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I. Introduction 

 
Architectural Precast concrete has become increasingly popular as a building product because of its 
economy, flexibility, durability, and universal availability. 
With this increased use a highly specialized industry has developed. The successful use of architectural 
precast stone is dependent not only on the designers understanding of the product, but the ability of 
manufacturers to produce products which comply with the desired intent of the product. 
 
The manufacture of architectural precast stone requires a great deal of craftsmanship. It may be 
designed to be a structural element or solely as an architectural feature. Virtually any shape can be cast 
and is limited only to the imagination of the designer. Inlayed lettering as well as geometric or other 
designs can also be incorporated into the product. This program is intended to outline the basic 
requirements of precast plants to assure the capability of producing quality precast products. 
 
Quality control begins with the dedication of our company to produce a fabricated product tht conforms 
to the requirements specified in the contract documents; one that is in compliance with appropriate 
codes and the recommended standards and practices of the industry and the requirements established 
in this plant certification program. 
 
Once shap, size, materials and finishing techniques are established then methods of manufacture, 
handling and installation can be determined. Materials and performance standards for precast products 
are normally stated in the final plans and specifications. They should be reflective of the capabilities and 
limitations of the manufacturer, while keeping in mind the intent of the designer. 
 
The procedures listed herein are presented to serve as an outline for the process which govern the 
manufacturing of architectural precast concrete. Its value is dependent on the everyday practice and 
consideration of the individual producer and is to serve as a reference for others of particular interest. 
Personnel in the manufacturer’s organization must be trained, competent, and knowledgeable of the 
current industry standards to achieve quality precast concrete usage. 
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II. Quality Control Philosophy 
 
A. General Objectives 
 
The intent of this outline is to identify procedures to establish quality architectural precast stone and to 
assure responsibility for quality manufacturing. These procedures establish the criteria necessary to 
relate to personnel and other interested groups and take those steps and measures which are required 
to produce a quality product. 

 
QUALITY POLICY 
 
Preferred Precast, Inc. “Quality Control Policy” statement is “to manufacture an architectural precast 
concrete product that will reflect our experience and commitment as producers. We take pride in 
producing a quality product. We strive to meet the expectations of our customers and architects. It is 
our hope that this will make for repeat customers” 
 
Document Control 
 
The responsibility and authority for the establishment and maintenance of this document and others 
pertinent to the operation of the business rests with the owner, John Marino. 
 
B. Factors for Quality Control 
 
Management shall see that sufficient control procedures are provided to assure all functions performed 
throughout the overall fabrication process conforms to the quality standards outlined in this manual. 
The most important functions in the production process are: 
 
1. Personnel: Qualified personnel responsible in the various areas of design, production, and delivery. 

Our employees work together as a family with advancement coming from within our trained 
employees. Our firm is small enough for our supervisors to spot the potential of quality workers and 
allow them to advance in the company ranks with further training. Employees that exhibit proven 
skills and leadership are promoted to supervisory positions. 
 

2. Record Keeping: Proper selection and inspection records for all materials used in production. All raw 
materials are inspected by the using departments prior to use in any production process. All records 
and mill certificates are filed in the General Manager’s office. 

 
3. Shop Drawings: Shop drawings should be clear and complete. Preferred Precast, produces the shop 

drawings on CAD machines. Design calculations, when required, are outsourced to engineering firms 
that are experienced in the design of architectural precast units. The design calculations, when 
required by the specifications, are kept of file in the individual job folders filed in the General 
Manager’s office. 
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4. Samples: Standard production samples for color and texture are maintained by the General 
Manager and are on display in the plant. The samples are labeled with unique identification  
numbers and are referenced in the appropriate files. All samples are made using carefully calibrated 
weigh scales.  

 
5. Concrete Mixes: Proper design and batching of concrete mixes is the responsibility of the Production 

Manager. Mix design is communicated to the mix operator and batch operator in writing. Mixes are 
made using the volumetric method 
 

6. Dimensions: Control of dimensions and tolerances are controlled by set-up personnel checking unit 
dimensions both post and pre-pour. 
 

7. Reinforcement: Proper reinforcements are determined by the engineer and communicated through 
drafting via shop tickets. Placement is the responsibility of the General Shop Manager, who checks 
the placement of the reinforcing to ensure compliance with the shop tickets prior to pouring. 
 

