




“Quality is never an accident; it is always the result 
of specific intention, sincere effort, intelligent direction 
and skilful execution; it represents the wise choice of 
many alternatives”.

The quest for quality is often curtailed by financial 
constraints, and the consequence is all too frequently 
a compromise on the former. At RFT, we believe 
affordability need not necessitate a concession in 
quality. RFT began manufacturing raised access floors 
in 1983. Three decades and 20 million panels later, 
our core business remains focused on industry specific 
raised access floor solutions. And our strategic intent 
remains the manufacture, supply and installation of 
superior quality raised access floors, within budgets; 
a formula that has been the driving force behind our 
steady and consistent growth.

Our network of satellite offices is strategically 
located around the Near and Middle East, and our 
highly skilled management teams ensure we provide 
the best on the ground consulting, products and 
services directly to our clients.

We cultivate an excellent reputation for professionalism, 
expertise and good governance, and pride ourselves on 
conducting business with the utmost integrity. We strive 
to be a positive influence on society by creating a pleasant 
working environment for our employees and our 
ecosystem, adopting good corporate social responsibility 
principles and making periodic donations to various 
charities at every opportunity.



RFT  RAISED ACCESS FLOORS

Raised access floors are modular interchangeable floor 
panels supported on each of their four corners by an 
understructure system. They are usually installed on a 
floor's concrete slab. 

While the understructure system is normally adhered onto 
the floor, the panels themselves are removable, allowing 
easy access to all electrical and mechanical services housed 
underneath the raised access floor.

Expertise

For over a quarter of a century, the RFT manufacturing 
facility has enjoyed an excellent international reputation 
for superior raised access floors, substantiated by 
20 million panels produced in South East China to date. 
RFT is run under strict ISO quality management systems, 
and manufacturing of the components is centralised to 
ensure total product compatibility. 

The RFT team will work with you to provide you with the 
best industry specific raised access floor solutions.



BENEFITS OF RFT RAISED ACCESS FLOORS 1

CONSULTANT
Optimal use of space is one of the greatest advantages of 
raised access floors. This, coupled with flexibility, both in 
terms of their load bearing capacity at a range of heights 
as well as the array of available finish options makes them 
a key design element in any project. 

Consultants can count on RFT for full support, 
including full design integration, CAD supported details, 
with building services and architectural specifications.

DEVELOPER

END USER

Immediate fit-out, speed of construction and savings 
on fixed partitioning costs in the short term, as well as 
decreased maintenance costs, increase in real estate and 
rentability, and prolongation of the building’s life in the 
long term make RFT raised floors an essential element of 
the developer’s competitive advantage.

An organization’s primary assets are its people, technology 
and real estate, and all three assets are optimised with 
raised access floors. 

Flexible workspaces means desks can be shifted and 
wires reconnected with minimal effort; hidden cables 
and connections cause minimal disruption and are 
easily accessed for maintenance; and efficient use 
of space creates an optimal integration of people, 
furniture and technology.

CONTRACTOR
The convenience of raised access floors becomes evident 
even before they are put to use. The speed and ease with 
which the floor is installed make it significantly less labour 
and time intensive than other floors, and thus the space 
becomes inhabitable. 

In RFT, contractors can find a strategic partner that 
offers them full support throughout the process, such as 
quantification scheduling, CAD shop drawings, initial 
installation supervision and onsite coordination.
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RFT STEEL CEMENT PANEL

Secondary component of the RFT steel cement 
panel, the top sheet is made of flat virgin steel, 
cut to size, and welded to the bottom sheet in  100 
locations. The thickness of the top sheet is variable, 
and depends on the model type and load bearing 
capacity required.

An inert cement based filler is injected into the 
welded and painted panel under high pressure. 
The combination of cement, ash, and plasticizers 
ensures structural strength, comfortable underfoot 
feel, and acoustic performance.

