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An innovative collection of 18 new
designs suitable for walls, elevators, and
column covers. Standard sizes 48" x
96/120" with thicknesses from .025
aluminum to 20, 18, or 16 gauge
stainless steel, brass or bronze. Custom
design and collaboration is encouraged.

All GageMetal designs are available in
sheet form for direct application to the
properly prepared jobsite substrate
(System A). They can also be panelized
for demountable use with Z-bar clips
(System Z) or the Gage extrusion system
(System E).

Click here to view our environmental
statement.



http://www.gagecorp.net/environ.html
http://www.gagecorp.net/environ.html

GM 400
Reeds

GM 404
Feathers

GM 410
Waves

il

GM 414
Hourglass

GM 418
Park Place

GM 401
Ice Flower

bk

i‘ ke
L

§

GM 407
Structure

GM 411
Engine Stripe

GM 415
Band Saw

GM 419
Alternate

GM 402
Traces

GM 408
Granite

GM 403

Non-directional

GM 409
Pin Stripe

GM 412
Crossroads

L I
O
GM 416

Tech Squares

GM 413
Woven Metal

GM 417
Magnum

GM 423
Pallinato



GM 400 - Reeds Back to Gallery,



Tom
Typewritten Text

Tom
Typewritten Text

Tom
Typewritten Text
Back to Gallery


GM 401 - Ice Flower




GM 402 - Traces

.,,-_"' ".'-.ll.\_..|| m ey

|Jlrlr|11l "J'l"" |

I il
15 .l.j..,'r_‘_
‘I 4 |'| TR
. EiT
55 * 'll.,.
I A



GM 403 - Non-directional







GM 407 - Structure




Q
=
c
©
—
O
1
0
o
<
=
O




GM 409 - Pin Stripe




GM 410 - Waves




GM 411 - Engine Stripe




ds

12 -

GM 4
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Metals - Types, Grades, Technical Data

A. PLAIN METALS

a) STAINLESS STEEL ALLOY 304

This is the metal of choice for most architectural and any decorative surfaces. ldeal for fabrication. It is
highly resistant to corrosion and therefore suitable for outdoor applications. No protective coating is
required.

b) STAINLESS STEEL ALLOY 316
It is rarely used except when its particularly strong resistance to corrosion becomes a factor: chemical
environments or similar exposures. It does not require any protective coatings.

c) STAINLESS STEEL ALLOY 430
Not usable for architectural or other quality installations, this alloy contains a fair amount of iron and will
therefore oxidize. It is commonly used for lower grade fabrication.

d) BRASS ALLOYS 464 - 260 - 280

This yellow metal is a copper alloy and is available in many different alloys, having different trade names.
Alloy 464 is called Naval Brass, Alloy 260 is called Cartridge Brass and Alloy 280 is called Muntz. All 3 are
very close in color. Naval Brass in quality grades is widely available. Muntz, best known by architects, has
become increasingly scarce in recent years. It is highly recommended to specify Naval or Cartridge Brass for
decorative applications. Any brass will need to be clear lacquer coated to prevent and retard tarnishing. It is
not recommended to specify brass for outdoor applications, especially not in hot and humid tropical or
marine environments, or in non-air-conditioned buildings in such climates.

e) BRASS ALLOY 220 (COMMERCIAL BRONZE)

Because of its trade name "Commercial Bronze," this alloy is commonly referred to as Bronze (real Bronze
does not exist in sheet form). Its reddish color is highly attractive and can be matched with hardware in real
bronze. Again, this alloy needs to be clear lacquer coated and all other recommendations for Brass will apply.

f) COPPER ALLOY 110

Plain copper sheets in their reddish color are very beautiful. But many of the more complex decorative
finishes can only be applied with great risk or subsequent, residual tarnishing. Best uses for copper are full
sheet oxidation finishes and textures on metal laminates. Again, copper needs to be clear lacquer coated and
all other recommendations such as for Brass apply also for Copper.

g) ALUMINUM

This material is the most common metal on earth and it exists in many different alloys, grades of hardness
and quality. Most are suitable for the various decorative finishes. Since Aluminum does oxidize, albeit very
slowly, a protective coating is necessary. The coating for outdoor applications is anodized, whereas clear
lacquer coatings are sufficient for indoor applications. Aluminum can also be dyed successfully with organic
dyes or coated with transparent colored coatings. Aluminum's main features are: light weight and low cost.
Ease of cutting light gauge material by conventional means; give it a much wider market for decorative
applications than Stainless Steel.

h) COLD ROLLED STEEL

This is the professional name for ordinary steel sheets; the most widely used sheet metal in fabrication and
construction. Because it is basically an iron alloy, it needs to be particularly well protected against rust. This
metal is only suitable as a base metal for decorative applications in paint and vinyl coatings, for example.

