chioride coating. Transfer Station
handrails1shall be fabricated from 33 mm (1.315" O.D., pre-galvanized, 14 gauge tubing. Transfet Station loops shall be
fabricated from 42.2 mm (1.86”) O.D,, pre-galvanized, 11 gauge tubing, All welded handrait assemblies shall have a baked-
on electrostatically applied polyester dry powder coating.

Transfer Station Safety Rails shall be fabricated from 33 mm (1.315") pre-galvanized steel tubing. Safety raile shall
provide an enclosure and shall have no gaps greater than 80 mm (3.15%) and less than 254 mm (10), especiafly between
vertical rungs and posts. The vertical rungs of safety rails shalf be semi-flattened prior to welding to the horizontal top and
bottom bar and shall be welded continuously around the entire perimeter. Safety raifs shall have a baked-on electrostatically
applled polyester dry powder coating.

Inter-Deck Step shall be completely fabricated from 11 gauge steel. The step surface shall measure 203 mm (8") deep by a
minimum of 406 mm §16") wide, with rises limited to 203mm (8"). The complete assembly shall be coated in 2 textured poly-
vinyl-chloride coating after fabrication. Hand loops shall be made from 33 mm (1.315") diameter pre-galvanized tubing and
shalt have a baked-on electrostatically applied polyester dry powder coating.

Deck to Deck Steps shall consist of welded tread, riser and stringer sections fabricated from 13 gauge hot rofled steel. This
assembly shall be dipped in a textured poly-vinyl-chleride coating. Handrads shall be fabricated from 33 mm {1.315") O.0.
pre-galvanized tubing with a baked-on electrostatically applied polyester dry powder coating.

2.4 m {8') Viny! Clad Metat Ramps shall be a minimum of 815 mm (38") wide. Metal Ramps shall be fabricated from
punched sheet steel with 76 mm (3") formed sides. Ramp assembly shall be dipped in textured poly-vinyl-chioride.

1.8 m {8"} Ramp shall be & minimum of $15 mm (36" wide. Metal ramps shall be fabricated from punched sheet steel with
76 mm (3"} formed sides. Ramp assembly shall be dipped in textured poly-vinyl-chloride.

Rarp Double Raits shall be fabricated from 42.2 mm (1.66") ©.D. pre-galvanized steei tubing. Rails shall have a baked-on
electrostatically applied polyester dry powder coating.

Ramp Safety Rails shall be fabricated from 33 mm (1.315") pre-galvanized steel tubing. Safety rails shall provide an
enclosure and shalt have no gaps greater than 80 mim (3.15") and less than 264 mm (10"), especially between vertical rungs
and posts, The vertical nings of safety raits shail be semi-flattened prior to welding to the horizonal top and botlom bar and
shall be welded continuously around the entire perimeter. Safety rails shail have a baked-on electrostaticatly applied
polyester dry powder coating.

Ramp Guard Rails shall be fabricated from 33 mm (1.315") pre-galvanized steel tubing. Guard ralis shall have a baked-on
electrostatically applied polyester dry powder coafing.



2.4 m {8} Vinyl Clad Accessible Bridges shail be a minimum of 815 mm {36") wide. Metal ramps shall be fabricated from
11 gauge punched sheet steel with 76 mm (3”) formed sides. Bridge assemblies shall be dipped in textured poly-vinyl-
chioride coating.

Accessible Bridge Safety Rails shall be fabricated from 33 mm {1.315") pre-galvanized steel tubing. Safety rails shalt
provide an enclosure, and shall have no gaps greater than 76 mm (37} and less than 254 mm (10"}, especially between
vertical rungs and posts. The vertical rungs of safety rails shail be flaftened prior to welding to the horizontal top and bottom
bar and shali be welded continuously around the entire perimeter. Safety Rails shall have a baked-on electrostatically applied
polyester dry powder coating.

1.2 m (4") and 2.4 m (8'} Arch Bridge shall be a minimum of 815 mm (36") wide. Arch Bridge shall be fabricated from
precision punched 13 gauge steel with 76 mm (3") formed sides. Bridge assemblies shall be dipped in a textured poly-vinyl-
chioride coating.

Arch Bridge Safety Rails verticat rungs shall be fabricated from 25 mm (1"} pre-galvanized steel tubing. The horizontal rails
shall be fabricated from 32 mm {1.315%) pre-galvanized steel tubing. Safety rails shall provide an enclosure, and shail have
no gaps greater than 80 mm (3.15" and less than 254 mm (107), especially between vertical rungs and posts, Safety ralls
shall have a baked-on electrostatically appfied polyester dry powder coating.

Arch Bridge Guard Rails shall be fabricated from 33 mm (1.315") pre-galvanized steel tubing. Guard rais shall have a
baked-on electrostatically applled polyester dry powder coating.

90 Degree and “$" Bridge with Safety Rails shali be a minimum of 915 mm {36”) wide. Bridges shall be fabricated from
laser cut 11 gauge steel with 76 mm (3" formed sides. Bridge assembiies shall be dipped in a textured poly-vinyl-chloride
coating. Safety Rails vertical rungs shail be fabricated from 25 mm (1") pre-galvanized steel tubing. The horizontal rails shall
be fabricated from 33 mm (1.215") pre-galvanized steel fubing. Safety rails shail provide an enclosuré, and shalt have no
gaps greater than 80 mm {3.15" and Jess than 254 mm (10"), especially between vertical rungs and posts. Safety rails shall
have a baked-on electrostatically applied polyester dry powder coating.

2.4 m (8 and 3.66 m {12} Viinyl Clad Clatter (Suspension) Bridge (U.S. Patent #5,118,099) planks shalt be pre-
assembled af factory for ease of instaliation. Clafter Bridge planks shail be fabticated from one piece of 11 gauge punched
and formed hot rolled sheet steel. The clatter bridge plank shall be dipped in textured poly-vinyl-chloride and oven-cured.
Assembly of planks shall be such that no open gaps ocour between planks. Plank to plank joints shall be pinch proof to the
user. No cables or chains shall be used in the assembiy of the planks. Clatter bridges shaf have a dual rail side enclosure
fabricated from 33 mm (1.315" pre-galvanized steef tubing, curved to match the curve of the bridge, to provide user stability
at a consistent height along the bridge and shall have a baked-on electrostatically applied polyester dry powder ceating.

Cat Walk shall be manufactured from 3 mm (11 gauge} sheet steel with 3 mm (11 gauge) steel sides and end supports, Cat
Waik shail be dipped in & textured poly-vinyl-chloride and oven cured to a durable fintsh. Cat Walk shali have a dual rail side
enclosure. Top and bottom rails shall be fabricated from 42.2 mm (1.625" O.D. pre-galvanized steel tubing with vertical rails
welded to the top and bottom rail, Vertical raits shall be fabricated from 25 mm (1"} 0.D. pre-galvanized steel tubing. End
sections shall be fabricated from 33 mm {1.315") O.D. pre-galvanized steel tubing, with 3 mm (11 gauge) sheet steel end
plates. After assembily side snciosures and end sections shali have a baked-on electrostatically applied polyester dry powder

coating.

Cargo Bridge net shall be fabricated from rope consisting of six nylon wrapped steel cables twisted around a nylon core.
Each perpendicudar joint shali be rigidly secured. Carge bridge shall be mounted using a 60 mm (2,375") x 11 gauge pre-
galvanized steel frame.

Burmese Bridge shall be designed to work between posts on 3.7 m (12') centers. All chains shall be pre-galvanized, the
vertical chains shalt be dipped in a poly-vinyi-chloride coating. Handrails shall be fabricated from 60 mm (2.375%) pre-
galvanized steel tubing and shali have a baked-on elestrostatically applied polyester dry powder coating.

Stainless Steel Single Wide Slide badway shall be 476 mm (18.75%) wide single piece 16 gauge 304 stainless steel. 11
gauge steel brackets shall reinforce the entrance and exit of the slide. Side rails shall be 32 mm (1.25") wide x 105 mm
(4.125%) high 11 gauge *D" style aluminum, closed by cast aluminum end caps permanently riveted in place. Slide end
suppott shall be fabricated from 38 mm (1.5") square tubing. Enclosure shall be fabricated from 33 mm (1.3157) C.0.,
galvanized stee! tubing. All steel fubing shall have a baked-on electrostatically applied polyester dry powder coating. A mini
transitiorr deck shall be fabricated from 13 gauge sheet steel and vinyl dipped.

Stainless $teel Double Wide Slide bedway shali be 755 mm {29.7") wide single piece 16 gauge 304 stainless steel. 11
gauge steel brackets shall reinforce the entrance and exit of the slide, Side raffs shall be 32 mm (1.25") wide x 105 mm
(4.125" high 11 gauge “D” style aluminum, closed by cast aluminum end caps permanentiy riveted in place. Single rail shall
be fabricated from 33 mm {1.315" O.D. galvanized tubing. Stide end support shalf be fabricated from 38 mm (1.5%) square
tubing. All steel tubing shali have a baked-on electrostatically applied polyester dry powder coating.



360° Stainless Steel Spiral Side shall consist of formed 16 gauge 304 stainless steel sections, Sections shall be welded fo
182 mai (6”) stainless steel tubing. An extruded aluminum edge trim shall be attached with pop rivets. The enclosure frame
shall be fabricated from 33 mm (1.315") pre-galvanized stee! tubing. Slide enclosures shalt have no gaps greater than 76
mm (3" and less than 254 mm (10", especially between vertical rungs and posts, The vertical rungs shall be fabricated from
25 mm {17} pre-galvanized steel tubing. After fabrication the entire assembly shall have a baked-on electrostatically applied
polyester dry powder coating. Stide fransition decks shalt be fabticated from punched sheef steel and shall cover a minimum
of 1.25 square meters {1,932 square inches) of fop surface. This assembly shall be dipped in a textured poly-vinyl-chioride
coating.

Stainfess Steel Elbow Slide shall consist of formed 16 gauge 304 stainless steel sections. Sections shall be welded to 152
mm (67) pre-galvanized steel tubing. An extruded aluminum edge tritn shall be altached with pop rivets. The enclosure frame
shall be fabricated from 33 mm (1.315") pre-galvanized steel tubing. Sllde enclosures shall have no gaps greater than 76
mm (3" and less than 254 mm (107}, especially between vertical rungs and posts. The vertical rungs shalt be fabricated from
26 mm (1") pre-galvanized steel tubing. After fabrication the entire assembly shall have a baked-on electrostatically applied
polyester dry powder coating. Slide transition decks shall be fabricated from punched sheet steel and shall cover a minimum
of 1.25 square meters (1,932 square inches) of top surface. This assembly shall be dipped in a textured poly-vinyl-chloride
coating.

Haif Pipe Sectional Slides with Hoods shali be comprised of sectios rotationally molded from linear low density
polyethylene. The siide enciosure shalt also be rotationally molded from finear low density polyethylene. The end support and
mid supports shall be fabricated from 48.3 mm (1.97) O.D. pre-galvanized tubing, 2.3 mm (13 gauge) and 3.0 mm (11
gauge) pre-gatvanized sheet steel. The supports shall have a baked-on electrostatically applied polyester dry powder
coating.

Triple Wide Slide shall be rotationally molded from linear fow density polyethylene with ultraviolet (U.V.) light stabilizers,
anfi-static guard and color molded in. Triple wide slide sides shall be 203 mm (8") high from the slide surface. Slide surface
shall have ridges for auditory and tactife sensation with finger maze and hand print gauge molded in underside. Triple wide
slide shail be a one piece design with ftwo dividers having no seams joints or gaps.

Wave Slide with Hood shall be rotationally moided from linear low density polyethytene. Top of the slide hood shall be at
feast 865 mm (38"} above the deck surface. The connection between the sfide and the slide hood shall prohibit string
entanglement. Plastic slide side rails shall be a minimum of 203 ram (8") high from the slide surface and slide bedway shall
be designed with a 408 mm (16") minimum width. Plastic slides shall have the manufacturer's tradematk appiled to identify
the source of the product, Sfide bed shall be one-piece with no seams or joints, Slide end support shall be fabricated from 38
mm {1.5%) square tubing and shall have a baked-on electrostatically applied polyester dry powder coating. Mid support shall
be fabricated from 42.2 mm {1.86%) O.D. tubing and shall have a baked-on electrostatically applied polyester dry powder
coating.

Double Wide Slide with Hood shall be rotationally melded from linear low density polyethyiene. Plastic double wide slide
sides shall be 203 mm (8") high from the slide surface and slide bedway shall be designed with a 406 mm (16”) minimum
width. Double wide stide shati be a one-piece design with a center divider having no seams, joints or gaps. Plastic slides shali
have the manufacturet's trademark applied to identify the source of the product, Slide end support shall be fabricated from
38 mm (1.5") square tubing and shall have a baked-on electrostaticaily applied polyester dry powder coafing. Mid support
shafi be fabricated from 42.2 mm (1.68") 0.1, tubing. Al steel tubing shall have a baked-on elecirostatically apphed
polyester dry powder coating.