Primary component of the RFT cement steel panel, the bottom 
sheet is manufactured by press-forming deep-draw steel into 
a unique, structurally superior dome array. The bottom sheet is 
welded to the top sheet in 100 locations. The thickness of the 
bottom sheet is variable and depends on the model type and load 
bearing capacity required.

Countersunk fastening screw voids on each panel corner  allow 
bare panels to be mechanically fastened to the corresponding 
understructure system. Fastening screws are electro-galvanized, 
ensuring corrosion resistance and the electrical continuity of the 
system. This option is not available in factory-finished panels.

Structural cell domes  are press-formed into the bottom sheet in 
order to distribute panel loads evenly, contributing to a better 
underfoot feel while reducing the weight load of the system on a 
building structure.

RFT manufactures steel cement raised access floor panels, 
also known as cementitious floor panels, for all types of 
applications. The range of use includes general office 
spaces, computer and control rooms, as well as industrial 
applications. The main characteristics of these panels are 
structural strength, resistance to fire and humidity, and 
solid and quiet underfoot feel. Panels are manufactured by 

welding together a press formed deep-draw bottom sheet 
and a flat top sheet. The panel is then trimmed, phosphate 
washed, and polyester powder coated. It is subsequently 
injected with a cement fill and allowed to cure for 72 hours. 
Panels can be installed on either Cross-Head or Stringer Grid 
understructure systems to achieve finished floor heights 
ranging from 70mm to 2000mm.

Bottom Steel Sheet 

Flat Top Sheet

Cement Fill



THE PANEL IN DETAIL

Structural cell domes are press-formed in 
the bottom sheet, and are responsible for 
the superior load bearing capacityof the RFT 
Steel Cement Panel.

A white gasket is inserted into each corner 
of the panel prior to the filling process in 
order to allow for the mechanical fixing 
of the panel onto the pedestal head when 
required. 

The ridge is designed to have the 
maximum possible thickness of 
cement fill and acts as a structural 
beam under live and dead loading. It 
also behaves as a tension member due 
to its steel shell, and a compression 
member due to the concrete content 
in both gravity laid and mechanically 
fixed modes of installation.

A black PVC trim is fitted into the edge 
of factory-finished panels to protect the 
edge of that finish. The trim increases 
the life expectancy of the factory finish 
by protecting it from chipping and the 
effects of normal wear and tear. The trim 
also protects the finish from damage 
during the removal and re-installation 
of panels during sub-floor maintenance

The Cell DomesThe Gasket

TheTrim The Ridge

Resistance w e l d s between the top sheet and the bottom 
sheet as well as the edges in one hundred locations 
ensure the monolithic structural performance of each 
RFT steel cement panel.

The combination of the welds, the inert filler, and the 
steel sheets result in fire and humidity resistance superior 
to most other types of raised access floor panels.

THE PANEL IN  DETAIL 6



THE RFT UNDERSTRUCTURE SYSTEMS

The use of stringers is recommended  
in areas that will be subjected to 
higher rolling loads. Stringers act 
as lateral braces by connecting and 
being fastened onto the pedestal 
heads.

The Stringer Grid system is also 
recommended for use with factory 
finished panels in floors of 300mm 
finished floor height and above.

Stringers are made of 
32 x 22 x 1mm electro-
galvanised steel tubes.

One or two 9mm deep adjustment nut(s) at the threaded rod / tube 
interface allow for a level adjustment of ± 25mm.

The pedestal base plate  is manufactured from 95mm x 
95mm x 2mm thick electro-galvanised steel.

The pedestal head is manufactured 
from a 76mm x 76mm x 3mm 
plate with 8 tapped holes to 
receive fastening screws.

The threaded rod is 
electro-galvanised and has 
an untapped diameter of 
19mm. It is welded onto 
the pedestal head plate.

STRINGERS

ADJUSTMENT

PEDESTAL BASE PLATE

PEDESTAL HEAD

For steel cement panels, RFT offers two types of 
understructure systems to cater for all heights, load 
performance requirements, and applications. RFT 
steel cement panels are interchangeable within the 
two understructure systems.