8. Embeds: Proper embeds are determined by the engineer and communicated through drafting via 
shop tickets. Placement is the responsibility of the General Shop Manager who checks the 
placement of embeds to the shop tickets prior to pouring. 

 
9. Concrete Placement: The proper handling, placing and consolidation of concrete are the 

responsibility of casting personnel. 
 
10. Curing: Suitable curing methods are maintained in the facility. The plant uses oil fired heaters in 

colder weather. 
 
11. Stripping: Stripping is the responsibility of the production departments and the methods are 

detailed on the shop tickets. 
 
12. Finishing: Consistent finishing procedures are established by the finishers in the finishing area and 

implemented by the finishing personnel. The Finishing Room Manager inspects prior to shipping to 
the customer. 

 
13. Delivery: The Loading Supervisor is responsible for procedures and the implementation relating to 

proper handling, storage, and transportation of products to a job site. 
 
14. Safety: Procedures and practices relating to personnel well being. Safety procedures and 

implementation of safe work practices are the responsibility of the General Manager. It is the goal of 
upper management to stress safety and to ensure and provide a safe working environment for our 
valued employees. 
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MISSION STATEMENT 
 
PREFERRED PRECAST, INCORPORATED 
 
Preferred Precast, Inc. (PPI) manufactures and supplies specially designed pieces of cast stone and 
architectural precast concrete for our market area that covers all of New England and parts of  New York 
and New Jersey. 
 
The mission of Preferred Precast is to make a quality product that not only meets but exceeds 
specification requirements as well as the expectations of our customers. We value the confidence the 
customer places in choosing us as their producer and we are committed to honor their confidence. 

 
DESDRIPTION OF COMPANY FACILITIES 
 
PPI was founded by John Marino in 2011. John has over 17 years of experience in the manufacturing of 
architectural precast concrete. 
 
Our company is unique in that we are capable of producing restorative precast to match granite, marble, 
terracotta, limestone, brownstone and different shades of sandstone. 
 
Our plant is located at 99 Bleachery Court in Cranston, Rhode Island. The production shop has 
approximately 5,000 square feet under roof in addition to our administrative offices. 
 
Our plant has 3,000 square feet dedicated to the production of our standard items as well as our 
architectural precast product which is also equipped with a 2 ton overhead crane. Another 1,000 square 
feet is set aside for our finishing and washing area and the final 1,000 square feet is used for the 
carpentry of our molds. 
 
Batching is done volumetrically with fine and course aggregates carefully measured by weight in lieu of 
volume to compensate for variation of moisture content. All aggregates are brought inside the plant for 
the next days pour to compensate for overnight moisture content and temperature variation. The 
concrete mix is produced in a rotary mixer and distributed to the individual molds in a ½ cubic yard 
bucket. 
 
All gray and white concrete and powdered dyes are bagged and stored inside. 
 
In the winter 3 gas fired furnaces are used to maintain a curing temperature of approximately 60 
degrees. Space heaters and heavy plastic covers are also used in cold weather to aid in curing. 
 
Precast units are handled with one forklift with a 6,000 pound capacity. A bobcat front end loader is 
used for moving aggregates. 
 
Precast units are shrink wrapped and stored on pallets. For delivery to the jobsite we use one 24 foot 
long flatbed trucks. We use private contract haulers for long hauls and occasionally for other shipments. 
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ORGANIZATIONAL CHART 
DESCRIPTION OF DUTIES 
 
Owner: The owner has the ultimate responsibility for all activities of PPI, including operational activities, 
financial activities and marketing and sales. 
 
General Manager: The General Manager is responsible for the overall office and plant management 
from front line quality, estimating and shipping on time. 
 
Office Manager: The Office Manager is responsible for the purchasing of materials, record keeping and 
reporting and general office management. 
 
Design Supervisor: The Design Supervisor is responsible for creating drawings and prints, resolving 
issues with prints, creating and checking shop drawings and production tickets and supervising CAD 
draftsmen. 
 
Production Manager: The Production Manager is responsible for manufacturing , quality control, mold 
building, finishing and shipping. 
 
General Shop Manager: The General Shop Manager is responsible for frontline supervision and quality 
control. 
 
Foam Shop Manager: The Foam Shop Manager is responsible for the manufacturing of the foam molds 
and foam products and quality control thereof. 
 