360° Spiral Slide (U.S, Patent #D338,517) with Hood shall be two piece with a seamiess bedway, rotationally melded
from Hinear low density polyethylene, Stide side ralls shall be a minimum of 355 mm (14") high from the slide surface. Center
post shall be 88 mm (3.5") pre-galvanized tubing. Slide bed and enclosure shall conform to United States CPSC guidefines
for spiral slides. Spiral slide shalt provide a full 360° of rotatlon. Slide transition decks shall be fabricated from punched sheet
steel and shalf cover a minimum of 0.7 square meters (1,080 square inches) of top surface. This assembly shall be dipped in
textured poly-vinyl-chloride coating. Slide enclosures shall be fabricated from 33 mm {1.315") 0.D. pre-galvanized steel
tubing and shall have a baked-on electrostatically applied polyester dry powder coating. Slide enclosures shall have no gaps
greater than 76 mm (3" and less than 254 mm (107), especially between vertical rungs and posts,

Duraglide™ Spiral Slide shall have an infestion molded sectional bedway with a 519 mm (20.47) high side wall. Sfide entry
area shall be enclosed by 1016 mim (40") panels.

KB Infinity Stainless Steel Spiral Slide shall consist of formed 16 gauge 304 staintess steel sections. Sections shall be
welded to 152 mm (B") diameter 11 gauge staihless steel tubing. An exiruded atuminum edge trim shall be attached with pop
rivets. The enclosure frame shall be fabricated from 33 mm (1.315%) pre-galvanized steel tubing. Slide enclosures shall have
no gaps greater than 76 mm (3") and fess than 254 mm (107), especially between vertical rungs and posts. The vertical
rungs shall be fabricated from 25 mm (17} pre-gaivanized steel fubing. After fabrication the entire assembily shall have a



baked-on electrostatically applied polyester dry powder coating. Slide transition decks shall be fabricated from punched
sheet steel and shafl cover a minimum of 1,25 square meters (1,932 square inches) of top swrface. This assembly shali be

dipped in a textured poly-vinyl-chioride coating.

Elbow Slides with Hood shalf be rotationally motded from linear low density polyethylene. Slide side rails shall be a
minimum of 229 mm (8"} high from the shide surface. Slide enclosure shall be fabricated from 33 mm (1.315") Q.D. tubing.
Slide end support shall be fabricated from 38 mm {1.5") square tubing. Ali steef tubing shall have a baked-on electrostatically

applied polyester dry powder coafing.

Tunnel Slides shali be configured to approximately a 762 mm (30%) internal diameter cross section, Tunnel panels shall
have the manufacturer's frademark applied to identify the source of the product. Tunnel slides shall be assembled using an
overlap joint on section connections and shall net have any internal hardware. Tunnels, elbows and panels shall be
rotationally moided from linear low density polyethylene, Tunnel slide end supports shall be fabricated from 38 mm (1.5")
square, pre-gaivanized steel tubing and mid supports shall be fabricated from 42.2 mm (1.66") O.D. pre-galvanized stee!
tubing. Both supports shalt have a baked-on electrostatically applied polyester dry powder coating.

Bannister Rails shalf be fabricated from 80 mm (2.375") C.D. pre-gaivanized steel fube. All components shalt have a
baked-on electrostatically applied polyester dry powder coating.

Sliding Poles shall be fabricated from 42.2 mm (1.66") O.D. pre-gaivanized steel pipe. After fabrication all components
shall have a baked-on electrostatically applied polyester dry powder coating. The top support brace shall be fabricated from

33 mm {1.315" 0.D, pre-gaivanized steel pipe.

Leg Lift Loop shall be fabricated from 33 mm (1.315") O.D., pregalvanized steel tube. Leg Lift Loop shall attach to the post
using a steal clamp assembly, Clamp profiles shall be designed to eliminate protrusions. Clamps shall be die formed from 12
gauge draw quality steet. Clamps shall have a minimum 8 mm (.25") radius rib formed in the top and bottom of the clamp for
structural integrity. All clamp halves shall be zinc plated, yellow dichromate coated and phosphate coated before being TGIC
polyester powder coated. Tamper-resistant fasteners shall be used to retain clamps and shall consist of M10 six icbe socket

head stainless steel cap screws and M10
stab-base Tee nuts. All clamps shall be provided with aluminum hammer drive pins to protect against slippage.

Cliff Climb shall be rotationally molded from Enear low density polyethylene. The Cliff Climb shall have the appearance of a
rock face with foot and hand hoids molded in for sealing. The rear of the Cliff Climb shall house a mirror fabricated from

Type 430, 18 gauge, No 2 bright annealed stainless steel.

Tikes Peak Climber/Blocks shall be rotationally moided from linear low density polyethylene. Footing supports are
fabricated from pre-galvanized 48 mm (1.875”) and 25 mm (1"} diameter steel tubing welded with 11 gauge pre-galvanized
steel. The supports shalt have a baked-on electrostatically applied polyester dry powder coating, Asfsemb!y hardware is

stainless steef,

KB Infinity Climber Ground to Deck shall be rotatiorally molded from linear iow density polyethylene. Footing supporis are
fabricated from pre-galvanized 42.2 mim (1.660" diameter steel tubing welded with 11 gauge pre-galvanized sheet steel.
The enclosure shall be fabricated from 42.2 mm (1.66" 0.D. and 33.4 mm (1.315") O.D. pre-galvanized steel tubing and
from 11 gauge pre-galvanized sheet steel. The supporis and enclosure shall have a baked-on electrostatically applied
polyester dry powder coating. Assembly hardware is stainless steel.

Tikes Peak Square Deck Add-on Wedges shall be rotationally molded from linear low density polyethylene. Assembly
hardware is stainless sieel.

Tikes Peak Gecko/Snake Panels shall be rotationally molded from near low dansity polyethylens. The panset to deck
attachment bracket shall be fabricated from 11 gauge pre-galvanized sheet steel. The brackets shall have a baked-on
electrostatically applied polyester dry powder coating. Assembly hardware is stainless steel.

Tikes Peak Climber with Safety Loops shalt be rotationally molded from linear low densiy polyethylene, Foofing supports
are fabricated from pre-galvanized 48 mm (1.875%) and 25 mm (17) diameter steel ubing welded with 11 gauge pre-
galvanized steel. The supports shall have a baked-on electrostatically applied polyester dry powder coating. Assembly
hardware is stainless steel. Safety Loops shall be fabricated from 33 mm (1.315" O.D. galvanized steel tubing with vertical
rungs fabricated from 25 mm (1"} O.D. pre-galvanized steel tubing. After fabrication all lcop compenents shell have a baked-
on electrostatically applied polyester dry powder coating.

Tikes Peak Roof (withiwithout Snow or Lava Cap) shall be rotationally molded from finear low density polyethylene.
Assembly hardware is stainiess steel.

Vinyl Clad Bumpy Climber shall be a one piece all welded assembly coated with a textured poly-vinyl-chloride coating. The
Bumpy Climber assembly shalf be fabricated from punched 11 gauge hot rolfed sheet steel. The climbing surface of the
assembly shall have approximately an 86 mm (3.3 radius on each step, and & 203 mm (8") rise between steps on a 45



degree angle. The Bumpy Climber assembly shaff attach to the deck edge with stainless steel hardware and shall be
supported by 33 mm (1.315") O.D. x 13 gauge pre-galvanized posts at the bottom riser. Hand supports and deck enclosure
frame shalf be fabricated from 33 mm (1.3157) x 11 gauge pre-galvanized steel tubing. Vertical rungs within deck enclosures
shall be fabricated from a minimum of 25 mm (17} 0.D. x 14 gauge pre-gaivanized steel tubing, Hand supports and
enclosures shall have a baked-on electrostaticatly appiied polyster dry powder coating.

Fan Climbers shall be designed fo incorporate a one-pigce, ali welded construction with rungs welded to siderails. The
siderails shall be fabricated from 42,2 mm (1.66" O.D. pre-galvanized stee! tubing and shall be arched with a center to
center spacing of 496 mm (19.58"). The rungs shall be fabricated from 33.4 mm {1.318") O.D, pre-galvanized steel tubing
and shall have a "U" shape design, Fan Climbers mount directly fo safety enclosures on a deck. Affer fabrication all parts
shall have a baked-on electrostatically applied polyester dry powder coating.

Rocky Rambler shall be molded from finear low density polyethylene. The center support post shail be fabricated from 47
mm {1.875") O.D. pre-gaivanized steel fubing. Handrails shalf be fabricated frem 33 mm {1.315") O.D. pre-gaivanized steel
tubing. Center support post and handrails shalf have & baked-on electrostatically applied polyester dry powder coating. Deck
enctosures shall be rotationally molded from linear low density polyethylene.

Rock Challenge Wall shali be constructed with linear low density polyethylene sheets. The hand grips shali be a moided
resinfconcrete mixture.

The {80") Rock Challenge Wall (2032mm) shall be constructed of high density polyethylene sheets. The hand grips shall
be molded from a plastic resin, The steef supports are fabricated from pre-galvanized 33 mm (1.315" diameter steet tubing
welded with 11 gauge pre-galvanized steel brackefs. The supports shall have a baked-on electrostatically applied pelyester
dry powder coating. Assembly hardware is stairless steel.

Rung Ladder shali be designed to incorporate a one-piece, welded construction to aid installation. Rung ladder side rails
shall consist of 33 mm (1.315"} O.D. pre-galvanized steel tubing. Rungs shall be fabricated for 26 mm (1) O.D. pre-
galvanized steel tubing. Brackets shali be fabricated from 7 gauge pre-galvanized steel. Rung ladder shall have a baked-on
electrostatically applied polyester dry powder ceating. Avaitable with hand loops or safety loops.

Ladder Panels shall be fabricated from 11 gauge sheet steel. Foot openings shall be 76 mm (3") high x 429 mm {16,875
wide and evenly spaced. Treads shall be 32mm (1.25") deep. The complete ladder assembly shali be dipped in a textured
poly-vinyl-chloride coating. Available with hand hold loops or safety loops.

Vinyl Clad Stairs and Step Ladders shall be a one piece ali welded assembly coated with a textured poly-vinyl-chioride
coating. The stair/step assembly shall be fabricated from punched 13 gauge hot rolied sheet steel. The stair/step assembly
shall ettach to the deck edge with stainless steel hardware and shall be supported by 33 mm (1.3156" O.D. x 13 gauge pre-
galvanized posts at the bottom riser. Handrails and deck enclosure frame shali be fabricated from 33 mm {1.315" x 11
gatge pre-galvanized steel fubing. Vertical rungs within handrails and deck enclosures shall be fabricated from a minimum of
25 mm (1") ©.D. x 14 gauge pre-galvanized steef tubing. Handrails and enclosures shall have a baked-on electrostatically

applied polyester dry powder coating.

Deck-to-Dack Panel shall be fabricated from 11 gauge sheet steel and shall be dipped in a textured poly-vinyl-chloride
coating. Loops shall be fabricated from 33 mm {1.315") O.D. pre-galvanized steel with vertical rungs fabricated from 25 mm
(17 pre-galvanized steel tubing. After fabrication all loop componenis shall have a baked-on electrostatically applied
polyester dry powder coating. Deck-to-Deck panels shall have pre-punched holes for mounting.

Curved Climbing Wall net shali be fabricated from rope consisting of six nylon wrapped steel cables twisted around a nylon
core. Each perpendicular joint shall be rigidly secured. Curved Cimbing Wall shall be mounted on 60 mm (2.375")
galvanized steel tubing at fop, bottom and sides and shall have a baked-on efectrostatically applied polyester dry powder

coatling.

Poramel Climber shall be fabricated from 33 mm (1.315%) x 14 gauge pre-galvanized steel tubing. Brackets shall be
fabricated from 4.554 (179" mild steel. Pommels shall be fabricated from E.P.D .M. 50 duro black rubber with a steel insert
molded inside, rendering them slashproof. After fabrication: all galvanized steef parts shall have a baked-on electrostatioally

applied polyester dry powder coating.

Arched Chain Climber shall be designed to incorporate a one-piece, all welded frame. The siderails shalf be arched and
have a center to center spacing of 722 mm (28.437"). The siderails shall be fabricated from 42.2 mm (1.66") 0.D. pre-
galvanized steel tubing. Chain shall be 4/0 steel with a textured poly-vinyl-chioride coating, oven cured to a durable finish.
Loops shafl be fabricated from 33 mm (1.315%) O.D. pre-galvanized stee! tubing. After fabrication all parts except for the
chain shall have a baked-on elecfrostatically applied polyester dry powder coating. Avalable with hand hold loops or safefy
loops. Chain Net Climber chain shall be 4/0 steef with a textured poly-vinyi-chloride coating. Available with hand foops or

safety loops.