STRINGER GRID

Used in all applications, the Stringer Grid system is 
especially recommended for greater finished floor 
heights and heavy duty applications. Stringers are 
mechanically fastened onto the pedestal head thus 
providing a monolithic  frame into which the panels 
are inserted. For further strength, bare panels may also 
be mechanically fastened onto the pedestal heads. This 
system ensures improved rigidity and lateral stability, 
as well as a superior underfoot feel. Panels are easily 
interchangeable within each stringer frame without the 
need for any alterations in the system.

THREADED ROD



CROSS-HEAD

Utilising a unique die-cast aluminium head that offers 
positive location of the panel corners onto the pedestal 
head, the Cross-Head system is recommended for areas of 
low finished floor height where extensive sub-floor services 
need to be installed. 

The stringer-less Cross-Head system offers the same ease 
of installation and maintenance, as well as increased 
unobstructed access to all sub-floor services. Electrical 
continuity and quiet underfoot performance are achieved 
with the use of a black conductive pvc gasket placed between the 
panels and the understructure head.

The Cross-Head system 
is ideal for general office 
and light duty applications 
with finished floor heights 
not exceeding 300mm. A 
specialty variation of the 
Cross-Head system allows 
for finished floor heights 
as low as 60mm.

The base plate is manufactured from 2mm 
thick 95x 95mm electro-galvanised steel.

One 9mm deep adjustment 
nut at the threaded rod/tube 
interface allow for a level 
adjustment of ± 25mm.

Screws are electro-
galvanised steel with 
an untapped diameter 
of 6mm.

The gasket is made of 2mm 
black conductive pvc.

PEDESTAL BASE PLATE

THE GASKET

SCREWS

The Cross-Head is made of diecast 
aluminium, with a material thickness of 
3mm and a depth of 35mm (nominal). 
Four threaded holes are available for 
mechanical fastening of panels.

CROSS-HEAD
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RFT ALTERNATIVE SYSTEMS

RFT CALCIUM SULPHATE PANEL PANEL

The panel is protected along the borders against humidity and damage with a conductive ABS trim that also 
prevents the factory finishes from chipping at the edges.

Panels are manufactured using 30mm to 
40mm calcium compound board, whereby the 
underside surface is made of 0.5mm steel flat 
sheet or aluminum foil.

Panels are manufactured using 780kg / m3 high 
density particle board (HDP), with the underside 
surface made of 0.5 mm steel flat sheet or aluminum 
foil, with several options for panel finish.

CALCIUM CORE

HDP WOOD CORE

The heavy core allows the panel to be gravity laid while 
maintaining the level of the floor, making it highly 
resistant to deflection and not prone to skewing. The 
calcium sulphate panel is humidity resistant at 95% and has 
a Class 0 BS476 fire rating.

While the galvanised steel flat sheet contributes only 
marginally to the structural strength of the panel, it does 
protect it against moisture and corrosion from underneath.

RFT manufactures calcium sulphate raised access floor 
panels. The main characteristics of this panel are its resistance 
to fire and humidity as well as its structural strength 
and excellent acoustics.

The main characteristic of the woodcore raised access floor 
panel manufactured by RFT is its light weight compared 
to its structural strength, which makes it practical for easy 
installation and access to the sub-floor.

RFT WOODCORE PANEL
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The available understructure for Calcium Sulphate and 
Woodcore panels is the Double Nut Stringer Grid System. This 
understructure is made of electro-galvanized steel for standard 
heights and polyester powder coated and galvanized steel 
combinations for heavy duty applications and heights.

DOUBLE NUT STRINGER GRID

Pedestal base is glued directly onto the concrete sub–floor. 
Stringers, when used, are mechanically fastened onto the 
pedestal head to provide a monolithic frame onto which 
panels are gravity laid. The pedestal head is fitted with a 
self-extinguishing gasket that greatly improves the acoustic 
and underfoot feel of the system. Usage of stringers depends 
on height and performance requirement of the system. The 
available finished floor height can range from 100mm to 
2000mm.