Shipping Room and Finishing Room Manager: The Shipping Room and Finishing Room Manager is 
responsible for finishing of the product to match the approved sample and loading the product for 
delivery. 
 
Finishing Room Supervisor: The Finishing Room Supervisor is responsible for the supervision of the 
finishing employees. 
 
C. Management Influence 
 
As with any production facility, the degree and success of quality control lies in philosophy and 
standards established by management. The success of a program is dependent on the degree to which 
management observes and requires adherence to established procedures. Management must also be 
concerned and aware of practices that are influence the safe working conditions of the production 
facility. 
 
Through the design and detailing phase, throughout the entire manufacturing process and including 
final installation, the quality of one’s product undergoes evaluation. Our staf is committed to building 
long term customer relations by producing a quality product in a timely fashion. 
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D. Area of Responsibility 
 
The separate functions relating to the overall operation of a production facility are assigned to 
personnel responsible for their specific duties. Management may assign these responsibilities, 
depending on the producer. 
 
These functions are described as follows: 
 
1. Sales/Estimating: Conducts pricing and procuring of contracts. The General Manager conducts all 

sales and estimates. Sales are made through personal and/or professional contacts or by the bid 
process. Sales activities are primarily the responsibility of the General Manager. Records of the sales 
process include bid documents, original take off, estimates, and quote to the customer. 

 
2. Engineering/Drafting: The Design Supervisor performs interpretation and conveying of information 

for the design, manufacturing and installation of the product. The Design Supervisor is responsible 
for assigning projects and tasks to individual draftsmen to create the shop drawings. This 
department is responsible for preparing shop drawings, installation drawings and production 
drawings (shop tickets) from the contract document. These drawings are used to build the forms, 
produce and install the product. Layout considerations should include jointing, manufacturing and 
installation tolerances, joint treatment, product  sizing and finishes. 

 

3. Production: All plant operations associated with manufacturing are the responsibility of the 
Production Manager. This includes determining schedules with sales and project management, 
receiving drawings from drafting and engineering, determining the best possible production 
schedule and methods to fabricate pieces in a manner that exceeds the sales estimates. Molds are 
built in the form shop to meet schedules as established by the customer. Production places inserts 
and reinforcements, as detailed on the shop drawings. These items are placed into forms in a 
manner to ensure accuracy and quality and then the concrete mix is added from batching. Records 
include daily records of production and the amount of pieces produced and the molds used to 
produce items. 

 

4. Quality Control: Verifies product conformance with shop drawings and specifications. Quality 
control is performed by the form setters and the General Shop Manager to ensure that the 
reinforcement, placing and size, any embedded items are correctly placed and that the forms are 
the right size, shape and squareness. Post pour inspection is performed by the General Shop 
Manager and Foam Shop Manager to ensure that the final product is cast within tolerance. The 
Finishing Room Manager keeps project samples in a safe and secure environment and observes 
finishing techniques on each piece and compares to the finished sample. If the product is finished 
properly and no further work is required it is stored on pallets and shrink wrapped awaiting delivery.  
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5. Delivery: The process of hauling of products to designated project locations. The Shipping Room 
Manager reports to production and is responsible for safe, reliable, on time delivery of the product 
to the job site in accordance with installation crew and customers timing. This includes 
communication with the installation crew on progress and any necessary changes to the shipping 
schedule. 

 

6. Project Management: Coordinating and/or installation of product according to design drawings. The 
General Manager conducts the product coordination with installation contractor and/or customer to 
ensure that products are installed in accordance with applicable drawings and specifications. The 
General Manager also communicates with the owners, architects, and other interested parties to 
ensure the project meets expectations. Any remedial activities are coordinated by the General 
Manager. 

 
III. Quality Control Procedures 
 
A. Samples 

1. General: Precast concrete samples are used to give information of the proposed architectural 
treatment. They used to show the type of material, the quality of the concrete, and the type of 
finish. They are related to specific projects and are to be considered only in this manner. 
Samples should show expected color variations, texture deviations and possible finishing 
problems. Samples are constructed using materials, equipment , and personnel to ensure the 
most accurate representation of the product the customer will receive. Samples are provided at 
the outset of a project usually after the award of the project to ensure understanding of the 
finished product by the customer. Samples should accurately represent the finished product in 
regard to color, texture and finish. Once a sample has been agreed upon, a duplicate of the 
sample is usually provided to the customer for future reference and one is kept at the plant. 
 