B. METAL LAMINATES

a) STAINLESS STEEL - COPPER - ALUMINUM - BRASS

All of these metals are widely used as metal laminates. The most common metal is aluminum, either clear
coated or anodized. A metal laminate is a sandwich of a thin metal foil bonded by glue + pressure to a
substrate of phenolic resin or similar. Or 2 thin sheets of plain aluminum are sandwiched over a resin core.
ALMOST ANY OF THE DECORATED FINISHES DISCUSSED HERE CAN BE PRODUCED ON THESE LAMINATES
AS WELL AS ON PLAIN METAL. While metal laminates are lighter, generally less expensive and easier to cut
to size than plain metals, the choice between both will depend on physical characteristics. All major HPL
distributors distribute extensive documentation on metal laminate specs and recommendations how to
handle and fabricate.
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Sheet Sizes - Metal Colors, Tolerances, Variances

A. SHEET SIZES

Dimensions: Plain undecorated metal and metal laminates
Mat'l Dim. Inches 48" x 96" or 48" x 120"

Mat'l Dim (mm) 1219 x 2438 or 1219 x 3048

Dimensions: Custom GageMetal
Mat'l Dim. Inches Any size up to 48" x 120"
Mat'l Dim (mm) Any size up to (1222 x 3048)

Specifiers should consider the most economical use of these standard sizes before
designing a project. If the intended metal facing has formed edges, the overall
standard blank size should always fall within the above dimensions.

B. METAL COLORS, TOLERANCES, VARIANCES

Any metal surface, plain or laminated, may show very slight variances in the color of
the alloy, from sheet to sheet. If this variance is virtually absent in most aluminum
alloys it does exist more often in Stainless Steel sheets and more often still in Copper
alloys.

These variances have their origin in production methods and batch mode production in
the steel mills. Highly structured design patterns or rough type textures are often the
best way to overcome such variances. A specifier should establish some parameters of
acceptable tolerances when this is important.
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Material Thickness

Plain metal sheets of architectural quality vary in thickness between .025" (.60 mm)
and .124 " (3 mm). Just as any other high traffic and high wear application, the
specifier needs to consider minimum thickness to avoid denting.

Elevator surfaces such as doors and cab wall facings are usually specified in 18 gauge
(0.050" or 1.20 mm). If the plain metal sheet is glued to a solid substrate, such as
steel, heavy plywood or particle board, then 20 gauge (0.040" or 1.00 mm) Stainless
Steel is sufficient. For an identical application in copper alloys (which are softer
materials) we recommend to specify nothing less than 18 or 16 gauge (0.050" or
0.060") ( 1.20 mm or 1.50 mm). If the plain metal sheet is used for a hollow
structure, such as a column cover, at least 14 Gauge Stainless Steel or 12 Gauge
(0.124" or 3.00 mm) Copper Alloys and Aluminum should be specified.

METAL LAMINATES are less prone to denting because of the inbuilt resilience of the
phenolic resin substrates. However, hollow or self-supporting structures cannot be
built from metal laminates. The exception to that rule is the metals sandwiched over a
resin core, ex. Alucobond. Such laminates are ideal for any hollow core construction
and are known as aluminum composites. If the specified metal is too thin, then the
fabrication process like forming, bending, roll forming and especially any welding, will
distort the metal sheet: it does not look flat, it is warped, it is "oil-canning."

UNDER NO CIRCUMSTANCES CAN ANY DECORATED METAL SHEETS BE WELDED
BECAUSE IT WILL DESTROY THE DECORATIVE FINISH IN THE WELDED AREA.