The sound and vibration 
dampening pvc gasket on 
the circular pedestal head 
has four location pips 
which allow for positive 
location of the panel.

A threaded rod with two 
anti-vibration locking nuts 
allows for ±25mm height 
adjustment.

The tube is press formed onto the pedestal base for excellent overturning 
moment performance and interface cleanliness.

The circular head is fitted with 
a black pvc gasket housing four 
in-built copper pins to ensure 
electrical continuity.

Pedestal Base Plate

Adjustment

The Gasket

STRINGERS

Stringers are made of 25 x 25 
x 1mm electro-galvanised steel 
tubes and are  mechanically 
fixed to the pedestal head.

CALCIUM CORE



RAF-L04 BROWN  MARBLE

RAF-L07 BROWN SAND

RAF-L05 BEIGE  SAND

RAF-L08 NATURAL  WOOD

RAF-L06 GREY  SAND

RAF-L09 BROWN  WOOD

THE PANEL IN DETAILRFT PANEL FINISHES 

Antistatic High Pressure Laminate

RFT High Pressure Laminate (HPL) is ideal in areas of high 
foot traffic where the build-up of electrostatic charges is 
anticipated. Less prone to wear and tear and indentation, 
HPL finishes offer the user minimal maintenance, ease of 

use, and durability. HPL finishes are ideal for use in staffed 
computer and control rooms. The range of colours allows for 
use in all technical rooms, as well as corporate office and 
conference rooms.

RFT reserves the right to amend technical data without prior notice. Colours of factory finish options may vary. Your local RFT representative can provide you with a physical sample.

RAF-L01 WHITE MARBLE RAF-L02 CREAM MARBLE RAF-L03 BEIGE MARBLE



RAF-VG03 COPPER GREY

RAF-VC05 KINETIC CORAL

RAF-VC01 NEUTRAL MOSS

RAF-VG04 MERCURY GREY

RAF-VC06 ELECTRON TEAL

RAF-VC02 CHARGED CREAM

RAF-VG05 STEEL GREY RAF-VG06 PETROL GREY

RAF-VG01 CRYSTAL GREY RAF-VG02 SILVER GREY

RAF-VC03 POLAR AZURE RAF-VC04 ION ANTHRACITE

Antistatic Vinyl

Antistatic vinyl is used to dissipate built-up electro-static 
charges in areas of low to medium foot traffic. Typically, 
these areas are computer rooms, control rooms, telephone 
rooms, and clean rooms containing equipment sensitive

to static electricity discharges. The range of colours and 
patterns offered introduces an aesthetic element to the 
technical usage of the floor.

RFT reserves the right to amend technical data without prior notice. Colours of factory finish options may vary. Your local RFT representative can provide you with a physical sample.
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RAF-ML02 AMAZON GREEN

RAF-MG01 KENORAN GREEN

RAF-MM01 STONE WHITE

RAF-ML03 SAHARA BEIGE

RAF-MG02 VIOLETTA BROWN

RAF-MM02 MIST GREY

RAF-ML04 TANAMI RED RAF-ML05 ALP GREY

RAF-MG03 STANSTEAD GREY RAF-ML01 ATLANTIC BLUE

RAF-MM03 DUSK BLUE RAF-MM04 MIDNIGHT BLACK

THE PANEL IN DETAILRFT PANEL FINISHES 

Multilayered Vinyl

For mainstream high traffic areas where the emphasis is on 
acoustic comfort, underfoot feel and harmonious design, the 
ideal finish is multilayer vinyl. Available  in a large variety of 
patterns and colours, ranging from the classic linoleum to 

a warmer, wooden finish, interior designers are sure to find 
the perfect finish for their requirements. Multilayer vinyl 
is best suited for reception areas, general offices and 
management floors. 