General procedure: Samples are to be made in small increment batches. Sample sizes are 12”x 
12”. Four samples for each project are made to show color and texture variations. 
 

2. Usage: Samples are used specifically for two purposes: 
 

a. Selection: Samples used for selection of finishes are general in intent and used to 
make a preliminary material and finish selection. 
 

b. Control: Control samples are produced as part of the contractual process. They are 
used to indicate possible finish variations, shape and finish relationships, and 
potential casting and consolidation problems. 

 

3. Identification: All samples submitted are identified by Preferred Precast identifying code 
numbers. A permanent file of sample code numbers with all related data shall be maintained by 
Preferred Precast to ensure future duplication. The sample file contains all information on 
material used, proportions of concrete mix, and methods for surface finishing. This information 
is available upon request from the General Manager. 
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B. Engineering/Drafting 
 
1. Responsibility: Preferred Precast has established and maintains procedures for forming, 

manufacturing, and installation of product. Most of Preferred Precast’s product is non-structural 
in nature. However, when the product becomes structural or when structural design 
calculations are required, Preferred Precast employs a registered structural engineer 
experienced in the design of architectural precast concrete. Copies of these design calculations 
are maintained and stored in the office of the Design Supervisor in the respective job files. 

2. Form Design: Designs take into account production realities, relative drafts, transitions, and 
demarcation features. Form design should consider the following factors: 
 
a. Detailing: Drafting of production shape to facilitate stripping and finishing conditions. 

 
b. Shape design: Abrupt changes in concrete masses, which could produce cracking due to 

concrete shrinkage. 
 

c. Rustication: Recessed features are design features used for various reasons. The reduction 
in thickness affects the structural design of precast concrete unit. 

 

3. Shop Drawings: The primary function of precast shop drawings is the translation of the contract 
documents into usable information for the manufacture, handling, and erection of the precast 
concrete. Preferred Precast maintains a drafting department to produce shop drawings to meet 
this intent. 
 
a. Layouts: The installation drawings provide the precast manufacture with his only practical 

means of communicating with the customer, architect, and engineer. The drawings provide 
the Architect/Engineer with a means of checking the interface with adjacent materials. 
Installation drawings are intended to provide the architect with a representation of the 
finished product. 
 

b. Shop Details: Good production drawings reduce plant cost and increase production effiency 
by providing effective communications between the engineering, production, and 
installation areas responsibility. 

 

Effective shop details indicate the following: 
1. Type, quantity and location of reinforcing. 
2. Type and position of all embeds items. 
3. Panel identification and quantity. 
4. Surfaces requiring finishing referencing any samples approved by the 

architect/customer. 
5. Comprehensive dimensions. 
6. Type and location of lifting/erection devices. 
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4. Connections and Reinforcing Design: The design or review of a given for connections and 
reinforcing is the responsibility of Preferred Precast. Stresses produced by handling and 
installation are in most cases more critical than in place superimposed loadings and may require 
additional reinforcing. 
 

C. Testing 
 
1. General: Testing is the method of determining conformance to design and specification 

requirements. Testing procedures are assigned to the produced product, material to be 
incorporated in the product, and of machinery or equipment used in the manufacturing process. 
 

2. Material Testing: The specified properties of all material used in the manufacturing process is 
determined by appropriate testing according to ASTM Standards. Either the material supplier or 
the precast concrete manufacturer can conduct these tests. 

 
a. Cement: Cement mill test are usually supplied by the cement manufacturer for each 

shipment. Cement will meet requirements for the named Type in ASTM C 150 or C595. Any 
mill certificates are kept on file and made available to projects when specified. Certificates 
of Compliance to ASTM Standards will be kept on file and verified annually. 
 

b. Aggregates: Aggregates for general mixes are obtained from reliable suppliers with 
preference given to local suppliers whenever possible. Aggregates for cast stone mixes are 
often selected for their color and gradation and may deviate from normal standards. 
Aggregates will conform to ASTM C 33 or C330. Gradations and other analysis of the 
standard aggregates will be kept of file and copies furnished to projects when specified. 
Standard aggregate ASTM certifications will be kept on file and verified annually. 

 
c. Water: Preferred Precast’s water is obtained from municipal supply therefore need not be 

tested. 
 

d. Reinforcing: Reinforcing bars and mesh will be supplied with their respective mill 
certificates. Steel will meet requirements of applicable ASTM and ACI specifications. Any mill 
certificates are kept on file and made available to projects when Certifications of 
Compliance to ASTM Standards will be kept on file and verified annually. 