The specifier should avoid specifying highly decorated facings with metal which is too
thin for the intended purpose. The resulting installation will look poor while the extra
cost for decorated metal will be wasted.
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Wearing - Scratch/Dent Resistance

It is a myth that some metals will not be scratched! Any metal can be scratched and
dented. The specifier should therefore avoid decorated metals, plain or laminates, for
any horizontal application. Wear and vandalism are a fact of life; many modern
textures and small incremental design patterns will effectively hide ordinary wear and
light intentional scratching. Some textures such as Random Swirl type grinding
finishes were actually designed to absorb heavy wear and vandalism. Other finishes
such as long grain Satin, Polishing, Structure, Non Directional Satin, can actually be
reconditioned and repaired in site, if a repair intervention can be justified
economically. In many countries, metal maintenance teams are trained to recondition
such surfaces. If the metal is severely dented, it cannot be repaired and must be
replaced.
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Forming Decorated Metals

Any design pattern finish will look twice as good when formed. Curved surfaces such
as columns, soffits or similar acquire added reflectivity and brilliance. Forming is a cost
effective technique; specifiers therefore should consider making use of its multiple
possibilities.

PLAIN METALS

A. EDGE BENDING

Except for aluminum, all decorated sheet metal alloys in Stainless Steel and Brass/
Copper can easily be bent to at least 90 degrees without noticeable loss to the
decorated finish on the edge. If a sharp, almost pointed, 90 degree angle is necessary,
the metal sheet needs to be V grooved in the back before bending. In this case there
is no distortion of a pattern.

B. DEEP FORMING

If any decorated design patterns, especially symmetric drawings, are deeply "drawn,"
severe distortion of the design will result with all metals. In such cases, the designer
should specify free form, random type pattern or texture which will not show the
effects from forming. In some cases, the effect of distortion is desirable as long as it is
controllable at fabrication.

C. COLUMN COVER FORMING
Most column covers are roll or press brake formed. Because such radii are generally
not tight, no visible deformation of the decorated surfaces will result.

D. BENDING/FORMING OF CLEAR COATED SHEET METAL

90 degree edge bending, deep forming or even some roll-forming of previously clear
lacquer epoxy or urethane coating can cause the coating to crack or even to de-
laminate in the bent/formed areas:

COPPER ALLOYS: The micro cracks resulting from above should be resealed after
bending/forming to avoid tarnishing of the edge or formed area.

ALUMINUM: The resulting cracks in the edge or formed areas are much less of a
problem since oxidation of aluminum which is mostly used in indoor applications, is
very slow and insignificant in relation to the probable life cycle of the application.
Most aluminum alloys and hardness graduated types are relatively brittle and cannot
easily be formed without cracking and without developing an ugly stretching of the
surface called "orange peel." If this condition is severe, it will affect the decorative
finish.
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Maintenance

A. STAINLESS STEEL

Since Stainless Steel does not oxidize or require a protective lacquer coating, it should
only be cleaned with a soft damp cotton cloth and mild detergent containing no
abrasives. Wiping should always follow any visible grain direction of the finish and be
applied without any pressure.

USE OF ABRASIVE CLEANERS, POWDERS, SCOURING PADS, STEEL WOOL,
SANDPAPER, ETC. WILL DAMAGE ANY FINISH PERMANENTLY. ACID OR ALKALINE
CLEANERS, SOLVENTS OR OTHER LIQUIDS MAY ETCH, OXIDIZE OR OTHERWISE
DAMAGE STAINLESS STEEL.

Any persisting stains like sugar, fingerprints, oil, should be removed while wiping
without pressure with a soft cotton cloth and a small amount of lacquer thinner or
mineral spirits. This should be followed by wiping with a mild commercial glass cleaner
and immediately blow dried to prevent streaking.

B. CLEAR LACQUER, EPOXY OR URETHANE CLEAR COATED COPPER ALLOYS AND
ALUMINUM

All clear coatings are sensitive to scratching and abrasion. Therefore the same
instructions and cautionary measures as for Stainless Steel apply to safeguard the
integrity of clear coatings.

EXCEPTION: UNDER NO CIRCUMSTANCES SHOULD SOLVENTS SUCH AS LACQUER
THINNER, M.E.K. OR ANY OTHER ACID CAUSTIC LIQUIDS BE USED WHICH WOULD BE
ABLE TO DISSOLVE OR ETCH SUCH CLEAR COATINGS.

The only mild solvent which can be used successfully on most clear coatings is mineral
spirits, followed by a wipe with a mild glass cleaner containing little or no ammonia.