RFT reserves the right to amend technical data without prior notice. Colours of factory finish options may vary. Your local RFT representative can provide you with a physical sample.



RAF-MLW03 BIRCH

RAF-MLW11 ASH STRIP

RAF-MLW07 CHERRY

RAF-MLW04 MAPLE

RAF-MLW12 SILVER OAK

RAF-MLW08 WALNUT STRIP

RAF-MLW05 ALDER RAF-MLW06 CHERRY STRIP

RAF-MLW01 OAK STRIP RAF-MLW02 BAMBOO

RAF-MLW09 WENGE RAF-MLW10 ASH

Multilayered Vinyl – Wood Series

For less technical areas where aesthetics are key, 
Multilayered Vinyl in wood print offer the ultimate in 
design integration. The wide selection of colours and 
patterns ensures full compatibility with design parameters 
while offering a durable, economic, and comfortable factory 
finish to suit all tastes.

RFT reserves the right to amend technical data without prior notice. Colours of factory finish options may vary. Your local RFT representative can provide you with a physical sample.
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INSTALLATION

Set out the grid to determine the starting point at no 
greater than 600mm from the two adjacent walls. After 
determining the starting point, set out from that point a line 
at 90 degrees, which should not exceed the 600mm from the 
adjacent walls. Check the 90 degree angle for accuracy.

step 1

step 2

Establish the floor height by using the same reference datum 
throughout the area and not transferred from point to point. 
The floor height should  be compatible with other building 
elements and pedestals should have sufficient adjustment to 
cope with sub-floor variations.

step 3
The ‘L’ method involves starting the installation with an ‘L’ 
shaped section of raised access floors. Having confirmed 
the starting lines and finished floor heights in Steps 1 & 2, 
establish the starting point on the sub-floor and accurately 
centre the first pedestal. Permanently secure the pedestal 
using adhesive and mechanical fixing.

step 4

Pedestals should be placed at 600mm centers along the 
starting lines, forming two sections that are two panels 
wide. The shape should form an ‘L’. Use the pedestal at the 
starting point to establish the datum line of the string or 
laser line. Adhesive should be applied to the first leg of the 
shape, and only then should levels be adjusted. 

step 5

To ensure that the basic shape is not disturbed with the 
installation of additional panels, fix the full or cut panels to 
the perimeters. Add the pedestals at 600mm centers around 
the perimeter walls. 

step 6

Continue the installation along the inside of the ‘L’ shape 
as Fig. 1 (opposite). Using the starting point as a reference, 
move in a 45 degree direction, installing a pedestal and 
panel at a time. Extend the legs of the ‘L’ shape as necessary.

step 7

Make sure to periodically inspect the installed raised access 
floor for rocking, lipping or similar problems. Should this 
occur, stop the installation immediately. Rectify the problem 
before continuing installation.

Fig. 1



FREQUENTLY ASKED QUESTIONS

What are the minimum and maximum finished floor heights 
achievable?

The minimum finished floor height achievable is 50mm 
using a modified Cross-Head understructure pedestal and a 
non-standard 500mm x 500mm panel. The maximum height 
that can be achieved is 2000mm using a Heavy Duty Stringer 
Grid pedestal with a standard panel.

What is the level adjustment possible in RFT 
understructure systems?

The level adjustment possible is ±25mm. This adjustment is 
calculated from the average floor height which is the design 
height of the floor, taking into consideration differences in 
the level of the concrete sub-floor.

How are RFT understructure pedestals fixed to the 
sub-floor?

Pedestals are generally fixed to the sub-floor using a 
pedestal adhesive. This applies to heights up to 800mm. 
Beyond that height, it is advisable that pedestals be glued 
and mechanically fixed to the sub-floor. The frequency of 
fixed pedestals may vary.

How are RFT panels cut at the perimeter?

RFT panels can be easily cut at the perimeter using either 
a portable band-saw, or a heavy duty jigsaw. Band-saws 
offer speed and precision, while heavy duty jigsaws are 
more affordable and easily transportable to small job sites.

