SURFACE AESTHETICS
3.3.8 Returns in Relotion to Finishes / 3.3.9 Two-Stoge or Sequentiol Precasting
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Fig. 3.3.42 Exposure variances caused by aggregate.

With deep returns, a more uniform finish is obtained
with an exposed-aggregate finish. When an exposed-
aggregate finish is specified, concrete mixtures with
aggregates that are reasonably spherical or cubical
should be chosen to minimize differences between
down-faces and returns. For panels with large returns,
or other situations where variations in appearance must
be minimized, the two-stage or sequential produc-
tion technique should be used if feasible (see Section
3.3.9). Otherwise, concrete mixtures should contain a
continuous-graded coarse aggregate and an ASTM C
33 sand. Exposure of aggregates should be medium to
deep with minimal color differences between mixture
ingredients.

If the units are cast so that surfaces with identical
orientation on the building are cast in similar positions,
small differences in finishes between areas cast face-
down and as a return should be acceptable. When this
mold and casting approach is taken, the choice of fin-
ish in relation to the configuration of the unit becomes
one of determining the acceptable differences in tex-
tures between down-face and varying return surfaces.
This is best judged by observing sample panels from
distances and positions simulating the viewing posi-
tions for the finished building.

Sculptured panels, channel panels, and panels with
deep returns may have visible air voids on the returns,
These air voids, or "bug/blow holes,” become accentu-
ated when the surface is smooth, acid-etched, or lightly
sandblasted. If the air holes are of a reasonable size, /s
to s in. (3.2 to 6.3 mm), it is recommended that they
be accepted as part of the texture, Filling and sack-rub-

bing could be used to eliminate the voids. However, this

procedure is expensive and may cause color differences.

Samples or the mockup panel should be used to estab-
lish acceptable air void frequency, size, and distribution.

The architect should accept a small difference between
molded and non-molded surfaces, but the orientation
of these surfaces should be determined on the draw-
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ings or specifications and be consistent throughout the

project. The architact chould also limit the choice of

aggregates and finishes to those that lend themselves
1o a reasonable matching of the molded surfaces with
a hand-finished open surface. Therefore, a smooth fin-
ish or one with a light exposure is not appropriate. The
open surface may have to be seeded with the larger
aggregates as part of the finishing process. When the
shape of the units precludes any logical demarcation of
formed and uniformed surfaces, closed molds cast in a
vertical position may be the only answer. This will nor-
mally require complicated and expensive molds and/or
deep castings.

3.3.9 Two-Stage or Sequential
Precasting

Any portion of a panel cast in a vertical position will
not show the same concentration or positioning of ag-
gregate as the flat surface. Panels with large or steep
returns (such as channel column covers and some
spandrels) may be cast in separate pieces in order to
achieve matching high-quality finishes on all exposed
faces and then joined with dry joints (Fig. 3.3.43[a]
and [b] and 3.3.44[a) and [b]). This method of cast-
ing enables all faces to be cast face-down with the
same aggregate orientation and concrete density using

Fig. 3.3.43(a) Separate casting stages of large retums.
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lapped with reinforcement in face, not shown
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