 

e. Admixtures: All relevant information of admixtures will be on file in the plant and copies 
furnished on projects as specified. Air entering agents will conform to the requirements of 
ASTM C 260. Other admixtures will conform to requirements of ASTM C 494. ASTM 
certificates of Compliance will be kept on file and verified annually. 

 

f. Pigments: The color pigment supplier will certify that pigments or color agents are resistant 
to lime and other alkalies. Pigments shall conform to ASTM C 979. ASTM Certificate of 
Compliance will be kept on file and verified annually. 
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g. Inserts: Inserts will be used only as recommended by the supplier within their published 
data. All data on inserts and hardware will be kept on file in the Design Supervisor’s office 
and copies furnished for projects when specified. 

 

h. Embeds: Information will be kept on file for all materials used in the manufacturing process. 
The manufacturing recommended procedures for the use and application will be strictly 
adhered to. 

 

i. Mix Design: Concrete mix proportions are to be established under carefully controlled 
conditions. Concrete mixes developed for specific materials may require re-evaluating of 
mix design when the materials change. Preferred Precast uses many of our proven mixes on 
various jobs. Therefore, we have historical records of testing and the products ability to 
withstand weathering and environmental conditions. 

 

As a general rule petrographic analysis of facing aggregates should be upgraded every two 
years. Record of all standard concrete mixes will be maintained and available for specific 
projects. These mix designs will be maintained and available for specific projects. These mix 
designs will be verified by an independent testing agency or by the producers testing 
equipment if such equipment is certified. Test results will include: compressive strength, 
slump, unit weight, air content and absorption. Copies of verified test results will be kept on 
file. Test will conform to appropriate requirements of ASTM standards. 
 

 
j. Per ASTM 1364 one sample per every 500 c.f. of product cast to be tested. Testing is in 

accordance with ASTM C-1194 and ASTM C-1195. Maintain detailed records for wet cast mix 
designs. Any new mix design will be tested for strength and absorption before used in 
production. An independent certified laboratory performs all concrete compressive strength 
tests. 

 
3. Product Testing: Product testing is to maintain production uniformity to ensure conformity to 

establish criteria of reported data. Specimens will be made and tested for each mix used on a 
weekly basis or for every 100 cubic yards of any individual mix. The producer or an outside 
testing agency may perform these tests. The observations to be performed and their frequency 
are to be specified. 
 
a. Comprehensive strength: Concrete strength will be determined by methods in accordance 

with ASTM C 31 or C 1194. 
 

b. Slump: Slump test will be made as required and a variation of + or – one inch will be 
allowed. 

 
c. Air content: Air content for air-entrained concrete will be tested by appropriate methods. 

Variations will not exceed + or – 1.5 percent points. 
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d. Other tests: Other tests as required by the specifications will be performed according to 
established methods. 
 

e. Reinforcing: Product testing will include inspection for conformance to steel placement and 
design requirements. 

 
f. Hardware: Inspection for conformance to design of hardware, inserts and other embed 

items will be included in product testing. 
 

4. Equipment Testing: 
 

a. Scales: There is no testing of batch plant as volumetric batching is employed. 
 

b. Testing machines: Plant concrete cylinder testing equipment is not used as tests are 
outsourced. 

 
D. Review procedures: The scope of quality control reviews to be performed in architectural precast 

stone products shall include the following: 
 

1. Materials: Any required plant testing of materials for acceptance prior to initial casting and 
daily visual checks for quality maintenance. 
 
a. Aggregates: Daily visual checks for color and appearance of all aggregates used to 

ensure conformity to accepted standards. Review new loads as they are delivered. 
 

b. Reinforcing: Daily visual checks of all reinforcing to be used for damage, contamination 
or excessive corrosion. Reinforcing size, strength, conformity, and location is to be 
shown and specified. 

 
c. Cement: A visual check at each weighing or batching to observe possible contamination 

from moisture or other materials. Problems with cement are held to minimum since we 
use all bagged cement. 

 
d. Embeds/Hardware: All embeds and hardware is to be used according to manufactures 

published use and design data. Embeds positioned prior to concrete placement should 
be securely fastened to prevent movement. Protection should be provided for threads, 
openings and slot from damage or filling with concrete during the pouring process. 
Protection should also be provided on embeds during finishing, storage and delivery. 
Anchors applied to embeds should be reviewed for compliance to design requirements. 
Welded anchors should be tested for compliance after 100 units. Anchors on embeds 
should be reviewed prior to positioning in the form. 