What is the interface between cut panels and perimeter 
elements?

At the perimeter elements such as walls, partitions, 
and columns, RFT panels are cut and installed on the 
appropriate understructure system. The gap created by the 
interface is generally covered with skirting. The most widely 
used skirting is commonly available PVC skirting.

How are RFT floors packed?

Goods are shipped in 20 foot containers that can fit from 
350 to 520 square meters depending on the type, model, and 
height. Floor panels are packed in pallets and a forklift is 
necessary for loading and unloading. Boxes of understructure 
can be moved manually.

Where should RFT floors be stored?

RFT floors should be stored in an enclosed and shaded 
environment away from direct sunlight and rainfall. Floors 
should be in conditions not exceeding 35 degrees centigrade 
and 95% relative humidity. Factory finished panels are 
especially susceptible to damage.

How are electrical boxes installed in the RFT panel?

A cut-out is done in the RFT panel with the use of a heavy 
duty jigsaw. The outlet box is inserted in the cutout, and a 
piece of hpl, vinyl, or carpet matching the finish pattern in the 
rest of the floor is adhered to the box cover.

How fast are RFT floors installed on site?

A typical eight man team consisting of one foreman, 2 skilled 
carpenters, 2 semi-skilled assistants, and 3 unskilled assistants 
should be able to install approximately 150m2 of a typical 
floor in an un-obstructed area every eight hour work shift.
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TYPICAL DETAILS

3 . PARTITION

6 . GYPSUM BOARD

7 . STRINGER

 4 . STUD & TRACK

5 . SELF TAPPING SCREW

2 . PEDESTAL 
1 . FULL PANEL 

1 . FULL PANEL 

2 . CUT PANEL

RFT floors in typical office spaces allow 
for the installation of partitioning 
systems on the raised floors directly, 
greatly reducing wastage in both 
floors and partitioning systems.

At perimeters, panels are cut on site 
and are installed using standard 
system components. The minimum 
gap of 5mm left for expansion is 
covered by skirting (by others).

3 . PEDESTAL 

4 . PERIMETER

5 . EXTERNAL CLADDING   6 . SKIRTING

General Use

Perimeter Condition



1 . FULL PANEL 

1 . FULL PANEL 

 6 . TRUNKING

7 . CONDUIT TO FLOOR BOX

7 .  STAIR NOSING

5 . PLYWOOD FASCIA PANEL

6 . DECORATIVE FASCIA COVER

  4 . DOOR JAMB / ENTRANCE

2 .  PEDESTAL 200mm FFH

3 .  PEDESTAL 100mm FFH

2 . CUT PANEL

The construction of a sometimes 
necessary step is straightforward and 
made of readily available materials in 
any local market.

Obstacles that prevent the placement 
of a pedestal in necessary locations are 
sometimes encountered. A “bridging” 
construction is created from standard 
system components.

3 . PEDESTAL 

4 . PARTITION

5 . SELF TAPPING SCREW
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Bridging Method

(Based on a finished floor height of  300mm)



RFT  PANEL & UNDERSTRUCTURE TECHNICAL DATA

       WOODCORE PANEL  MODEL   
Physical Properties W800 W800-E W1000
Concentrated Load in kN / 25mm2 2.9 3.6 4.4

Uniform Load in kN / m2 12.5 16.0 23.0

Panel Size in mm 600 x 600 600 x 600 600 x 600

Core Thickness in mm 30.0 30.0 40.0

Fire Resistance in B476 Class 1 0 1

       CALCIUM SULPHATE PANEL   MODEL   
Physical Properties S800 S800-E S1000
Concentrated Load in kN / 25mm2 5.6 6.3 7.1

Uniform Load in kN / m2 31.0 34.6 39.1

Panel Size in mm 600 x 600 600 x 600 600 x 600

Core Thickness in mm 30.0 30.0 40.0

Fire Resistance in B476 Class 0 0 0

RFT reserves the right to amend technical data without prior notice.