Inverted Arch Climbers shall be designed to incorporate a one-plece, ali welded construction with rungs welded to sideralls.
The siderails shall be fabricated ffom 42.2 mm (1.66") O.D. pre-galvanized stee! tubing, be arched and have a center to
center spacing of 722 mm {28.437"). The rungs shall be fabricated from 33 mm {1.315"} O.D. pre-galvanized steel tubing
and shall have a "U" shape deasign. Avaitable with hand heold loops or safety foops. After fabrication all parts shall have a
baked-on electrostatically applied polyester dry powder coating.

Arch Climbers shall be designed to incorporate a one-piece, all-welded construction with rungs evenly spaced, center to
center and welded to siderails. The siderails shall have a center spacing of 711 mm (28"). The siderails shall be fabricated
from 42.2 mm (1.86%) O.D. pre-galvanized steel tubing. The rungs shall be fabricated from 33 mm (1.315"} Q.D. pre-
galvanized steel tubing. Available with hand hold loops or safety loops. After fabrication all paris shall have a baked-on
electrostatically applied polyester dry powder coating.

Curly Climbers shali be of a design which will not allow children to ¢limb into the interior of the cofl. Curly Glimber coils shalf
be fabricated from 33 mm (1.315%) O.D. pre-galvanized steel tubing. The center support post shall be fabricated out of 42.2
mm (1.66") 0.D. pre-galvanized steel tubing. Enclosure shalf be fabricated from 33 mm (1.315"} O.D. pre-galvanized steel
fubing. Curly Climbers shall be an all welded construction and shall have a baked-on electrostatically appiied polyester dry
powder coating.

Snake Pole shall be fabricated from 33 mm (1.318") 0.D. pre-galvanized steel tubing. The center support post shali be
fabricated out of 42.2 mm {1 86") 0.D. pre-galvanized steel tubing. The snake pale shalf be an alf welded consiruction.
Enclosure shall be fabricated from 33 mm (1.315") O.D. pre-galvanized steel tubing. After fabrication all parts shall have a
baked-on electrostatically applied polyester dry powder coating.

Stone Climber pods shall be rofationally molded linear fow density polyethylene mounted on 60 mm (2.375") C.D, pre-
galvanized support posts. Side rails shalis be fabricated out of 42.2 mm (1.66") 0.D. pre-galvanized steel tubing. After
fabrication alf steel parts shall have a baked-on electrostatically applied polyester dry powder coating.

Side Step Climber shall be fabricated from 33 mm (1.315" 0.D. pre-galvanized steel tubing. The Side Step Climber shall
be an all weided construction. Enclosures shall be fabricated from 33 mm (1.315" O.D. pre-galvanized steel lubing. After
fabrication all parts shall have a baked-on electrostatically applied polyester dry powder coating.

Loop Climber shall be fabricated from 33 mm (1.315") O.D, pre-galvanized steel tubing. The center support posts shall be
fabricated out of 42.2 mm {1.68") 0.D. pre-galvanized steel tubing. The loop climber shall be an all welded construction.
Enclosure shall be fabricated from 33 mm (1.315") O.D, pre-galvanized steel tubing. After fabrication all parts shall have a
haked-oh electrostatically applied polyester dry powdet coaling.

Climbing Net shall be fabricated from rope consisting of six urethane coated nylon wrapped stee! cables twisted around a
nylon core. Each perpendicutar joint shall be rigidiy secured. Climbing Net shall be secured with a stainless steel eyenut to
the deck edge and a stainfess steel cleavis at the bottom. Available with hand hold foops or safety loops.

2.4 m (8" Fun Wheels shall have rectangular loops welded 1o a center support beam fabricated from 60 mm (2.3757 O.D.
pre-galvanized steel lubing. Loops shall be fabricated from 33 mm {1.315") O.D. pre-galvanized steel tubing. A single
spinning wheel shall be attached with a 32 mm (1.25") diameter stainless steef hex bolt, positioned between two bearings.
The wheel is fabricated from 33 mm (1.315") O.D. pre-galvanized steel tubing and 42 mm (1.625%) O.D. steel tubing. After
fabrication all parts shall have an electrostatically applied polyester dry powder coating.

3.7 m {12} Fun Wheels shall have friangular loops welded to a center support beam fabricated from 73 mm (2.875" O.D.
pre-galvanized steel tubing. Loops shall be fabricated from 33 mm (1.3157) Q.D. pre-galvanized steel tubing. Three (3)
spirning wheels shall be attached with 32 mm (1.25”) diameter stainless steel hex bolfs, each positioned between two
bearings, The wheels are fabricated from 33 mm (1.315") O.D. pre-gaivanized steel tubing and 42 mm (1.6257) O.D. stesl
tubing. After fabrication all parts shall have an electrostatically applied polyester dry powder coating.

80 Degree Fun Wheels shall have triangulat loops welded to a center support beam fabricated from 73 mm (2.8757) O.D.
pre-gaivanized steel tubing. Loops shall be fabricated from 33 mm (1.315") ©.D. pre-galvanized steefl tubing. Two (2}
spinning wheels shall be aftached with 32 mm (1.257) diameter stainiess steel hex bolts, gach positioned between two
bearings. The wheels are fabricated from 33 mm (1.315%) O.D. pre-galvanized steel tubing and 42 mm (1.625") 0.D. steel
tubing. After fabrication all parts shall have an electrostatically applied polvester dry powder coating.

Straight Challenge Ladder shall be designed to incorporate a one-plece, welded consiruction to ease installation, The
challenge ladder shall be designad to work between pesfs on 1.2 m (48") centers for the widthand on 3.7 m (12} and 24 m
(8") centers for the length. The challenge ladder rungs shall be fabricated from 33 mm (1.3157) Q.0 pre-galvanized steel
tubing. The side rails shal: be fabricated from 60 mm {2.375%) 0.D. pre-galvanized steel tubing. After fabrication all parts
shall have a baked-on electrostatically applied polyester dry powder coating.

Wavy Challenge Ladder shall have rungs welded to siderails. The wavy challenge ladder shalt be designed to work
between posts on 1.2 m {48") centers for the width and on 2.4 m (8') centers for the length, The side rails shall be fabricated
from 60 mm (2.375" Q.0 pre-galvanized steel tubing. The rungs shalt be fabricated from 33 mm (1.315") 0.D. pre-



galvanized steel tubing. The wavy challenge ladder shall have a baked-on electrostatically applied polyester dry powder
coating. .

Bowed Chaflenge Ladder shall have rungs welded to siderails. The bowed challenge ladder shall be designed to work
between posts on 1.2 m (48") centers for the width and on 2.4 m (8) and 3.7 m {1Z') centers for the length. The side rafis
shall be fabricated from 60 mm (2.375" O.D. pre-galvanized steel tubing. The rungs shall be fabricated from 33 mm
(1.315" O.D. pre-galvanized steel tubing. The bowed challenge iadder shall have a baked-on electrostatically applied
polyester dry powder coatingt

Circle Overhead shalf have teardrop shaped hand rungs welded to a single circular monorail. The Circle Overhead shall be
designed with a 270 degree arc to refurn to the take off platforin, The center beam and support legs shalt be fabricated from
48,3 mm (1.9 0.0, pre-galvanized steel tubing. The teardrop shaped rungs shall be fabricated from 33 mm {1.3156"} O.D.
pre-galvanized steei tubing. The Circutar Overhead shall have a baked-on glectrostatically applied polyester dry powder
coating.

“g" Overheads Right and Left shall have teardrop shaped hand rungs welded to a singie arc monorail. The “8" Overhead
Right shali be designed with a right arc from the take off platform, midway the arc turns left. The "$" Overheard Left shail be
designed with a left arc from the take off platform, midway the are turn right. The center beam and support fegs shall be
fabricated from 48,3 mm (1.9} O.D. pre-galvanized steel tubing. The teardrop shaped tungs shall be fabricated from 33 mm
{1.315% ©.D. pre-galvanized steel tubing. The “S" Overheads shall have a baked-on electrostatically applied polyester dry

powder coating.

“z" Overheads Right and Left shall have teardrop shaped hand rungs welded to a single arc monorail. The “Z" Overhead
Right shafl be designed with a 90° right turn from the take off platform, midway the arc fumns 90° left fo a second platform.
The “Z" Overheard Left shall be designed with a 90° left turn from the take off platform, midway the arc turns 907 right o a
second platform. The center beam and support legs shall be fabricated from 48.3 mm (1.87) 0.0, pre-galvanized stee!
tubing. The teardrop shaped rungs shall be fabricated fram 33 mm (1.315%) 0.0, pre-galvanized steel tubing, The “2"
Overheads shall have a baked-on electrostatically applied polyester dry powder coating.

“@" Overhead shall have teardrop shaped hand rungs welded fo a single arc monorail. The “C" Overhead shall be designed
with a 90° tuens from the take off piatform, midway the arc turns an additional 90° to a second platform. The center beam and
support legs shall be fabricated from 48.3 mm (1.8") O.D, pre-galvanized steel tubing. The teardrop shaped rungs shall be
fabricated from 33 mm {1.315") O.D, pre-galvanized steel tubing. The “C” Overheads shall have a baked-on electrostatically
applied polyester dry powder coating.

Extended “S", “C", and “Z” Overheads are identical to the standard “8", "C” and “Z* overheads with the addition of a
stralght section in the middle of the monorail. The added section shall have teardrop shaped hand rungs welded 1o a single
straight monorail. The center beam and support legs shali be fabricated from 48.3 mm (1.9") O.D, pre-galvanized steel
tubing. The teardrep shaped rungs shall be fabricated from 33 mm (1.315") O.D. pre-galvanized steel tubing. The Extended
Overheads shall have a baked-on electrostatically applied polyester dry powder coating,

360 Degree Overheads shall consist of a continuous hard grasping component fabricated from 33 mm {1.315" O.D. pre-
galvanized steel fubing suspended from a second circular support componert fabricated from 48.3 mm (1.8") O.D. pre-
gaivanized steel tubing. The system shall consist of a center support and perimeler support legs which shall be fabricated
from 482 mm (1.8") O.D. pre-galvanized steet tubing. 360 Degree Overheads shall have a baked-on electrostatically applied
polyester dry powdsr coafing. Advanced 360 Degree Overhead systems can be used in conjunction with Circle, “S”, “C”", and
“2” gverhead components.

in-Line Straight Overheads shall consist of a continuous hand grasping component fabricated from 33 mm {1,315 0.D.
pre-gaivanized stee) tubing suspended from a monorall support component fabricated from 48.3 mmm (1.9") O.D. pre-
galvanized steel tubing. The system shall be used in conjunciion with suppaort legs which shall be fabricated from 48.3 mm
{1.9%) O.D. pre-galvanized steel tubing. In-Line Stralght Overheads shali have a haked-on electrostatically applied polyester
dry powder coating. In-Line Straight Overhead systems can be used in conjunction with Circle and “C" overhead
components.

Trapeze Challenge Ladder rungs shall be fabricated from 25 mm (17 0.D. pre-galvanized steel tube and shall be mounted
to fhe main side rails via stainless steel sphericat bearings, The side rails shail be fabricated from 60 mm (2.375") 0.D. pre-
galvanized steel tubing. The trapeze challenge ladder shall be designed to work between posts on 1.2 m (48") centers for
the width and on 3.7 m (12" centers for the length. The trapeze challenge ladder shall have a baked-on electrostatically

applied polyester dry powder coating.

Ring Challenge shall consist of a 60 mm {2.375") O.D. pre-galvanized steel beam and shalt have ring coils fabricated from
33 mm (1.315" 0.D. pre-galvanized steel tubing. Ring challenge shall be an all welded construction and shali have a baked-

on electrostatically applied polyester dry powder coating.

Loop Challenge shall have loops welded to a cenier support beam fabricated ffom 80 mm (2.375") O.D. pre-galvanized
steel tubing. Loops shall be fabricated from 33 mm (1.315") ©.D, pre-galvanized steel tubing welded to the center support
beam. After fabrication all parts shall have an electrostatically applied polyester dry powder coating.

A



Snake Challenge shall have a main support beam fabricated from 80 mm (2.375") O.D. pre-galvanized steel tubing.
Challenge rung shall be fabricated from 25 mm (17} O.D. pre-galvanized steel ubing welded undesneath the main support
beam. After fabrication all parts shail have an electrostatically applied polyester dry powder coating.