If the clear coatings are accidentally or intentionally removed, scratched or otherwise
compromised, the underlying metal will tarnish in the exposed area. In this case,
professional metal maintenance is required.
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Peel Coating

All decorated sheet metal and laminates are always shipped with a protective and
removable peel coating. Some of them are colored white, blue or black. Most
decorated metal design patterns are covered with a transparent peel coating. Peel coat
does not only protect during handling and transport, but especially during fabrication.
Therefore the thickness of peel coats should not be less than 0.002" (0.05 mm), with
an optimal protection with 0.004" (0.10 mm). Any premature removal of a peel
coating may expose the metal to possible damage during fabrication and/or
installation.
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Technical Data

Storage
Metals
Decorated sheet metal and metal laminates should never be stored in high moisture Sheet Sizes
areas, even when still crated. Special care in storage should be given in hot and humid Material Thickness
marine and tropical environments. Storage temperature should not exceed 85° F (30° Wearing Resistance
C) or go below 50° F (10° C) for long periods of time. Optimal storage conditions are Forming and Decorated Metals
approximately 70° F (21° C) and 50-60% relative humidity. Clear coated metals are Maintenance
especially sensitive to heat and humidity as it may result in condensation under the Peel Coating
peel coat edges and in trapped air bubbles. Generally, all clear coated metals should Storage
also be protected against ultraviolet light to prevent discoloration and potential failure g .
of clear coatings. Shearing, Cutting, Burrs
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Shearing - Cutting - Burrs

Plain sheet metals such as Stainless Steel, Brass, Bronze and Copper should only be
cut with a shear. Such a cut will result in a minimal burr on the underside (the
unfinished side) of the sheet, while "drawing" the cut on the finished side into very
slight rounded edge: the "down-cut" edge. Thin gauge aluminum and metal laminates
are generally cut by metal saws and hand tools. Deburring is done with routers and
files.
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Bonding

Generally all plain metal sheets and metal laminates are bonded to various substrates
by contact cements, by rigid glues or even double sided adhesive tapes. With the
great variety of metal alloys and substrates, specifiers should inquire about the
chemical and mechanical suitability of any bonding process in relation to any
substrate, metal alloy and intended usage load.
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Substrates

All metal laminates should be bonded to medium or high density fiberboard, high
quality particle board or plywood of sufficient thickness. The quality of the substrate
will promote better adherence and flatness. Sheet metal and metal laminates can be
bonded to flat sheet metal substructures such as elevator doors. Do not specify
drywall, gypsum, concrete, solid lumber or underlayment as substrate for bonding
sheet metal and metal laminates.

METAL

Technical Data

Metals

Sheet Sizes

Material Thickness
Wearing Resistance
Forming and Decorated Metals
Maintenance

Peel Coating

Storage

Shearing, Cutting, Burrs
Bonding

Substrates

Clear Lacquer Coatings
Design Increments

Butt Joints

PVD Coatings - TiN Coatings
Anodizing

Polishing

Satin Brushing

Etching

Grinding

Structure Satin

Selective Transparent Color
Reliefs

Colored Stainless Steel
Custom GageMetal
Standard Designs
Samples

Pricing

Fire Rating

Specifications

Scratch Resistance Testing




Gallery Technical Data Ml Contact Us Installations

Clear Lacquer Coatings

See also 1. d.e.f. METALS and 4. WEARING and 5. FORMING

Many decorated metal manufacturers will use a specific type of coating adapted to
their specific products and their intended usage.

In architectural applications, most decorated plain sheet metals in Cooper and
Aluminum are coated with a nitrocellulosic type lacquer. Whereas other metals and
metal laminates use epoxy or urethane coatings.
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Designing With Pattern Increments

Most decorative patterns and textures have some form of increment, meaning a
repetition of pattern. If such patterns cover the sheet from border to border, and need
to be butt jointed, then the alignment of increments is important. The specifier should
design the project so that all repetitive design features match up at joints. Such
matching requires special measuring, especially if a design pattern requires edge
bending. Sometimes it is easier to specify a pattern with a large border in a plain
finish such as mirror polish or satin non directional. This is done to avoid matching
problems.
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Designing With Butt Joints

With a qualified craftsman it is possible to butt joint metal laminates with an almost
invisible joint. Sheared metal has a special configuration (see SHEAR ) and all edges of
decorated sheet metal should be the "down cut"” side. Such butt joints are highly
visible and attractive.
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PVD Coatings - TiN Coatings

These technical terms are applied to a recent and little known technology also called
sputtering: Stainless steel and also other alloys are coated with a gold or other colored
coating. The advantages of these coated sheet metals are multiple:

. extreme hardness of facing and highly resistant to corrosion
. no clear lacquer coatings needed

. beautiful color range

. low maintenance after installation

In addition, any decorative design patterns produced on stainless steel prior to PVD
coating, will telegraph through without being compromised in brilliance or appearance.
PVD coated stainless steel is the ideal material to replace Copper Alloys and eliminate
all maintenance problems associated with these metals. This is not a standard
GageMetal process, and is only available on a custom basis.
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Anodizing

This electrochemical process will create a layer of aluminum oxide on the metal
surface which is then sealed. Such coatings are very hard, durable and suitable for
exterior use.
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Polishing

A. MIRROR POLISHING
Also called #8 Polish, this highly reflective finish is obtained by polishing a sheet of
metal with compounds and wheels. #8 mirror finish has only a slight directional grain.

