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Block quality submission
If in doubt after reading this guide contact 01952 588885 for technical advice.
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Concrete	 RC32/40 Equivalent	

specification	 Minimum cement content = 320kg/m3 for 14mm aggregate size 		

		  (actual cement content 340kg/m3)

	 Maximum w:c ratio = 	 0.55	

	 Cement type = 	 CEM1 52.5N	

	 Coarse Aggregate = Aggregate Industries, Haughmond Hill Quarry

	 Magnesium Sulphate Soundness = MS18 or better

	 Fine Aggregate = 	 Cemex, Doves Holes

Durability	 The use of an RC32/40 equivalent concrete ensures suitability for use 	

	 in XF2 conditions as defined in BS 8500-1:2013 table A1:

	 Freeze-thaw attack (XF classes) (where concrete is exposed 		
	 to significant attack from freeze-thaw cycles whilst wet)

	

	

	

	 The units are unreinforced and have a design working life of 100 
	 years as defined in BS EN1990:2002+A1:2005

	 ASR – the total alkali content of the concrete is calculated as:

	 340 x 0.75/100 = 2.55kg/m3 Na2O equivalent

	 Limiting value 3.5kg/m3 for normal reactivity aggregates 

	 (BS EN 8500-2 Annex B

Lifting points	 All units are provided with a central galvanized “Pin Anchor” lifting 		

	 anchor recessed into the concrete surface

	 Euro Accessories 2.5 tonnes capacity x 170mm length

Quality	 All products are manufactured under a Factory Production Control 		

management 	 System equivalent to that required by EN1917, BS5911-3 and BS5911-6

Class 
designation

Class 
description

Informative examples applicable in 
the United Kingdom

XF2 XF2 
Moderate water 
saturation with 
de-icing agent

Concrete surfaces such as parts 
of bridges, which would otherwise 
be classified as XF1, but which are 
exposed to de-icing salts either 
directly or as spray or run-off
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Elite Precast Concrete Limited is a company which specialises in the manufacture and supply of 

precast concrete products for the construction, water management and ancillary industries. 	  

Elite Precast Concrete Limited sees itself as a high-end supplier and places particular emphasis on 

experience, capability, reliability, quality and customer satisfaction.

This Policy Statement commits Elite Precast Concrete Limited, it’s management and employees 

to providing precast concrete products conforming to customer, contractual and regulatory 

requirements through the establishment, maintenance and implementation of an effective 

Quality Management and Factory Production Control System.

This manual defines the policies, processes and procedures that Elite Precast Concrete Limited 

will adopt to ensure conformity to requirements, and to drive improvement in both the business 

processes and the products supplied.

Quality objectives consistent with this policy have been established and performance levels will 

be monitored.

 	  	  	  	  	  	  	  	  

	  	  	  	  	  	  	  	  	  

 	  	  	  	  	  	  	  	

Richard Doody
Commercial Director 

Elite Precast Concrete Limited

Annex A

Quality policy statement

Signed

......................................................................................................................................................



Annex B

Section Section Heading BS EN ISO 

9001

BS EN 1917 BS 5911 -3 BS 5911-6

0 Contents

1 Amendments

2 Quality Policy 4.2.2

3 Scope and interaction of processes 4.2.2

4 Management Structure / Organisation / 

Communication

5.5.1 

8.4

8.5

F.1.1

F.1.2 ß
E.1.1

E.1.2

5 Management Review 5.6 F.1.3 ß E.1.3

6 Control of Documents and Records 4.2.3 

4.2.4

F.1.4 ß E.1.4

7 Production Control F.2 ß E.2

8 Inspection and Test 6.2 

6.2

8.2.3 

8.2.4

F.3 ß E.3

9 Control of Nonconforming Product 8.3 F.3.1

F.4.1-

F.4.3

ß
E.3.2

E.4.1-

E.4.3

10 Protection and Preservation of Quality 7.5.5 F.5.1-

F.5.3

ß E.5.1-

E.5.3

11 Marking 7.5.3 F.5.4

F.5.5

ß E.5.4

E.5.5

12 Training and Competence 6.2.2 F.6 ß E.6

13 Internal Audit

14 Corrective Action (Systems and Product 

deficiencies and Customer Complaints)

8.5.2 F.3.5 ß E.3.5

15 Preventive Action 8.5.3

16 Inspection Schedules 7.6 F.7-

F.10

 E.7-

E.10

17 Standard Operating Procedures 4.2.1 F.5.1  E.5.1

18 Standard Forms 4.2.1 F5.5  E.5.5

Factory Production Control Manual – contents page



Annex C

Kitemark Licence



Annex D

Cement DOP



Annex E

Coarse Aggregate DOP 



Annex E continued

Coarse Aggregate Petrographic Description



Annex E continued

Coarse Aggregate Petrographic Description



Annex F

Declaration of conformity



Annex G

Design statement



Annex G continued

Design statement



Minimum individual result at 28 days = fck-4 = 36N/mm2

Minimum mean strength at 28 days = Fck+1.48s = 49N/mm2*

* assumes a standard deviation of 6N/mm2

Annex H

EN 206 conformity criteria



Annex I

INSPECTION EQUIPMENT
No ITEM FREQUENCY METHOD

1 Cube testing machine Annual External EN12390-4

2 Laboratory scales Annual Procedure Cal 1

3 Tape measures On issue Procedure Cal 2

4 Thermometers Annual Procedure Cal 5

5 Cube moulds N/A Procedure Cal 6

6 Slump Cones N/A Procedure Cal 7

PRODUCTION EQUIPMENT
No ITEM FREQUENCY PURPOSE

1 Raw materials and raw 
materials storage

Daily – visual Condition and absence of contamination

2 Batching Equipment Daily – visual Normal operation

3 Batching Equipment Annual Calibration – External

6 Moulds Daily - visual Suitability for casting

MATERIALS INSPECTIONS
No ITEM FREQUENCY PURPOSE

1 All raw material receipts** Each delivery – visual Material as ordered, correct source, grade, 
condition and absence of contamination