STEEL CEMENT PANEL
PANEL PROPERTIES C800 C1000 C1250
Concentrated Load in kN / 25mm2 3.6 4.5 5.6

Uniform Load in kN / m2 16.0 23.0 33.0

Panel Size in mm 600 x 600 600 x 600 600 x 600

Panel Thickness in mm 35.0 35.0 35.0

Fire Resistance in B476 Class O O O

MODEL   

(APPLICABLE TO ALL SYSTEMS)
Physical Properties Cross-Head Stringer Grid HD Stringer Grid
Axial Load in kN 43.0 32.0 59.0

Base Material Galvanised Galvanised PPC

Head Material Aluminium Galvanised Galvanised

MODEL   

PANEL TECHNICAL DATA

UNDERSTRUCTURE TECHNICAL DATA



RFT  FACTORY FINISH TECHNICAL DATA

ANTISTATIC VINYL                      
Physical Properties

Thickness (mm) EN 428 1.5mm

Abrasion Resistance (Class) EN 660 P

Electrical Performance

Surface To Ground Resistance (STG) Ω UL-779 1x106 ~ 1x109

Surface To Surface Resistance (STS) Ω UL-779 1x106 ~ 1x109

Chemical / Contaminant Resistance

5% Hydrochloric Acid (Defect) ASTM-F-925 No

5% Ammonia Solution (Defect) ASTM-F-925 No

MULTILAYER VINYL                       
Physical Properties

Thickness (mm) EN 428 1.0

Abrasion Resistance (Class) EN 660 T

Indentation / Stability

Dimensional Stability (%) EN 433 ≤ 0.4

Residual Indentation (mm) EN 433 ≤ 0.1

Chemical / Contaminant Resistance

5% Hydrochloric Acid (Defect) ASTM-F-925 No

5% Ammonia Solution (Defect) ASTM-F-925 No

RFT reserves the right to amend technical data without prior notice.

ANTISTATIC HIGH PRESSURE LAMINATE (HPL)
Physical Properties

Thickness (mm) EN 428 1mm - 3mm

Abrasion Resistance (Class) ISO 4586 4500

Electrical Performance

Surface To Ground Resistance (STG) Ω UL-779 1x105 ~ 1x1011

Surface To Surface Resistance (STS) Ω UL-779 1x106 ~ 1x1011

Resistance to Stains / Reagents

5% Hydrochloric Acid (Defect) ISO 4586 No

5% Ammonia Solution (Defect) ISO 4586 No
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TYPICAL INTERFACE

1

2

4

3

Steel Cement in Bare /Carpet Finish

Steel Cement in Factory Finish

Woodcore & Calcium 

Speciality Finishes

Bare finished panels can be mechanically fixed or gravity 
laid onto Stringer Grid or Cross-Head understructure 
systems to provide a monolithic yet accessible base for 
loose-lay 500mm x 500mm carpet tiles

Standard factory finished panels (HPL or vinyl) are 
gravity laid onto both Stringer Grid and Cross-Head 
understructures. Lateral stability is provided by positive 
location onto either the stringer frame or the die-cast 
aluminium head.

Woodcore and Calcium panels are laid onto the Double 
Nut  Stringer system (with or without stringers) in either 
factory finish or bare finish (to take carpet tiles) formats.

Speciality finishes are custom-made and may include 
natural stone ( marble, granite), 8mm laminate wood, 
ceramic tiles, and other interior finishing materials. 
Please consult with RFT for more details and technical 
specifications.

Bare Finish + Carpet on Stringer Grid

Factory- Finish on Stringer Grid

Speciality on Stringer Grid

Calcium / Woodcore on Stringer-less

Speciality on Cross-Head

Calcium / Woodcore on Double Nut

Factory- Finish on Cross-Head

Bare Finish + Carpet on Cross-Head
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LEED

True to its commitment to green building designs, RFT 
works very closely with several agencies in promoting 
awareness and implementation of green building design 
principles. One such agency is the USBGC (United States 
Green Building Council).