Ring Trek and Double Ring Trek shafl consist of a 60 mm (2.375") O.D. pre-galvanized steel beam and shall have steel
fing hangers welded in place to ease installation and reduce maintenance, Ol impregnated bronze bushings shall be pressed
into ring hangers, after they have a baked-on electrostatically applied polyester dry powder coating. Ring trek handles shall
be cast in tenzaloy, a high strength, self-aging aluminum alloy of the aluminum-zinc-magnesium fype. This alioy shall comply
to ASTM standards B179-73, B26-72, B108-73, and Federal Specifications: QQ-A-3711, QQ-A-801d, and QQ-A-596e.

3.66 m (12" and 6.9 m (20°) Straight Track Ride shall be designed to incorporate a one-piece alurninum (8061 -T6 alloy)
extruded beam fo ease instaflation and reduce maintenance. The beam shall be designed fo work between 3.7 m (129 and
6.1 m (20) post centers respectively. Rubber stops shall be provided at each end of the track. Track ride cross beams shall
be fabricated from 80 mm (2.375") O.D. pre-galvanized steel fubing. The roller assembly shail consist of four load supporting
wheels with sealed ball bearings and two lateral supporting wheels te insure that the roller assembly does not rub the sides of
the beam. Track ride handle shall be fabricated from 25 mm (1} O.D. pre-galvanized steef tubing. After fabrication, the steel
corponents shall have a baked-on electrostatically applied polyester dry powder coating.

Parallel Bars do not need additionat posts for installation. Parattel bars shall be fabricated from 80 mm (2375} Q.D. pre-
galvanized steel tubing and have & finished length of 3.0 m (10%). After fabrication aff parts shall have a baked-on
electrostatically applied polyester dry powder coating.

Log Roll shall be rotationally molded from linear low density polyethylene with nylon bearings. The log roli posts shall be
tabricated out of 127 mm (5" O.D. pre-galvanized steef tubing. Rails shall be fabricated from 33 mm (1.315%) O.D. pre-
galvanized steel tubing. After fabrication all galvanized steet parts shali have a baked-on electrostatically applied polyester
dry powder coating.

3.7 m {12’} Balance Chains shall be designed to work between posts on 3.7 m (12') centers, Chain shall be 4/0 steel with a
poly-vinyl-chioride coating, oven cured to a durable finish,

Floating Stones shall have a main support beam fabricated from 73 mm {2.875") O.D. 6 gauge pre-galvanized steel tubing.
Hanging supports for the floating stones shalf be 33 mm {1.3156% 0.0, pre-galvanized steel tubing and shall be tethered to a
steel footing rail with 4/0 galvanized chain, Floating stones shall be rotationally molded linear low density polyethylene.

Stepping Stones shall be rotationally rolded linear low density polyethylene mourted on 60 mm (2.3757) O.D. pre-
galvanized supportt posts.

4,9 m (16') Snake Balance Beam shall be fabricated from 51 x 102 mm (2" x 4") steet pipe. Balance beam ends shail have
a plate welded over each end to eliminate sharp edges. Snake halance beams shall be designed to need no post for
installation. All parts shall have a baked-on electrostatically applied polyester dry powder coafing.

Straight Craw! Tunnel shali be designed to work between 1.2 m (48") post centers. Graw] tunnels shall have an
approximate internat diameter of 762 mm (30). Crawl tunnel mounting pane! shall have the manufacturer's trademark
applied fo identify the source of the product. Tunnel and panel shall be rotationatly malded from linear low density

potyethyiene.

90° Elbow, Extended 20° Eibow and “S"” Crawl Tunnel shall have an approximate Internal diameter area of 762 mm
{307). Craw) tunnel mounting panel shall have the manufacturer's trademark applied to identify the source of the product,
Elbow, extension and panel shall be rotationally molded from Enear low density polyethylene,

Criss Cross, Arch and Incline Crawi Tunnels shalf consist of 35 degree sections and have an approximate internal
diameter area of 762 mm {30"). Crawt tunnel mounting panels shall have the manufacturer's trademark applied to identify
the source of the product. Tunnel sections and panels shall be rotationally molded from linear low density poiyethylene.

Telescope shall be rotationally molded from linear low density polyethytene. The Telescope shall have a non-magnifying light
refracting type lens. The farge end of the Telescope shall be enclosed with an impact resistant polycarbonate material and
shall be optically clear. The upper assembly shall be fabricated from 4.5 mm (7gauge) pre-galvanized sheet steel. After
fabrication all steel components shall have a baked-on eleclrostatically applied polyester dry powder coating. The Telescope
shall rotate 360 degrees around the post and have an elevation change of approximately 25 degrees.

Aluminum Steering Wheel shall be cast in Tenzaloy, a high strength, seif-aging aluminum alioy of the aluminum-zinc-
magnesium type. This alloy shail comply to ASTM standards: B179-73, B26-72, B108-73, and Federal Specifications: QQ-A-
371f, QQ-A-801d, and QQ-A-586e. Steering whee! shall mount to & 33 mm (1.315" O.D. pre-galvanized tube. After
fabrication, all these components shall have a baked-on electrostatically applied polyester dry powder coating.

Plastic Steering Wheel shall be rofationally molded from linear low density polyethylene. Steering Wheels shall mount to a
25 mm (1) Q.D. pre-galvanized steel tube.



Balcony Deck shall provide enclosure, and shalt have no gaps greater than 76 mm (37 or less than 254 mm (107),
especially between vertical rungs and posts. Balcony frames shalf be fabricated from 33 mm (1.315") Q.D. galvanized steel
tube. The vertical rungs of the balcony deck shall be fabricated from 33 mm (1.315") 0.D. pre-galvanized tubing and shali be
welded continuously arcund the entire perimeter, After fabrication, safety rails shalt have a baked-on electrostaticaliy applied
polyester dry powder coating. The metal deck shall be fabricated from 11 gauge hot rolled steel which shail be punched
formed and reinforced with welded in place 76 mm (3") x 11 gauge sirips. This assemnbly shall be dipped in a textured poly-
vinyl-chloride coating

Castie Panels, Frontier Village Panels and Ship Panels, Ship Bow Panel {U.8. Patent #D-374,054), Ship $ai,
Captain's Wheel, Palm Tree and Bamboo theme panels and components shall be rotationally molded from linear low
density polyethyiene. The molded in graphics on the ship’s bow shall not be raised above the surface of the panet.

Fire Truck Ladder Rails horizental bars shall be fabricated from 33 mm (1.315" and verticat bars from 25 mm (1") pre-
galvanized steel tubing. Rails shall provide an enclosure, and shalt have no gaps greater than 76 mm (3"} and less than 254
mm {10"), especially between vertical rungs and posts. The welds shall be continuous around the entire perimeter, Ladder
raifs shall have a baked-on electrostatically applied polyester dry powder coating.

Fire Truck Toolbox Panets shall be rotationally molded from linsar low density polyethylene. The optional molded in
graphics shall not be raised above the surface of the panel,

Fire Truck Fender Panels shall be rotationally molded from finear low density polyethyiene.

Fire Truck Tire Paneis shall be rotationaily molded from linear fow density polyethylene. They shall have aesthetic hardware
covering inserts fabricated from Aluminum Tread Plate. Asserbly hardware is stainless steel.

Fire Truck Pumper Panels shall be rotationally molded from finear low density polyethylene. They shall have aesthetic
hardware covering inserts fabricated from Aluminum Tread Piate, Assembly hardware is staintess steel. Pumper Panel Bell
option is fabricated from High Density polyethylena and assembled into the panel,

Fire Truck Cab Panels {includes Cab left, Cab right and Roof with Lightbar) shall be rotationally molded from linear low
density polyethylene. Pre-galvanized 48 mm (1.875) diameter steel tubes are used to reinforce the joints between the
panels. The steel tubes shall have a baked-on electrostatically applied polyester dry powder coating.

Fire Truck Bumper/Steering Panels shali be rofationally molded from linear low density polyethylene. The grill in the
steering panei shall be fabricated from high density polyethviene. Assembly hardware is stainless steel.

Dinosaur Counting Panel, Alphabet Panel and Finger Maze Panel shali be fabricated from fri color compression molded
polyethylene with incised graphics to trace shapes. Panels shall be moumted in & rotationally molded linear low density

polyethylene panel.

Routed Play Panels shall be fabricated from high density polysthylene with graphics routed in. Panels shall be mourded in a
rotationally molded linear low density polyethylene panel.

Sign Panels shall provide enclosure and be non-climbable, The piastic panet shall have the manufacturer's trademark
molded in to identify the source of the product. Sign panel shall be rotationally molded from linear low density poiyethylene.
The molded in graphics shall not be raised above the surface of the panel.

Graphics Panels shall provide enclosure and be non-climbable. The plastic pane! shall have the manufacturer's trademark
applied to identify the source of the product. Graphics panels shafl be rofaticnally molded from linear fow density
polyethylene. The molded in graphics shali not be raised above the surface of the panel.

Fire Safety Panel shall be fabricated from tii celor compression molded polyethylene with incised graphics to frace shapes.
Panels shall be mounted in a rofationafly molded linear low density polyethylene panel.

Bubble Mirror Panel shall consist of two 3 mm {.125") metalized bubbles with a non-removabie filler of bubble wrap
packaging material inside to prevent compression of bubbles. The mirror shall be attached fo a rotationally molded finear low
density polyethylene panel to provide enclosure. The panel shall have the manufacturer's trademark applied to identify the
source of the product.

Mirror Panel mitror shal be fabricated from Type 430, 16 gauge, No. 2 bright annealed stainless steel. The mirror shall be
aftached fo a rotationally molded linear low density polyethylene panel to provide enclosure. The plastic panel shall have the
manufacturer's trademark applied to identify the source of the product.

Bubble Panel shall be fabricated from & mm (25" thick, an extremely tough, impact resistant polycarbonate material and
shall be optically clear. The bubble panel shafl be attached to a rotafionally molded from linear low density polyethytene panel
to provide enclosure. The plastic panel shall have the manufacturer's trademark applied to identify the source of the product.



Window Panel shalt be fabricated from 6 mm (.25") thick, an extremely tough, impact resistant polycarbonate material and
shall be optically clear. The window panel shall be attached to a rotationally malded from linear fow density polyethylene
panel fo provide enclosure. The plastic panel shall have the manufacturer's trademark applied to identify the source of the
product,

Gear Panel shall be rotationally molded from linear low density palyethylene. Two Lexan sheefs contain a set of gears and a
crank that shall be rotationaily molded from linear fow density polyethylene. The plastic panel shall have the manufacturer's
trademark applied to identify the source of the product.

Seven Station Play Factory shall be rotationally moided from linear fow density polyethylene. Textured patterns, hand
matching game and finger tracing maze shall be molded in, Two windows contain a set of gears that shall be rotationally
molded from linear low density polyethylene. The periscope has polished stainless steel mirrors. Talk tibe mouth pieces are

stainless steel,

Activity Panels, Tic-Tac-Toe, Spelling, Math and Animal, shall consist of a oylinder assembly and enclosure panel.
Cylinders shall have vertical support bars which shall be fabricated from 25 mm (17) O.D., pre-galvanized steet tubing. Panet
and cylinders shall be rotationally molded from finear low density polyethylene. The molded-in graphics shall net be raised
above the surface of the plastic. Panel mounting brackets shall be fabricated from 7 gauge, pre-galvanized sheet steel, and
dichromate washed. After fabrication, all steel components shall have a baked-on electrostatically applied polyester dry

powdet coating.

Abacus Panel shalt be rotationally moetded from linear low density polyethylene. Spheres shalt be fabricated from
polyethylene with ultraviolst (LIV} light stabilizers and color pigment molded in. Each of the polyethylene spheres shalt be 70
mm (2.75" in diameter and be molded in red and yellow. Horizontal rails shall be fabricated from 25 mm (1" x 13 gauge

pre-galvanized steel tubing.

Double Sided Routed Play Panels shalt be fabricated from high density polyethylene with graphics routed in. Panels shail
be mounted in a rotationally molded inear fow density polyethylene panel

Fire Safety Panel shalt be fabricated from tri color compression molded polyethylene with incised graphics to frace shapes.
Panels shalil be mountad in a rotationally molded linear fow density polyethyiene panel.

Infinity Loop Climber: climbers shafl be rotationally molded from finear low density polyethylene. Footing supports are
fabricated from pre-galvanized 42.2 mm (1.660") diameter steel tubing welded with 11 gauge pre-galvanized sheet steel.
The center post shall be fabricated from 88.9mm (3.5") 0.D. 11 ga pre-galvanized steel tubing with 11 gauge pre-galvanized
sheet steel tabs. The supports and centet post shall have a baked-on electrostatically applied polyester dry powder coating.
Assembly hardware is stainless steei.

Friendship Globe shali be rotationally molded from finear low density pelyethylene with ultraviolet (UV) stabilizers, raised
continents and graphics molded in. Globe shall be mounted on 16 gauge 60 mm (2.375") pre-galvanized steel tubing and
shall have a baked-on elecirostatically applied polyester dry powder coating.