B. SUPER MIRROR POLISH

This finish is also called non-directional mirror. It is obtained through "lapping discs"”, a
technique used to polish glass or silicone wafers. As a result this finish has absolutely
no visible grain.
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Etching - Acid Etching, Sand Blasting, Laser Etching

Contrary to common belief, etching is not a generic name for metal decoration and is
only one of many different processes used to decorate metal. Acid, laser etching and
sand blasting are not standard GageMetal processes.

A. ACID ETCHING

This is the most common type of etching. Metal is removed by acid to create design
patterns with a noticeable depth. Acid etching is an environmentally unfriendly
process. It is limited to a graphical expression and cannot be produced on metal
laminates.

B. SANDBLASTING / BEADBLASTING

By blasting metal with sand, glass or metal beads a finish very similar to acid etching
is created on the sheet surface. THIS PROCESS IS NOT USABLE ON ANY METAL
LAMINATES. It has no depth. Processing of large areas of a sheet will warp the metal.

C. LASER ETCHING

A powerful laser beam will also etch the metal surface. Because it is very slow, it is
unpractical to use laser for large sheet metal surfaces. It is essentially used as a
marking or cutting device.
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Grinding

A large number of randomly applied textures are produced with hand operated grinder
discs. Creative equipment usage by skilled artisans can produce an infinite variety of
bright metallic orbital textures. These finishes effectively hide scratches on high traffic
applications.
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Structure Satin
- GM 407

This is a new randomly applied texture creating a pearlescent light effects. It can be
produced on any type of metal or laminate, either as an overall surface or in
combination with other finishes.
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Selective Transparent Color

With this process a base metal can be selectively covered by a thin layer of any
transparent color securely bonded to the substrate. The underlying decorative finish is
visible through the transparent color, creating spectacular decorative finishes. A
GageMetal exclusive.
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Reliefs - Embossing-Coining, Roll Forming, Paint-in-Relief

Numerous decorated sheet metal products are produced with various types of reliefs.
These raised or depressed areas are done by the following methods:

A. Embossing - Coining

PLAIN METALS: The sheet metal will be "hit" with an embossing die which will create
either a depression or a raised area in the sheet. By repeating the operation or by
using large dies or rollers, even large surfaces can be embossed. Another example of
embossing are coins.

METAL LAMINATES: The metal foil will be bonded to a substrate, like phenolic resin,
which has been produced with a relief. Pressure and bonding process will telegraph the
relief of a substrate through the foil.

B. Roll Forming

Only plain sheet metal can be roll formed. Since this process requires an automated
flow through technology, only coiled sheet metal can be used. After unwinding from a
coil, the metal will be laminated between two pressure rollers with a design pattern
which is then pressed into the sheet.

A desirable byproduct of this process is the hardening of the metal. It is therefore
possible to specify a thinner material when it has been roll-formed.

Another, non-decorative form of roll forming is used to produce profiles an moldings
from sheet metal. In that case, a coiled sheet or strip of metal passes through a
succession of shaping rollers.

C. Paint-in-Relief

This proprietary formula allows for the production of sheet metals, plain and laminate,
with a customized relief in color.

While EMBOSSING and ROLL FORMING are large production runs only, this method
allows custom jobs from 1 to any number of sheets.
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Colored Stainless Steel - Inco Process

Unknown to most, stainless steel does have a layer of oxide, but a transparent one.
The INCO process can electrochemically alter this oxide layer. This produces an
appearance of color ranging from black, navy blue to reddish and golden tones.

By applying a decorative masking to such materials, this layer of oxide can be
removed selectively, to expose the underlying silver color of Stainless Steel. The result
are very attractive 2 color design patterns.
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Custom GageMetal
(Refer to page 6 of the GageMetal Brochure.)

This term designates all CUSTOM design patterns and textures which are produced
with one or multiple methods on the specified base metal.