 
2. Concrete: Care must be taken to maintain the mix consistency throughout the project. The 

consistency of temperature, slump and curing conditions are important in the final product 
finish. Weighing, dispensing, sequencing and mixing of materials should be accurate and 
consistent to maintain acceptable panel finishes. 
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3. Form set up: Forms must be fabricated to maintain specified tolerances during concrete 
placing. Form set-ups for multiple pours are rechecked daily for dimension tolerance 
variations. Re-checking form set up changes prior to concrete placement lessens potential 
casting errors. Changes involving block-outs, reveals, cast-in items, position and amount of 
reinforcing should be rechecked following initial positioning and prior to concrete 
placement. A visual check of the security of these placements should be made during 
placing the concrete. The fit and sealing of forms should be such that leakage does not occur 
causing undesirable fins, or edges, unacceptable voids, or discoloration. Form setters verify 
the dimensions of all forms prior to pouring of concrete in molds. 
 

4. Testing: Select and prepare concrete specimens for testing and perform tests for slump, air 
content, compressive strength, and other tests required. 
 

5. Shop Details: Compare finished product to shop drawings details, surface finishes, 
dimensions, location of embeds and conformance to shape and detailing. Final review of   
product conformity should be made prior to shipment. The General Shop Manager verifies 
every finished product dimensions according to shop drawings and other drawings to verify 
that finished products are within expected tolerances. Products are also reviewed for 
appearance characteristics and finish to ensure conformance with drawings. 

 
6. Storage area: General observations of storage area for proper blocking methods used for 

prevention of chipping, warping, cracking, contamination or blocking stains and other items 
that may adversely affect the quality of the product should be made on a regular basis. The 
Finishing Room Manager monitors all storage areas daily to ensure proper methods for 
storage are being utilized for products awaiting shipment. 

 

7. Final: A final review of the product should be made during loading for proper blocking, to 
detect stains, chips or cracks, warping, and other defects. Shipping personnel responsible for 
loading of products also conducts final reviews of products to ensure the quality of the 
product. Proper shipping methods, blocking, reinforcing, etc. are checked to eliminate, as 
much as possible, any damage from transportation. 

 

8. Repairs: Following any repair, a review should be made of its acceptability and soundness. 
Any repairs performed are inspected by the Finishing Room Supervisor to ensure that 
repaired product meets all aspects of drawings and specifications in regard to tolerance, 
dimensions, appearance, etc. 

 

E. Record Keeping 
 
1. Samples: Mix design and finish information for promotion samples are to be identified and 

available for reproducing and duplicating. The Production Manager maintains all mix design 
information related to samples and these are kept in his office. 
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2. Finishes/Mix Design: Approved project finish requirements and mix design information is to be 
identifiable and available for each specific project. 

 
3. Materials: Mill test reports for material not plant tested shall be required of applicable suppliers. 

A system of identification shall be established to correlate particular materials to a given project, 
These records should be kept a minimum of two years. 
 
The following ASTM Certificates of Compliance are to be kept on file. 

a. Cement 
b. Standard or generally used aggregate 
c. Admixtures (air entraining GFRC polymers and water reducers). 
d. Reinforcing (mesh, rebar). 
e. Pigments 
f. Information on special items is normally filed with specific project on which they are 

used. 
 

4. Drawings: Engineering data including any calculations and approved shop drawings is to be 
identifiable and available for each specific project. This information is to be maintained for 
future reference to resolve construction disputes and documentation for any litigation. The 
Design Supervisor maintains a record copy of submitted installation drawings, approved as 
noted installation drawings, shop tickets, plate details, embed details, calculations and 
correspondence related to drawings. 
 

5. Special items: Keep available records of all product testing performed on specific projects. These 
include concrete tests, special inspections and any special designer performance testing. All 
Concrete tests are performed by others and records are kept by the Production Manager. 
 

F. Plant Facilities 
 
Quality production of architectural precast concrete requires plant facilities which reflect current 
concrete technology and attitudes for cleanliness and personnel safety. 
 