Kid Builders™ Panels, Lions Head Crawl Tunnel (U.S, Patent $-381056), Seat, Counter {U.5. Patent D-391615),
Adjustable Counter and Door Panel shall be rotationally molded from linear low density polyethylene. The moided in
graphics shalt not be raised above the surface of the panel.

Safety Panels shail have the manufacturer's trademark applied to identify the source of the product. The panel shall be
rotationally molded from linear low density polyethyleng,

Safety Rails shall be fabncated from a combination of 33.4 mm (1.3127) O.D. pre-galvanized steel tubing and 25.4 mm
{1 O.D. pre-galvanized steel tubing. Side plates shall be fabricated from 3 mm (11 gauge) sheet steel. After assembly,
panel shall have a baked-on electrostatically applied polyester dry powder coating.

Steel Crawl Panel shall consist of a fabricated from 33.4 mm (1.312") O.D. pre-gaivanized steel tubing holding a panel
fabricated from 3.0 mm (11 gauge) sheet steel. A ring fabricated of 33.4 mm (1.312" O.D. pre~galvanized steel fubing will
fne the hole in the sheet steei panel, After assembly, panel shali have a baked-on electrostatically applied polyester dry
powder coating

Steel Crawl Tunnel shall consist of two panels fabricated from 33.4 mm (1.312") O.D. pre-galvanized steel fubing and 3.0
mm (11 gauge) sheet steel. A ring fabricated from 33.4 mm {1.312"} O.D. pre-galvanized steel fubing will line the hole in the
sheet steel panel. A panel shall be attached to each end of a turnel constructed of punched and rofled 2.3 mm {13 gauge)
sheet steel. After fabrication each piece shall have a baked-on electrostatically applied polyester dry powder coating, and
assembled prior to shipment,

Steel Valance Panels shall be fabricated from pre-galvanized, punched 11 gauge sheet steel welded to pre-galvanized 33
mm (1.2157) steel tubing. Steel store front shall consist of two components: a counter and top sectien which can be used
fogether o simulate a general store, lemonade stand, ticket booth or used independently. After fabrication the components
shall have a baked-on electrostatically applied polyester dry powder coating.



Steel Laser Cut Panels shall be fabricated from 33.4 mm (1.312") O.D. pre-galvanized stee! tubing. Laser Cut panel & side
plates shalt be fabricated from 2.3 mm (13 gauge) sheet steel. After assembly, panel shall have a baked-on electrostaticatly

applied polyester dry powder coating.

Steel Mirror Panel shall consist of & frame fabricated from 33.4 mumn (1.312") O.D. pre-gaivanized steel tubing holding a
panet fabricated from 3.0 mm (11 gauge) sheet steel. A flange of 3.0 mm (11 gauge) steel mounts a mirror fabricated from
1.6 mm (16 gauge) stainiess steel. Side plates shalf be 3.0 mm (11 gauge) sheet steel. Prior to assembly, panel and flange
shali have a baked-on electrostatically applied polyester dry powder coating.

Steel Seat Panel shall be fabricated from a combination of 33,4 men (1.312") O.D. pre-galvanized steel tubing and 25.4 mm
(1"} O.D. pre-gaivanized steel tubing. Side plates shall be 3.0 mm (11 gauge) sheet steel. Seat surface shall be vinyl-clad
fabricated from 2.3 mm {13 gauge) punched & bent sheet steel. Pane! shall have a baked-on electrostaticaly applied
polyester dry powder coating.

Steel Tap-A-Tune® Panel shall be fabricated from 33.4 mm (1.3127) O.D. pre-galvanized steel tubing.
Panel and side plates shall be fabricated from 3 mm (11 gauge) sheet steel. Assembly shall contain a piano
mechanism and a panel of 1.9 mm (14 gauge) galvanized steel, painted and silk screened with musical
graphics. Prior to assembly, panel shall have a baked-on electrostatically applied polyester dry powder
coating.

Steel Vehicle Panel shall be fabricated from a combination of 33.4 mmn (1.312”) O.D. pre-galvanized steel
tubing and 25.4 mm (1”) O.D. pre-galvanized steel tubing, Panel and side plates shall be fabricated from 3
mm (11 gauge) sheet steel. Headlights are fabricated from 127 mm (57 O.D. 11 gauge pre-galvanized round
tubing with aluminum caps installed. Steering wheei shall be made from cast Tenzaloy, a high strength, self
aging aluminum alloy. Prior to assembly, panel shail have a baked-on electrostatically applied polyester dry
powder coating.

Steel Store Froat shall be fabricated from pre-galvanized, punched 11 gauge sheet steel welded to pre-galvanized 33 mm
(1.315") steel tubing. Steel store front shall consist of two components: a counter and top section which can be used together
to simulate a store or used independently. After fabrication the components shall have a baked-on electrostatically applied

polyester dry powder coating.

Steel Driving Panel shalf be fabricated from a combination of 33.4 mm (1.312") 0.D. pre-galvanized steel tubing and a
laser cut plate fabricated frem 2.3 mm (13 gauge) pre-galvanized sheet steel, Side plates shall be fabricated from 3 mm (11
gauge) pre-galvanized sheet steel. Steering wheel shall be made from cast Tenzaloy, a high strength, self aging aluminum
alloy. Prior to assembly, panel shall have a baked-on elecirostatically applied polyester dry powder coating.

Metal Tic-Tac-Toe Panel shalt be fabricated from a combination of 33.4 mm (1.312") 0.D. pre-galvanized steel fubing and
25.4 mm (17 0.D. pre-galvanized steef tubing. Side plates shall be 3.0 mm (11 gauge) sheet steel. Assembly wilt contain
unpainted sand cast aluminum cylinders containing X's & O's. Prior to assembly, panel shall have a baked-on
electrostatically applied polyester dry powder coating.

Metal Abacus Panel shall be fabricated from a combination of 33.4 mm (1.212") O.D. pre-galvanized steel fubing and 254
mm {17} O.D. pre-galvanized steel fubing. Side plates shall be 3.0 mm (11 gauge) sheet steel. Abacus balls shall be
machined from aluminum. Prior to assembly, panel shalt have a baked-on electrostatically applied polyester dry powder

coating.

Woven Wire Panel shall consist of a frame fabricated from 33.4 mm (1.312") O.D. pre-galvanized steel tubing holding a
panel of wire mesh with 6.35 mm (.25") diameter wire and 38.1 mm (1.5" x 38.1 mm (1.5") grid openings. Side plates shall
be 3.0 mm (11 gauge) sheet steel. After assembly, panel shall have a baked-on electrastatically applied polyester dry

powder coating.

Turning and Chinning Bars and Single Rails shall be fabricated from 33 mm {1,315") ©.D, galvanized steel pipe and shalt
have a baked-on electrostatically appfied polyester dry powder coating.

Hex Roof shail have the manufaciurer's trademark applied to identify the source of the product. Roof shall be a double-walt
construction, The roof shall be rotationally molded from linear low density polyethylene.

Roofs shall have the manufacturer's trademark applied to identify the source of the product. Roof shall be a double-wall
construction. The roof shalt be rotationally molded from linear low density polyethyiene.



Thatch Roof shali have the manufacturer's trademark applied to identify the source of the product. Roof shall be a double-
wall construction. The Thatch Roof shalf ke rotatienally molded from finear low density polyethylene and assembied using
M10 toggler boits.

Tikes Peak Roof {withiwithout Snow or Lava Cap) shall be rotationally molded from linear iow density polyethylene.
Assembly hardware is stainless steel,

Steel and Steel Mesh Square Roofs shall consist of 4 pieges to be fabricated from 16 gauge pre-galvanized sheet steel
with the mesh version containing 76 mm (3") x 6 mm {.25") slots punched in a regular pattem. The cupola shall be fabricated
from 16 gauge pre-galvanized sheet steel and is installed using a 20.6 mm (.83") C. D. spacer. After fabrication the roofs
shall have a baked-on electrostatically applied polyester dry powder coating.

Steetl and Steel Mesh Hex Roofs shall consist of 8 pieoes to be fabricated from 1.6 mm (16 gauge) sheet steel with the
mesh version containing 76 mm (3" x 6 mm {.25") stols punched in a regular pattern. The cupola is fabricated from 2.3 mm
{13 gauge) some of which is punched with 18 mm (625"} diameter holes and 3.0 mm (11 gauge) sheet steel. All parts shall
have a baked-on elecirostatically applied polyester dry powder coating.

Mesh Gable Roof shall have ribs fabricated from 11 gauge 127 mm (8"} O.D. pre-galvanized steel tubing. Ribs shall be bent
to a 610 mm {24") center line radius. Roof section shall be fabricated from 16 gauge pre-galvanized sheet steel with 6 x 76
mm (25" x 3"} slots punched over the entire surface to provide light. The roof section shall be mechanically aftached to each
rib to form the gable roof assembly. After fabrication the gable roof shall have a baked-on electrostatically applied polyester
dry powder coating. The gable reof shall be assembled using a roof post cap, which shall be fabricated from standard Kid
Buitders steeve material with an 11 gauge cap and tab.

Archway Roof arches shall be fabricated from 11 gauge 127 mm (5" 0.D. pre-galvanized steel tubing. Arches shali be bent
to & 610 mm (24"} center line radius. Roof section shall be fabricated from 16 gauge pre-galvanized sheet steel with 6 x 76
mim (258" x 3" slots fabricated over the entire surface o provide light. The roof section shall be mechanically attached to
each arch to form the archway roof assembly. After fabrication the archway roof shalf have a baked-on electrostatically
applied polyester dry powder coating. The archway roof assembly shall be stipped inside Kid Builders™ arch sleeve posts
with a drive screw tapped in flush to secure.

Double Archway Roof arches shali be fabricated from 11 gauge 127 mm (5") O.D. pre-galvanized steel tubing. Arches
shall be bent fo a 610 mm (24°) center kine radius. Roof section shall be fabricated from 16 gauge pre-galvanized sheet steel
with & x 76 mm (.25 x 3°) glots fabricated over the entire surface to provide light. The roof section shall be mechanically
attached to each arch to form the archway roof assembly. After fabrication the archway roof shall have a baked-on
electrostatically applied polyester dry powder coating. The archway roof assembly shall be slipped inside Kid Builders™ arch
sleeve posts with a drive screw tapped in fiush to secure.

Arches shall be fabricated from 11 gauge pre-galvanized steel and shall have a 127 mm (§") 0.D. Arches shall be bentto a
610 mm (24"} center line radius. After fabrication the arches shall have a baked-on electrostatically appfied polyester dry
powder coating. The arches shall be slipped inside Kid Builders™ arch sleeve posts with a drive screw fapped in flush to

segure.

Hand Hold {.cops shall be fabricated from 33 mm (1.315") O.D. galvanlzed steel tubing and shall have a baked-on
electrostatically applied polyester dry powder coating.Safety Loops shail be fabricated from 33 mm (1.318") O.D.
galvanized steel tubing with vertical rungs fabricated from 25 mm (1) O.D. pre-galvanized steei tubing. After fabrication all
loop components shall have a baked-on electrostatically applied polyester dry powder coating. Transifion Loops shalt be
fabricated from 42.2 mm (166"} O.D. galvanized stea! tube with a stub rall fabricated from 33 mm {1.315") 0.D. galvanized
steef welded into one end. All steel components shalf have a baked-on electrostatically applied polyester dry powder coaing.

Talk Tubes shall be fabricated from 48 x 3.4 mm (1.80” x .135") wall stee! tubing, The *Phone funnel” shall be fabricated
from sheet steel capped with tubing and have a perforated stee! insert inside, Talk Tubes shall have a baked-on
electrostatically applied polyester dry powder coating.

All Steel Tube COmpoﬁents shall comply with ASTM standards: A-500, or A-513. The steel tube components shall be pre-
galvarized. The components are freed of excess weld spatter and shall be cleaned in a multipe bath system which shall
include a rust-inhibitive iron phoesphate wash prior to painting.

Exceptions: 127 mm (58") O.D. aluminum posts.



‘ DERS™ SPECIFICATIONS for Little Tikes. Va Playgrounds Services .

ie-Caps shall fit snugly into 88 mm (3.8, 33 mm (1 315", and 25 mm (17) diameter pipe ends. Plastic caps for 89 mm
(3.57) shalt be blow molded low density polyethylene. Plastic caps for 33 mm (1.3157) and 25 mim (1"} shall be injection
molded low density polyethylene. This plastic shalt be stabilized against ultraviolet (U.V.) degradation and shall have cofor
moidad in. Alt caps shall be pre-instalied at the factory.

Brackets shall be fabricated from punched and formed 4.5 mm pre-galvanized sheet steel.