Typically a product designer, an architect or interior designer will produce the original
idea. The specification will then be executed by a competent manufacturer such as The
Gage Cororation or others. Gage encourages custom design and collaboration subject
to reasonable quantities and design evaluation.
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Standard Design Patterns and Textures

In this case the metal decoration is pre-designed and pre-specified by the
manufacturer of the product line. It is available only in standard sheet sizes, thickness
and alloys. As a result these products are less expensive than most customized
designs.

METAL
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Samples

NO DESIGN ON PAPER, OR EVEN A COMPUTER SCREEN CAN ADEQUATELY REPRESENT
THE BEAUTY OF A DECORATED METAL SURFACE. A SAMPLE IS AN ABSOLUTE MUST.

CUSTOM SAMPLES:

In order to produce a custom sample, the manufacturer will require a sketch, drawing,
camera ready art, or a computer file. The specifier needs to document desired
finishes, the intended purpose and any associated measurements. The manufacturer
will provide pricing for budgetary approval prior to sample production.
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Pricing

A. CUSTOM GAGEMETAL

Besides thickness, type and quantity of metal and sheets, the complexity of the
planned design pattern will be the most important pricing factor. We will therefore
submit budget pricing to the specifier when discussing the project and submitting
samples. In addition to cost per item, we will add a cost for art and set up charges.
Budget pricing for a custom design can usually be provided within 48-72 hours.

B. STANDARD GAGEMETAL
Although prices are pre-set, they are subject to fluctuation based on the cost of raw
materials.
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Fire Ratings

GageMetal has achieved a Class A Fire Rating when tested in accordance with rating
guidelines.
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Scratch Resistance Testing - GageMetal

Attached find test results showing the relative scratch resistance of various GageMetal finishes. The testing
method used was ASTM D3363-00 Pencil Hardness. We tested the applied color finishes and topcoats used

on GageMetal against certain benchmark finishes including standard stainless steel finishes, exterior automotive
and appliance finishes.

Although our applied finishes demonstrate very good scratch resistance, please remember that nothing is
"bullet proof”, and literally all finishes can be scratched. If the scratch is deep enough to go through the
applied finish, then the underlying substrate will be revealed.

Finish 6B 5B 4B 3B 2B HB F H 2H 3H 4H 5H

Mill Finish, 304 SS

#4 Satin, 304 SS

GageMetal Topcoat

GageMetal Transparent
Color

GageMetal Opaque Color

X| X | X|X|[X

Exterior Automotive
Finish

Appliance Finish X X

#8 Polished, 304 SS X

Electroplating X

Soft

Pencil hardness (ASTM D3363-00) is a standard method to test scratch resistance. Pencil lead comes in
varying degrees of hardness. A soft lead leaves a heavy dark line while a hard lead leaves a finer gray line.
The standard hardness of pencils goes (hardest to softest) 6H, 5H, 4H, 3H, 2H, H, F, HB, 2B, 3B, 4B, 5B, 6B.
When the pencil lead is drawn across the surface of a finish a soft lead may not scratch the finish while a hard
lead may. Finishes can then be rated by the hardness of the pencil lead that will scratch the surface.

As a reference, #8 polished, 304 stainless steel is rated an F, exterior automotive finishes rate between F to 2H
and electroplated gold on stainless steel scratches with a 4B lead.

By contrast, applied Gage opaque or transparent colors on stainless steel or aluminum achieve a 6H rating.
The topcoat used on aluminum or brass GageMetal also rates a 6H.

Refer to chart above.

Hard
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The Gage Corporation International
803 South Black River Street
Sparta, WI 54656

USA

800-786-4243
608-269-7447
fax 608-269-7622

email Gage

Gage Architectural Products

Gagecast

Eco-Nor

Gage Ceilings

Planium Steel Floor Systems

GageWoven



mailto:gage@centurytel.net
http://www.gagecorp.net/
http://www.gagecorp.net/gcsite/gagecast.htm
http://www.gagecorp.net/econor/index.htm
http://www.gagecorp.net/gageceilings/index.htm
http://www.gagecorp.net/planium/index.html
http://www.gagecorp.net/gagewoven/index.html

www.dcs-sales.com
8805 Tamiami Trail North, Suite 107
Naples, FL 34108

Florida

Thomas Schreiber
Sales Representative
tom@dcs-sales.com
(407) 648-5348 Phone
(407) 505-4336 Fax

Puerto Rico, US Virgin Islands - Caribbean
Island groups-Lucayan Archipelago
Greater Antilles, Lesser Antilles, Bahamas
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