The hallmark of LEED is that it is an open and transparent 
process where the technical criteria proposed by the 
LEED committees are publicly reviewed for approval by the 
more than 10,000 membership organizations that currently 
constitute the USGBC. 

LEED accreditation is based on a point system that rates the 
project in question, with points issued in 6 categories, ranging 
from materials and resources, to site sustainability through to 
innovation in design. 

LEED is the Leadership in Energy and Environmental 
Design green building rating system, developed by the 
USGBC to provide a suite of standards for environmentally 
sustainable construction. 

Since its inception in 1998, LEED has grown to encompass 
more than 14,000 projects in no fewer than 40 countries 
worldwide covering in excess of 100 million square meters of 
development area.

26 – 32 points

33 – 38 points 

39 – 51 points

52 – 69 points

Certified

Silver 

Gold

Platinum

Minimum points for certification are as follows:



RFT RAISED ACCESS FLOORS AND LEED

It is worthy to note that LEED accreditation does not apply to 
products or services, but encompasses the construction project 
as a whole.

In the Middle East, the maximum acquired points for the 
usage of raised access floors manufactured by RFT in China 
is 10 points, enough to upgrade certification one step upwards 
(except for “Platinum” certification). The following points in 
their corresponding categories can be acquired by the proper 
usage of RFT raised access floors in a construction project:

The maximum possible contribution by raised access 
floors to LEED scores is 17 points, which means, as a 
practical example, the usage of raised floors within a 
building may upgrade a building’s status from “Certified” 
to “Gold”.

Materials & Resources

7 PointsIndoor Environmental Quality

Innovation & Design
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1 Point

2 Points

ALGERIA
LIBYA

TUNISIA

Algiers

Tripoli Benghazi

Tunis

LEBANON MAIN PROJECTS

KSA MAIN PROJECTS

Princess Noura University
 Saudi Telecom Service Centres

 Riyadh Power Plant 10

 King Saud University

 Jebel Omar Development

OFFICES

KSA
Al Sharq Building
Petromin Area
P.O.Box 1100-31431
Dammam
Tel: + 966 3 814 3577
Fax: +966 3 814 3575

UAE
Saheel 1 Building
Mulla Plaza Area
Dubai
P.O.Box 121865
Tel: + 971 4 266 4461
Fax: +971 4 266 448

LEBANON
Yammine Building
Zakrit
Metn
P.O.Box 70-1221 Antelias
Tel: + 961 3 259 981
Email: info@rft.ae

SYRIA
Al Ghassani Square
Aleppo Street
Damascus
Tel: + 963 11 4435450
Fax: + 963 11 4435451
Email: info@rft.ae

 Beit Beirut
 Mina House Residence

Najico Control Room

  Water Treatment Plant Tripoli
  Water Treatment Plant Tyre

  Lebanese Broadcasting Corporation

LIBYA
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SYRIA MAIN PROJECTS

UAE MAIN PROJECTS

YEMEN

Ebla Gas Field

 Bank Of  Jordan HQ

   International Doha Convention Centre

Kia Showroom

World Trade Centre

 Badra Oil Field

 American Embassy

 Jihar Gas Field

 Rotana Hotel

Cyprus Water Authority Limassol

Burj Khalifa - IDCC

 Palm Island Monorail
  Emirates Airlines

 Bourouje III

  Dubai Metro

 Mukalla Steel Mill
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LEBANON MAIN PROJECTS

KSA MAIN PROJECTS



Every effort is taken to ensure that the content and technical data contained within these 
pages are accurate at time of printing. RFT reserves the right to withdraw or amend any of the 
products, content and technical data featured without prior notice. Please contact your local RFT 
representative for further information. Through photography and printing, colours of factory 
finish options may vary. Your local RFT representative can provide you with a physical sample.
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