Gaskets shall be rubber injection molded from ultraviolet (U.V.) protected synthetic rubber. Rubber gaskets shall provide an
aesthetic seal around the wonder fastener and bracket,

Polyester Dry Powder Coating shall be electrostatically applied can cured at temperatures between 400° Fahrenheit (204°
Celsius) and 500° Fahrenheit (260° Cetsius). The polyester powder shall comply with ASTM standards: D-522 (Flexibility
Mandrel Test), D-2794 (Impact Resistance Test), B-117 (Salt Spray Resistance Test), D-2247 (Humidity Resistance Test),
D-822 (Weatherability Test), D-3363 (Pencil Hardness Test), D-2454 {Overbake Resistance Test) and [-33598 (Adhesion
Crosshatching Test). Epoxy or Hybrid paints are not acceptable due to peor weatherability characteristics, The components
shall be cleaned in 2 six bath system which shall include a rustnhibitive iron phosphate wash prior to painting,

Rotationaily Molded Plastic Parts shalt be molded from linear low density polyethylene with ultraviolet (UV} light
stabilizers, anti-static guard and color moidad in. This material shail comply with ASTM-D-790 (Flex Modulus), ASTM -D-638
(Tensile Strength), ASTM-D-648 {Heat Distortion Temperature) and ARM-STD (Low Temperature impact).

Hardware: Bolts, Nuts, Screws, Threaded Spacers, Washers and Other Hardware used i the assembly of components
shali be Stainless Steel and be tamper resistant, Al necessary hardware shail be provided.

Textured Poly-Vinyl-Chloride coating shall be an average of 3 mm (-125") thick. Poly-vinyt-chloride coating shall be oven
cured and textured for added traction when wet or dry.

Steel Posts shall be 88 mm (3.5" 0.D. or { 5*) O.D, 11 gauge pre-galvanized round tubing,or aluminum round tubing
when specified. Minimum tensile strength shall be 380MPa (55,000 psi). Minimum yield point shalt be 345MFPa (50,000 psi).
Piastic caps shall be positioned in the fop of each post. Posts shall have a baked-on etectrostatically applied polyester dry
powder coating.Post uprights may be aluminum round tubing when specified.

Square Vinyl Clad Metal Decks shalf cover a minimum of 1.03 square meters (1,596 square inches) of top surface area.
Metal decks shall be fabricated from punched and formed 11 gauge hot rofled sheet steel. This assembiy shall be dipped in

a textured poly-vinyl-chloride coating.

Vinyl Clad Half Deck shall cover a minimum of .52 square meters (798 square inches) of top surface area. Metal decks
shall be fabricated from punched and formed 11 gauge hot rolled sheet steel, This assembly shall be dipped in a textured

poly-vinyl-chloride coating.

Vinyl Clad Triangle Deck shall cover a minimum of .45 square meters (680 square inches) of top surface area. Meatal
decks shall be fabricated from punched and formed 11 gauge hot rolled sheet steel. This assembly shall be dippedin a

textured poly-vinyi-chioride coating.

1.2m (487) and 915 mm (38"} Transfer Station shall consist of two triangular decks, a three step assembly for the 1.2 m
(487 and two step assembly for the 915 mm (36”) and handrails. Each triangular deck shal be fabricated from 11 gatige
sheet stesl, covering .37 square meters (575 square inches) and have three 25 x 152 mm 1" x 67} hand slots incorporated
inte the deck surface for aid in user fransifion. The step assemblies provide access from the transfer decks to a 1.2 m (487
deck height or 915 mm (36" deck height. Each step shall have a tread depth of 406 mm (16" and a fread width of 953 mm
(37.57), with each rise 203 mm (87 or less. Each step assembiy shal have an all welded construction from 11 gauge sheet
steel. Each step assembly and Transfer Deck shall be dipped in 2 textured poly-vinyl-chloride coating. Transfer Station
handrails1shalt be fabricated from 33 mm (1.3157) O.D., pre-galvanized, 14 gauge tubing. Transfer Station loops shall be
fabricated from 42.2 mm (1.66") 0.D., pre-galvanized, 11 gauge tubing. All welded handrail assemblies shall have 2 baked-
on electrostatically applied polyester dry powder coating.

Colored Kick Plates and Deck to Deck Activity Plates shall be fabricated from 13 gauge (2.3 mm} pre-gaivanized sheet
steel, After fabrication, deck to deck plates shall have a baked-on electrostatically applied polyester dry powder coating. 87,
12" and 16 plates shall have fun faces laser cut into them. 24, 28" and 32" plates shall have grooves cut into thern with
opticnal slider “Parachutefshapes” fabricated from CNC Routed high density polyethylene sheet

3.7m (12°} Vinyl Ciad Metal Ramps shall be a minimum of 915 mm (367 wide. Metal ramps shall be fabricated from
punched sheet steel with 76 mm (3") formed sides. Ramyp assembly shall be dipped in textured poly-vinyl-chloride.

Rarnp Double Rails shall be fabricated from 42.2 mm (1.6 0.D. pre-galvanized steel tubing. Rails shall have a baked-on
electrostatically applied polyester dry powder coating.



Ramp Safety Rails shali be fabricated from 33 mm (1,315") pre-galvanized steel tubing. Safety rails shall provide an
enclosure and shali have no gaps greater than 76 mm. (3”) and less than 254 mm (10", especially between vertical rungs
and posts. The vertical rungs of safety rails shall be flattened prior to welding to the horizontal top and bottom bar and shall
be welded continuously around the entire perimeter. Safety rails shall have a baked-on electrostatically applied polyester dry

powder coating.

Ramp Guard Rails shalt be fabricated from 33 mm {1.315%) pre-galvanized stee! tubing. Guard rafls shall have a baked-on
etectrostatically applied polyester dry powder coating.

1.2 m (4} and Z.4m (8°) Arch Bridge shall be a minimum of 915 mm (36") wide. Arch Bridge shall be fabricated from
precision punched 13 gauge steel with 76 mm (37) formed sides. Bridge assemblies shalt be dipped in a textured poly-vinyl-

chioride coating.

Arch Bridge Safety Rails vertical rungs shall be fabricated from 25 mm (1") pre-gaivanized steel tubing. The hotizontal rails
shall be fabricated from 33 mm (1.315") pre-galvanized steel tubing. Safety rails shail provide an enciosure, and shall have
no gaps greater than 80 rmm (3.15") and less than 2584 mm (107, especially between vertical rungs and posts. Safety rails
shall have a baked-on electrostatically applied polyester dry powder coating.

Arch Bridge Buard Rails shall be fabrcated from 33 mm (1.315") pre-galvanized stee! tubing. Guard rails shall have a
baked-on electrostatically applied polvester dry pewder coating.

Cat Walk shall be fabricated from 3 mm (11 gauge sheet steel with 3 mm (11 gauge) steel sides and end supports. Cat
Walk shali be dipped in a textured poly-vinyl-chioride and aven cured to a durable finish. Cat Walk shall have a dual rail side
enclosure. Top and bottom rails shall be fabricated from 33.4 mm (1.315"} O0.D. pre-galvanized steel tubing with vertical rails
welded to the fop and bottom rail. Vertical rails shall be fabricated from 25 mm (17) O.D. pre-galvanized steel tubing. After
assembly side enclosures and ehd sections shall have a baked-on electrostatically applied polyester dry powder coating

24 m (87} and 3.7 m {12') Vinyl Clad Clatter (Suspension) Bridge (U.S. Patent #5,118,0989) planks shall be pre-
assembled at factory for ease of installation, Clatter bridge pianks shall be fabricated from one piece of 11 gauge punched
and formed hot rolled sheet steel. The clatter bridge plank shalt be dipped in textured poly-vinyl-chloride and oven-cured.
Assembly of planks shall be such that no open gaps occur between planks. Plank to plank joints shall be pinch proof to the
user. No cables or chalns shall be used in the assembly of the planks. Clatter bridges shall have a dual rail side enclosure
fabricated from 33 mm (1.315") pre-galvanized steel tubing, curved to match the curve of the bridge, to provide user stabifity
at a consistent height along the bridge and shall have a baked-on electrostatically applied polyester dry powder coating,

Burmese Bridge shall be designed to work between posts on 3.7 m (127} centers. The chains shall be pre-galvanized and
the vertical chains shall be PVC coated and oven cured to a durable finish. Handrails shall be fabricated from 42.2 mm
(1.66") pre-gaivanized steel tubing and shalf have a baked-on electrostatically applied polyester dry powder coating.

Vinyl Clad Stairs and Step Ladders shali be a one piece ali welded assembly coated with a textured poly-vinyl-chioride
coating. The stairfstep assembly shall be fabricated from punched 13 gauge hot rolled sheet steel. The stait/step assembly
shall attach to the deck edge with staihless steel hardware and shall be supported by 33 mm (1.315") O.D. x 13 gauge pre-
galvanized posts at the bottom riser, Handrails and deck enclesure frame shall be fabricated from 33 mm (1.3187 x 11
gauge pre-galvanized steel tubing. Vertical rungs within handrails and deck encloswes shall be fabricated from a minimum of
25 mm (1) ©.D. x 14 gauge pre-galvanized steel tubing. Handralls and enclosures shall have a baked-on electrostatically

applied polyester dry powder coating.

Rung Ladder shall be designed fo incorporate a one-piece, welded construction to aid installation. Rung ladder side rafls
shall consist of 33 mm (1.315") O.D. pre-galvanized steel tubing. Rungs shal be fabricated for 25 mm (17) O.D. pre-
galvanized steel tubing. Brackets shall be fabricated from 7 gauge pre-galvanized steel. Rung ladder shal have a baked-on
electrostatically applied polyester dry powder coating. Available with hand loops or safety loops.

Ladder Panel shall be fabricated from 11 gauge sheet steel. Foot openings shall be 76 mm (3") high x 429 mm (16.875"
wide and evenly spaced. Treads shall be 32 mm (1.25") deep. The complete ladder assembly shall be dipped in & textured

poly-vinyl-chioride coating. Available with hand hold loops or safety loops.

CHIT Climb shall be rotationally mofded from finear fow densily polyethytene. The CIiff Climb shall have the appearance of a
rock face with foot and hand holds molded in for scaling. The rear of the CHff Ciimb shall house a mirror fabricated from

Type 430, 16 gauge, No 2 bright annealed stainiess steel.

Pomimel Climber shall be fabricated from 33 mm (1.3157) x 14 gauge pre-galvanized steel tubing. Brackets shal be
fabricated from 4.554 mm {.179") mild steel. Pommels shall be fabricated from E.P.D.M. 50 duro black rubber with a steel
insert molded inside, rendering them slash proof. After fabrication ali galvanized steel parts shail have a baked-on

electrostatically applied polyester dry powder coating.

Arched Chain Climbers shall be designed to Incorporate a one-piece, all welded frame. The side ralls shall be arched and
have a center to center spacing of 722 mm (28.437"). The side ralls shail be fabricated from 42.2 mm (1.66"} O.[). pre-
galvanized steef tubing. Chair shall be 4/0 steel with a textured poly-vinyl-chioride coating, oven cured to a durable finish.



After fabrication all parts except for the chain shali have a baked-on electrostatically applied polyester dry powder coating,
Avallable with hand hold loops or safety loops.

Chain Net Climber chain shall be 4/0 steel with a textured poly-vinyl-chloride coating. Available with hand loops or safety
foops.

tnverted Arch Climber shall be designed to incorporate a one-piece, all welded sonstruction with rungs welded to sideraiis.
The siderails shall be fabricated from 42.2 mm (1.68") O.D. pre-galvanized steel tubing, be arched and have a center to
senter spacing of 722 mm (28.437"). The rungs shall be fabricated from 33 mm (1.315") O.D. pre-galvanized steel tubing
and shalf have & "U" shape design. After fabrication all parts shall have a baked-on electrostatically applied polyester dry
powder coating. Available with hand hold loops or safety foops.

Arch Climber shall be designed to incorporate a one-plece, altwelded construction with rungs evenly spaced, center o
center and welded to sideralis. The siderails shalt have a center spacing of 711 mm (28", The siderails shall be fabricated
from 42.2 mm (1.66") O.D. pre-gaivanized steel tubing. The rungs shall be fabricated from 33 mm {1.3157) O.D. pre-
gaivanized steel tubing. After fabrication all parts shall have a baked-on electrostatically applied polyester dry powder
coating. Available with hand hold foops or safety loops.

Curly Climbers shall be of a design which will not allow children to climb into the interior of the coil. Curly Climber colls shall
be fabricated from 33 mm {1.316") O.0. pre-galvanized steel tubing. The center support post shall be fabricated out of 42,2
min (1.68") 0.0, pre-galvanized steel tubing. Enclosure shall be fabricated from 33 mm (1.31 5" O.D. pre-galvanized steel
tubing. Curly Ciimbers shall be an all welded construction and shall have a baked-on electrostatically applied polyester dry

powder coafing.