1. Material Storage: 
a. Cement: Provide contamination free storage for each type of cement used. Cement is stored 

in bags inside the plant.  
 

b. Aggregates: Storage of aggregates should be adequate to prevent contamination. Handling 
should be such that segregation of aggregates is minimal. Aggregates are stored outdoors in 
storage bins and separated by divider walls and then brought inside near mixer. 

 
2.  Batch Plant: Preferred Precast does not use a batch plant. Volumetric mixing is used. We 

consistently obtain compressive strengths in excess of 6,000 psi. 
  

a. Mixing: Mixing equipment shall be of a capacity and type to produce thoroughly mixed 
concrete of a uniform consistency. 
 

16 



 
b. Admixtures: Admixtures used in mix designs are critical in the desired performance of 

concrete. They must be dispensed consistently, in a timely and accurate manner from batch 
to batch. 
 

3. Reinforcement: Reinforcement should be stored, sorted and accessible. Areas used for 
fabrication should be clean and orderly. Personnel safety and keeping the material free from 
contaminates and damage are the primary concerns. Reinforcement is stored off ground. 
 

4. Sub-assemblies: Sub-assembly areas for forms, steel embeds and reinforcing steel should be 
accessible, capable of producing desired assemblies and adequate for the facility. Assembly of 
units should be by specification and follow all current industry standards. 

 
5. Casting: Casting areas should be adequate and orderly to control the fabrication process of 

architectural precast concrete. 
 

a. Placing: Concrete should be deposited in the forms in methods that maintain a consistent 
and uniform finish surface. It should not, by means of placing, disturb or displace any embed 
items previously placed. Care should not, by means of placing, disturb or displace any 
embed items previously placed. Care should be exercised to see that form oils or retarders 
do not inhibit the design performance of anchors or reinforcing. Prevention of corrosion 
through and on finished surfaces must be considered when placing reinforcing supports and 
ties. 
 

b. Consolidating: Vibration in addition to removing air voids should also evenly distribute the 
concrete and in some cases orientate the aggregates for a desired finish. 

 
c. Curing: Protection must be provided during the initial curing of concrete placement to attain 

desired concrete strengths. Consistent curing conditions of temperature, humidity and time 
are required to maintain finish consistency. Controlling excessive heat and air movement 
reduces conditions that cause shrinkage cracks. 

 
d. Stripping: Removal of the product from the form is most critical in regards to its structural 

capacity. Stripping methods should not damage the finish surface. Forms should be 
designed to allow stripping of the product.  Concrete strengths are critical for the 
performance of lifting devices and reinforcing. Proper concrete strengths prior to stripping 
must be attained. Lifting equipment must be adequate and in a condition to allow safe and 
successful stripping of the product. 

 
e. Finishing: Finish areas must be provided to perform the various methods of attaining the 

final surface treatment of the product. Special considerations should be given for finishing 
methods using chemicals or sand blasting that causes excessive dust particles.  The product 
should be supported and positioned for the safety of the personnel working on and around 
the product. Equipment for finishing techniques must be adequate to maintain consistency 
from piece to piece. Imperfections, which appear, may require repair. Patching must be 
aesthetically acceptable and structurally sound. 
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6. Storage: Products stored for future shipment should be adequately supported and blocked to 
prevent damage. Position of blocking is determined by design and must be maintained in 
storage. Precautions should be taken to prevent chipping, warping, cracking, contamination, or 
staining of the product in the storage area. It should be stored in an orderly and accessible 
manner. 
 

7. Shipping: Loaded products must be properly blocked to prevent cracking and damage to the 
finished surface. Product must be adequately secured during transporting to prevent shifting 
and damage. Some instances may require protection from contamination to the finished 
surface. The product should be scheduled for the desired delivery sequence of the installer. If 
possible, they should be orientated at the desire of the erector. 
 

G. Safety 
 
1. General:  This document will not attempt to address all of the safety requirements that is 

involved in conducting a safe operation. The OSHA ACT OF 1970 stipulates all of the 
requirements for safety and other government acts require their compliance. There  are some 
specific areas of safety concerns that directly affect the ability of the personnel and facilities to 
produce quality precast concrete products. Preferred Precast, Inc. is in the process of writing a 
safety manual and it will be on file in the main office. 
 

2. Requirements: Reference the following U.S. Department of Labor “Self Inspection Check Lists” 
that is used to comply with OSHA guide lines. 
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