 Cement** Annual and as required Evidence of conformity to EN197

 Aggregates** Annual and as required Evidence of conformity to EN12620

 Admixtures** Annual and as required Evidence of conformity to EN934-2

 Steel** Each delivery – visual Evidence of conformity to technical spec.

2 Inserts, spacers etc ** Each delivery – visual As ordered, correct source, grade

3 Lifting anchors** Each delivery – visual As ordered, correct source, grade

 Lifting anchors** Each delivery Conformity to technical specification

PROCESS INSPECTIONS – concrete
No ITEM FREQUENCY PURPOSE

1 Concrete Composition 
(Mix recipes)

Daily for each 
composition (recipe) used

Conformity with intended composition 
and purpose

 Concrete composition 
(recipe change)

Every recipe change to be 
formalised and notified to:              
(add list of persons here)

To ensure impact on other factors (eg 
chloride content) is evaluated and new 
BOM established if change is longer term

Model Quality Plan for the production of Duo Block Retaining 
Wall Units (BS EN 13369 and BS EN 15258)



Annex I continued

Model Quality Plan continued

No ITEM FREQUENCY PURPOSE

2 Water content of the fresh 
concrete

Daily Evidence of conformity to w:c / design 
constraints

3 Chloride content of the 
concrete

Annual and as required Evidence of conformity to specification 
limits: Reinforced <= 0.4% Prestressed <= 
0.1%   (by weight of cement)

4 Potential strength of the 
concrete (cube strength)

2 cubes daily for each 
type of concrete, factory 
and each casting:                                   
1 x 7 day     1 x 28 day

Evidence of achievement of design 
characteristic strength (analysis as EN 
206 cl 8.2.1.3)

5 Consistence (slump or 
flow test as appropriate)

Daily for each 
composition (recipe) used

Evidence of conformity to technical spec.:      
SCC – flow              Vibrated – slump

Concrete Temperature Daily for each 
composition (recipe) used 
where the air temperature 
falls below 2°C

Evidence of conformity to the minimum 
concrete temperature of 5°C at placing 
and to prevent wastage through 
manufacture with frosted concrete

PROCESS INSPECTIONS – other process subjects
No Subject FREQUENCY PURPOSE

1 Reinforcement cages and 
lifting inserts

Daily inspection against 
the approved product 
drawing for each mould 
to be cast

Conformity with required type, quantity, 
shape dimensions position and correct 
cover to reinforcement

2 Moulds and beds (pre-
pour inspection)

Visual inspection for 
cleanliness, oiling, wear 
and deterioration

Ensuring product conforms to the 
required quality standards

3 Moulds and beds (new 
moulds or following major 
modification)

Measuring of each new 
mould or after major 
modification

Ensuring product conforms to the 
required quality standards and 
dimensional tolerances

4 Concrete placing Daily visual for correct 
compaction

Ensuring correct compaction and 
achievement of potential strength

5 Protection against drying 
out

Daily for correct curing Ensuring correct curing environment and 
achievement of the potential strength

6 Accelerated hardening Daily for relevant curining 
conditions (temperature)

Conformity with factory documents, 
achievement of transfer / striking strength 
and prevention of thermal cracking

MATERIALS INSPECTIONS
No ITEM FREQUENCY METHOD

1 Dimensional accuracy: 
length, height, cross 
section, straightness of 
edges, flatness of the 
moulded face (if required 
for aesthetic reasons) and 
protruding reinforcement

Measured each 5 
production days with a 
minimum of 1 unit each 
week (rotating through 
the product types to 
ensure all are captured)

Conformity to drawings and specified 
tolerances (see EN 15258 cl.5.2.2 and 5.2.3 
and EN 13369 annex J and cl 4.3.1)

4 Surface characteristics 
(roughness and general 
appearance)

Daily visual inspection 
for conformity to product 
quality standards

Ensuring product conforms to the 
required quality standards



Annex I continued

Model Quality Plan continued

Dimensional accuracy (extracted from EN13369 clause 4.3.1
Target Dimension Maximum permitted variance from 

that declared
Recommended maximum variance 
from that declared (to be agreed)

L≤150 mm +10 / -5 mm +/- 5 mm

L=400 mm +15 / -10 mm +/- 10 mm

L≥2500 +/ -30 mm +/- 10 mm

Maximum deviation from planeness (based upon EN13369 Table J2) under a 200 mm straight edge

Mould Face (to be agreed) Trowelled Face (to be agreed)

+/- 2 mm +/- 4 mm