Snake Pole shall be fabricated from 33 mm (1.315") O.D. pre-galvanized steel tubing. The center support post shall be
fabricated out of 42.2 mm (1.66") O.D. pre-galvanized steel tubing. The snake pole shall be an all welded construstion.
Enclosure shall be fabricated from 33 mm (1.315%) O.D. pre-galvanized steel tubing. After fabrication all parte shall have a

baked-on electrostaticaily applied polyester dry powder coating.

Loop Climber shall be fabricated from 33 mm (1.315") O.D. pre-gaivanized steel tubing. The center support posts shall be
fabricated out of 42.2 mm (1.68") O.D. pre-galvanized steel tubing. The loop climber shall be an alf welded construction.
Enclosure shall be fabricated from 33 mm (1.315") O.D. pre-gaivanized steel tubing. After fabrication all parts shall have a
baked-on electrostatically applied polyester dry powder coating.

Side Step Climber shall be fabricated from 33 mm (1.315”) 0.D. pre-gaivanized steel tubing. The Side Step Ciimber shall
be an all welded consfruction. Enclosures shall be fabricated from 33 mm (1.3157) O.D. pre-galvanized steel tubing. After
fabrication all parts shalt have a baked-on electrostatically applied polyester dry powder coafing.

Climbing Net shall be fabricated from rope consisting of six urethane coated nylon wrapped steet cables twisted around a
nylon core. Each perpendicular jeint shall be rigidly secured. Climbing Net shall be secured with a stainless steel eyenut to
the deck edge and a stainiess steel cleavis at the bottom. Available with hand hold loops or safety loops.

Circle Overhead shall have teardrop shaped hand rungs welded to a single tircutar monorall. The Circle Overhead shall be
designed with a 270 degree arc to return to the take off platform. The center beam and support fegs shall be fabricated from
48.3 mm (1.8") O.D. pre-galvanized steel tubing. The teardrop shaped rungs shalt be fabsicated from 33 mm (1.315"y Q.D.
pre-galvanized steel tubing. The Circutar Overhead shall have a baked-on electrostatically applied polyester dry powder

coating

#8” Overheads Right and Left shall have teardrop shaped hand rungs welded to a singte arc monarall. The "S" Overhead
Right shall be designed with a right arc from the take off platform, midway the arc wutns lefi. The 5" Overheard Left shall be
designed with a left arc from the take off platform, midway the arc turn right. The center beam and support legs shall be
fabricated from 48.3 mm (1.9") O.D. pre-galvanized steef tubing. The teardrop shaped rungs shall be fabricated from 33 mm
{1.315" O.D. pre-galvanized steel tubing. The “S” Overheads shall have a baked-on electrostatically applied polyester dry

powder coating.

“2” Qverheads Right and Left shall have teardrop shaped hand rungs weided to a single arc moncrail, The 2" Overhead
Right shall be designed with a 90° right turn from the take off ptatform, midway the arc turns 90° left to a second platform.
The “Z” Overheard Left shall be designed with a 90° left turn from the take off platform, midway the arc tums 80% right to a
second platform. The center beam and support legs shall be fabricated from 48.3 mm (1.8 0.D. pre-galvanized steel
tubing. The teardrop shaped rungs shalt be fabricated from 33 mm (1.3156" O.D. pre-galvanized stee! tubing. The “Z”
Overheads shall have a baked-on elestrostatically applied polyester dry powder coating.



“C" Overhead shali have teardrop shaped hand rungs weided to a single arc monorail. The "C” Overhead shall be designed
with & 80° turn from the take off ptatform, midway the arc tuzns an additional 9¢° to a second platferm. The center beam and
support legs shall be fabricated from 48.3 mm {1.9" O.D. pre-galvanized steel tubing. The teardrop shaped nungs shall be

fabricated from 33 mm {1.315") 0.D. pre-galvanized stee! tubing. The “C” Overheads shall have a baked-on electrostatically

applied polyester dry powder coating,

360 Degree Overhread shall consist of a continuous hand grasping component fabricated from 33 mm (1.315") O.D. pre-
galvanized steel tubing suspended from a second circular support component fabricated from 48.3 mm (1.9" 0.0, pre-
galvanized steel fubing. The system shall consist of a center support and perimeter support legs, which shall be fabricated
from 48.3 mm (1.97) Q.D. pre-galvanized stee! tubing. 360 Degree Cverheads shall have a baked-on electrostatically applied
polyester dry powder costing. Advanced 360 Degree Overhead systems can be used in conjunction with Circle, “8°, “C™ and

"Z" overhead components.

Challenge Ladder shall be designed to incorporate a one-piece, weided construction fo ease installation. The challenge
tadder shall be designed to work befween posts on 3.7 m (12" and 2.44 m (8"} centers for the length The challenge iadder
rungs shail be fabricated from 33 mm {1.318") O.D. pre-galvanized steel tubing. The side ralls shall be fabricated from 60
mm {2.375%) Q.D. pre-galvanized stee! tubing. After fabrication all parts shall have a baked-on electrostatically applied

polyester dry powder coating.

Wavy Challenge Ladder shall have rungs welded to siderails, The wavy challenge ladder shalf be designed to work
between posts on 2.44 m (8') centers for the length. The side ralls shall be fabricated from 60 mm (2.375" O.D. pre-
galvanized steel fubing. The rungs shall be fabricated from 33 mm (1.315") O.D. pre-galvanized steel tubing. The wavy
challenge ladder shall have a baked-on electrostatically applied polyester dry powder coating.

Bowed Challenge Ladder shall have rungs welded to siderails. The bowed chalfenge ladder shall be designed to work
between posts on 2.44 m (87 and 3.7 m (12°) centers for the length. The side rails shall be fabricated from 60 mm (2.375"
0.D. pre-gaivanized steel tubing. The rungs shall be fabricated from 33 mm (1.315"} O.D. pre-galvanized steel fubing. The
bowed challenge adder shall have a baked-on electrostatically appiied polyester dry powder coating.

Trapeze Challenge Ladder rungs shall be fabricated from 25 mm {1"} O.D. pre-galvanized steel fube and shall he mounted
to the main side rails via stainiess steel spherical bearings. The side rails shall be fabricated from 80 mm (2.375") 0.D. pre-
galvanized steel tubing. The trapeze challenge ladder shail be designed to work between posts on 3.7 m (12" centers for the
fength. The trapeze challenge ladder shall have a baked-on electrostetically applied polyester dry powder coating.

Ring Chalilenge shali consist of a 80 mm (2.375") O.D. pre-galvanized stesi beam and shall have ring coils fabricated from
33 mm {1.315") Q.D. pre-galvanized steel tubing. Ring chalienge shall be an all welded construction and shall have a baked-
on electrostaticatly applied polyester dry powder coating.

Floating Stones shali have a main-support beam fabricated from 73 mm {2.875") O.D. 6 gauge pre-galvanized steel tubing.
Hanging Supports for the floating stones shall be 33 mm (1.315") O.D. pre-galvanized steel tubing and shall be tethered to a
steel footing raif with 4/0 galvanized chaln. Floating stones shall be rotationally molded linear low density polyethyiene.

Stepping Stones shalf be rotationally molded linear low density polyethylene mounted on 60mm (2.375" 0., pre-
galvanized support posts.

Track Ride shall be designed to incorporate a one-plece aluminum (6061-T86 alioy) extruded beam to ease installation and
reduce maintenance. The beam shall be designed to work between 3.7 m (12') post centers. Rubber steps shall be provided
at each end of the track. Track ride sross beams shall be fabricated from 86 min (2.375") 0.D. pre-galvanized steef tubing.
The rolier assembly shall consist of four load supporting wheeis with sealed ball bearings and two lateral supporting wheels
to insure that the roller assembly does not rub the sides of the beam, Track ride handte shall be fabricated from 25 mm {17)
O.D. pre-galvanized steel tubing. After fabrication, the steel components shali have a baked-on electrostafically apptied

polyester dry powder coating.

Ring Trek shall consist of a 60 mm (2.375") O.D. pre-galvanized steel beam and shall have steet ring hangers welded in
place to ease installation and reduce maintenance. Oil impregnated bronze bushings shall be Caps shalf fit snugly inte 33
mm (1.315") diameter, and 25 mm (1"} square pipe ends and shall be injection molded high density polyethylene. This
plastic shall be stabilized against pressed into ring hangers, after they have a baked-on electrostatically applied polyester dry
powder coating. Ring trek handles shall be cast in Tenzaloy, a high strength, seif-aging aluminum alloy of the aluminum-zine-
magnresium type. This alloy shall comply to ASTM standards B179-73, B26-72, B108-73, and Federal Specifications: QQ-A-

37H, QQ-A-601d, and QQ-A-596e.

Paraliel Bars do not need additional posts for instaliation. Parallel bars shal be fabricated from 60 mm (2.375" 0.D. pre-
galvanized steel tubing and have a finished length of 3.0 m (10°). After fabrication all parts shall have a baked-on
electrostatically applied polyester dry powder coating.



Stainless Steel Double Wide Slide shali be 755 mm (29.77} wide single piece 16 gauge 304 stainless steel, 11 gauge steel
brackets shail reinforce the entrance and exit of the sfide. Side raifs shall be 32 mm (1.25") wide x 105 mm (4.125%) high “D"
styfe aluminum, closed by cast aluminum end caps permanently riveted in place. Single rail shall be fabricated from 33 mm
(1.315" 0.D. galvanized fubing. Slide end support shall be fabricated from 38 mm (1.5") square fubing. All steel tubing shall
have a baked-on electrostatically applied polyester dry powder coating.

Wave Slides with Hood enclosure shall be rotationally molded from linear low density polyethylene. Top of the slide hood
shafl be at least 825 mm (38") above the deck surface. The connection between the slide and the slide hood shall prohibit
string entanglement. Plastic siide side rails shalt be a minimum of 203 mm (8") high from the slide surface and slide badway
shalt be designed with a 408 mm (16") minimum width. Plaste slides shall have the manufacturer's trademark applied to
identify the source of the product. Slide bed shall be one-piece with no seams or joints. Slide end support shall be fabricated
from 38 mm (1.5") square tubing and shall have a baked-on electrostatically applied polyester dry powder coating. Mid
support shall be fabricated from 42.2 mm {1.66") C.D. tubing and shafl have a baked-on electrostaticaily applied polyester

dry powder coating.

610 mim (24"') Wave Siides with Hood enclosure shall be rotaticnally molded from linear low density polyethylene. Top of
the slide hood shall be at teast 825 mm (38"} above the deck surface. The connection between the slide and the sfide hood
are shipped pre-assembled and shall prohibit string entanglement. Plastic slide rails shall be a minimum of 203 mm (8" high
from the slide surface. Slide bedway shall be designed with a 406 mm (16" minimum width. Slide bed shall be one-plece

with no seams or joints.

Double Wide Slides shall be rotationally molded from linear fow density polyethytene. Plastic double wide sfide sides shall
be 203 mm (8"} high from the slide surface and slide bedway shall be designed with a 406 mm (16”) minimum width. Double
wide slide shalt be a one-piece design with a center divider having no seams, joints or gaps. Plastic slides shall have the
manufaciurer’s trademark applied to identify the source of the product. Slide end support shall be fabricated from 38 mm
(1.5") square tubing and shall have a baked-on electrostatically applied polyester dry powder coating. Mid support shall be
fabricated from 42.2 mm (1.66") O.D. tubing and shall have a baked-con electrostatically applied peolyester dry powder
coating. A single rall sit down bar shalt be fabricated from 33 mm (1.315") O.D. pre-galvanized steel tubing. All steel tubing
shalt have a baked-on electrostaticaily applied polyester dry powder coating.

360° Spiral Slide {U.8, Patent #D335,517) with Hood shalf be two piece with a seamiess bedway, rotationally molded
from linear low density polyethylene. Slide side rails shall be a minimum of 355 mm (14") high from the slide surface. Center
post shall be 89 mm (3.5") pre-gaivanized tubing. Skide bed and enclosure shall conform to United States GPSC guidelines
for spiral slides. Spiral slide shall provide a full 360° of rotation. Siide fransition decks shal! be fabricated from punched sheet
steel and shall cover a minimum of 0.7 square meters (1,080 square inches) of top surface. This assembly shalt be dipped in
textured poly-vinyi-chioride. Slide enclosures shall be fabricated from 33 mm (1.315" O.D. pre-galvanized stee! tubing and
shall have a baked-on electrostatically applied polyester dry powder coating. Siide enclosures shall have no gaps greater
than 76 mm {37} and less than 254 mm {10"), espectally hetween vertical rungs and posts.

Elbow Slides shail be one-piece, rotationally moided from linear low density polyethytene. Slide side rails shall be a
minimum of 229 mm (8°) high from the slide surface. Slide enclosure shall be fabricated from 33 mm (1.315" 0.D. tubing.
Slide end support shall be fabricated from 38 mm {1.57) square tubing. All steel ubing shall have a baked-on electrostatically

applied polyester dry powder coating.

Half Pipe Sectional Slides with Hoods shall be comprised of section, rotationally moided from linear Jlow density
polyethylene. The slide enclosures shall also be rotationally moided from linear fow density polyethylene. The end support
and mid supports shall be fabricated from 48,3 mm (1.9") 0.0 pre-galvanized tubing, 2.3 mm {13 gauge and 3 mm (11
gauge) pre-galvanized sheet steel. The supports shall have a baked-on slectrostatically applied polyester dry powder

coating.

Tunne! Slides shall be configured to approximately a 762 mm (30") internal diameter cross section. Tunnel panels shall
have the manufacturer's trademark applied to identify the source of the product. Tunne! slides shall be assembled using an
overfap joint on section connection and shall not have any internal hardware, Tunnels, elbows and panels shall be rotationally
molded from linear low density polyethylene. Tunnel slide end supports shali be fabricated from 38 mem (1.5" square, pre-
galvanized steel tubing and mid supports shall be fabricated from 42.2 mm (1.66") O.D. pre-galvanized stes! tubing. Both
supports shall have a baked-on electrostatically applied polyester dry powder coating.

Bannister Rails shali be fabricated from 60 mim (2.375") O.D. pre-gaivanized steel tube. All components shall have a
baked-on efectrostatically applied polyester dry powder coating.

Sliding Poles shail be fabricated from 42.2 mm (1.66") O.D. pre-galvanized stee! pipe. After fabrication all components
shall have a baked-on ¢lectrostatically applied polyester dry powder coating. The top support brace shall be fabricated from

33 mm {1.315") O.D. pre-galvanized steef pipe.

Straight Crawl! Tunnels shall have an approximate internal diameter area of 762 mm (30") and three 76 mm (3" holes to
allow for visibility. Crawl tunnel mounting panel shafll have the manufacturer's trademark applied to identify the source of the
product. Tunnel and panel shall be rotaticnally molded from linear low density polyethylene.



80° Eibow, Extended 90° Elbow and “8” Crawl Tunnel shall have an approximate internal diameter area of 762 mm
(30"). Crawl tunnel mounting panel shall have the manufacturer's frademark appiied to identify the source of the product.
Elbow, extension and panel shall be rotationally molded from linear fow density polysthylene.

Aluminum Steering Wheei shall be cast in Tenzaloy, a high strength, self-aging aluminum alioy of the aluminum-zinc-
magnesiurn type. This alloy shall comply to ASTM standards: B178-73, B26-72, B108-73, and Federal Specifications: QQ-A-
3711, QQ-A-8014d, and QQ-A-596e. Steering wheels shall mount fo a 33 mm (1.315% O.D. pre-gaivanized tube. After
fabrication, all components shall have a baked-on electrostatically applied polyester dry powder coating.

Plastic Steering Wheel shalf be rotationafly molded from linear low density polyethylene. Steering wheels shall mount to a
25 mm (1"} O.D. pre-galvanized steel tube.

Kid Village™ Panels, Seat {U.5. Patent D-370959), Gounter, Doorway, Window, Activity and Fence (U.S. Patent D-
370,268), shall be rotationally molded from inear low density polyethylene. The village panels shall be 1231 mm (48.5") high.
The Kid Village™ doorway opening shall be 457 mm {18") wide. The molded in graphics shall not be raised above the
surface of the panel. Panel mounting brackets shall be fabricated from 11 gauge sheet steet and dichromate washed. After
fabrication, alf steel components shalfl have a baked-on electrostatically applied polyester dry powder coating.

Kid Village™ Table shall be rotationally molded from linear tow density polysthylene.

Animal Crawl Tunnel (U.8. Patent D-381656), Counter (U.S. Patent D-391615) and Door Panel shall be rotationally
moided from linear low density polyethylene. The molded in graphics shall not be raised above the surface of the panel.

Steel Store Front shall be fabricated from pre-galvanized, punched 11 gauge sheet steel welded to pre-galvanized 33 mm
{1.315% steel tubing. Steel Store Front shall consist of two components: a counter and top section, which can be used
togethier to simutate a store or used independertly. After fabrication the components shall have a baked on electrostatically

applied polyester dry powder coating.

Dinosaur Counting Panel, Alphabet Panel and Finger Maze Panel shall be fabricated from tri color compression molded
palyethytene with incised graphics to trace shapes. Panels shall be mounted in z rotationally molded linear low density

polyethylene.

Graphics Panels shall provide enclosure and be nen-climbable. The piastic panel shall have the manufacturer's trademark
applied to identify the source of the product, Graphics paneis shall be rotationally molded from linear low density
polyethylene. The molded in graphics shall not be raised above the surface of the panel.

Bubble Mirror Panel shall consist of two 3 mm (125"} metalized bubbles with a non-removable filler of bubble wrap
packaging material inside to prevent comnpression of bubbles. The mirror shall be attached to a rotationally molded linear low
density polyethytene panei to provide enclosure. The panef shali have the manufaciurer's trademark applied to identify the

source of the product.

Mirror Panel mirrors shall be fabricated from Type 430, 16 gauge, No. 2 bright annealed stainless steel, The mirror shali be
aftached to a plastic panel to provide an enclosure. The plastic panel shall have the manufacturer's trademark applied to
identify the source of the product. The panet shall be rotationally molded from finear low density polyethylene, Panel
mounting brackets shail be fabricated from 7 gauge, pre-galvanized sheet steel and dichromate washed. After fabrication, all

steel components shall have g baked-on efectrostatically applied polyester dry powder coating.

Bubble Panels shall be fabrigated from 6 mm (28" thick, an extremely tough, impact resistant polycarbonate material and
shall be optically clear, The bubble shall be attached to a plastic panel fo provide an enclosure. The plastic panel shall have
the manufacturer's trademark applied o identify the source of the product. The panel shall be rotationally molded from linear
low density polyethylene. Panel mounting brackets shall be fabricated from 7 gauge, pre-gaivanized sheet steel, and
dichromate washed. After fabrication, all steel components shall have a baked-on electrostatically applied polyester dry

powder coating.

Window Panels shall be fabricated from 6 mm (25") thick, an extremely tough, impact resistant polycarbonate material and
shall be optically clear. The window shall be attached to a plastic panel to provide an enclosure. The plastic panet shall have
the manufacturer's trademark applied te identify the source of the product. The panel shall be rotationally molded from linear
low density polyethylene. Panel mounting brackets shall be fabricated from 7 gauge, pre-galvanized sheet steel, and
dichromate washed. After fabrication, ali steel components shall have a baked-on electrostatically applied polyester dry

powder coating.

Gear Panel shali be rotationally molded from linear jow density polyethylene. Two Lexan sheets contain a set of gears and a
crank that shall be rotationally molded from linear fow density polyethylene. The plastic panel shali have the manufacturer's
trademark appiied to identify the source of the product.



Beven Station Play Factory shail be rotationally moided from linear fow density polyethylene. Textured pattemns, hand
matching game and finger tracing maze shali be molded in. Two windows contain a set of gears that shall be rotationally
molded from linear low density polyethylene. The periscope has polished stainiess steel mirrors. Tatk tube mouth pieces are

stainless steel.

Activity Panels, Tic-Tac-Toe, Spelling, Math and Animal, shall consist of a cylinder assembly and enclosure panel.
Cylinders shafi have vertioal support bars which shall be fabricated from 25 mm (17 ©.D., pre-galvanized steel tubing. Panel
and cylinders shall be rotationally molded from linear low density polyethylene. The molded-in graphics shall not be raised
above the surface of the plastic. Panel mounting brackets shall be fabricated from 7 gauge, pre-gaivanized sheet steel, and
dichromate washed, After fabrication, all steel components shalt have 2 baked-on electrostatically applied polyester dry

powder coating.

Abacus Panel shall be rotationally molded from linear low density polyethylene. Spheres shall be fabricated from
polyethylene with ultraviolet (V) light stabilizers and color pigrment molded in. Each of the polyethylene spheres shall be 70
mm (2.75") in diameter and be molded in red and yellow. Horlzontal rails shall be fabricated from 25 mm (1" x 13 gauge

pre-galvanized steel tubing.

Double Sided Routed Play Panels shall be fabricated from high density polyethyiene with graphics routed in. Panels shal}
be mounted in a rotationally molded linear fow density polyethylene pane!

Fire Safety Panel shall be fabricated from t cofor compression melded polyethylene with incised graphics to trace shapes.
Panels shal be mounted in a rotationally molded linear low density polyethylens panel.

Accessible Sand Box/Water Tabie shall be rotationally molded from Fnear jow density polysthylene. Sand capacity shall be
approximately 159 pounds of play sand. The Sand Box/Water Table shali be fitted in the factory with a water drainage valve.
A one plece lid shalt be rotationally molded from linear low densify polyethylene.

Friendship Globe shalt be rotationally molded from linear low density polyethylene with ultraviolet (V) stabifizers, raised
continents and graphics molded in. Globe shall be mounted on 16 gauge 60 mm (2.375") pre-galvanized steel tubing and
shall have a baked-on electrostatically applled polyester dry powder coating.

Sign Panels shall provide a non-climbable enclosure. The plastic panel shall have the manufacturer's frademark apphed to
identify the source of the product. The pane shall be rotationally molded from linear low density polyethylene .Panel
motnting brackets shall be fabricated from 7 gauge, pre-galvanized sheet steel, and dichromate washed. After fabrication,
all steef components shall have a baked-on electrostatically applied polyester dry powder coating.

Safety Panels shall provide a non-climbable enclosure. The plastic panef shall have the manufacturer's trademark applied to
identify the source of the product. The panel shall be rotationally maided from linear iow density polyethylene .Panel
mounting brackets shall be fabricated from 7 gauge, pre-galvanized sheet steel, and dichromate washad, After fabrication,
all steel components shall have 2 baked-on electrostaticaly applied polyester dry powder coating.

Safety Rails shalt be fabricated from 33 mm (1.315" O.D. pre-gaivanized tubing with 7 gauge pre-galvanized steel brackets
welded on both ends for attachment to the posts and deck, The Safety Rails provide a non-climbable enclosure and shall
have no gaps greater than 76 rmm (37 and less than 254 min (1 0"}, especially between vertical rungs and posts. The vertical
rungs of satety raile shall be flattened prior to welding fo the horizontal top and hottorn ber, and shall be welded continuously
around the entire perimeter. After fabrication, all steel components shall have a baked-on electrostatically applied polyester

dry powder coating.

Talk Tubes shall be fabricated from 48 x 3.4 mm (1.90" x .1357) walf steef tubing. The “phone funnel” shall be fabricated
from sheet steel capped with tubing and have a perforated steel insert inside, Talk Tubes shall have a baked-on
electrostatically applied polyester dry powder coating.

Chinning and Turming Bars and Single Rails will be designed to be mounted to the post for the ease of installation and
shall be fabricated from 33 mm (1.316") O.D., pre-galvanized steel tubing and shall have a baked-on electrostatically applied

polyester dry powder coating.

Sand Border Panels shall be rotationally molded from linear low density polyethylene. All panels shall have a moided in seat
and overtap standard posts with a minimum height of 317 mm (12.5%). Post spacing shall be the standard 1003 mm (39.57)

on centers.

Quad Roof shalf have over 18.6 square meters (61 square feet) of shaded play area and have the manufacturer's
trademark molded in to identify the source of the preduct. The guad roof shalt be 940 mm {377} high and rotationaily miolded
from linear low density pofyethylene. The Quad Roof is a mulli section roof (nine sections) and requires eight posts for
mounting, but can accomimodate a ninth, or center post.



Square Roofs shall be 762 mm (30"} high and shall have the manufacturer's trademark molded in to identify the source of
the product. The roof shall be a double wall construstion and rotationally molded from finear low density polyethylene.

Arch Roef and Double Arch Reof shall consist of two parts. The arches shall be rotatienally molded from linear low density
polyethylene. The roof section shall be fabricated from 16 gauge galvanized sheet steel with £ x 76 mum (25" x 3") slots
punched over the entire surface. The roof section shall be mechanically attached fo the arches with screws to form the
assembly. The roof section shall have a baked-on electrostatically appfied polyester dry powder coating,

Arches shall be rotationally molded from linear low density polyethylene.

Loops shall be fabricated from 33 mm (1.315") O.D., pre-galvanized steel tubing, with verlical rungs fabricated from 25 mm
(1) O.D. pre-galvanized stee] tubing. After fabrication all loop components shall have a baked-on electrostatically applied
polyester dry powder coating nd be designed to bolt directly to the post and deck.

There shall exist NO GAPS greater than 76 mm (3”) and less than 254 mm (10"} In any component design, unless otherwise
stated.



