CASTING A FUTURE IN CONCRETE

1'.1‘“’ e

e 'Q a 1

2o ’-*'T-*_‘

ENVIRONMENTAL
PRODUCT DECLARATION

IN ACCORDANCE WITH EN 15804+A2 & ISO 14025 /1SO 21930

- Prestressed Hollowcore - 200mm 7 Core

Address: Contact Us:
Blackpark Road www.creaghconcrete.com

Toomebridge info@creaghconcrete.com
CREAGH BT41 3SL (028) 796 50500
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PCR

Sector

Scope of EPD

EPD Author

The manufacturer has the
sole ownership, liability,
and responsibility for the
EPD. EPDs within the same
product category but from
different programs may
not be comparable. EPDs
of construction products
may not be comparable if
they do not comply with
EN 15804 and if they are
not compared in a building
context.

Manufacturer

Contact Details

Program Operator

Reference Standard

Category of EPD

Parent EPD Number

MANUFACTURER
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Creagh Concrete Products Ltd
93 Kilmascally Road, Ardboe Co. Tyrone BT71 5BL
info@creaghconcrete.com

www. creaghconcrete.com

EPD Hub, hub@epdhub.com

EN 15804+A2:2019 and ISO 14025

EPD Hub Core PCR version 1.1, 5 Dec 2023

Construction product

Self Declared

Cradle to gate with modules C1-C4, D

Martin Breen

PRODUCT

Product Name

Additional labels
Product Reference
Place of Production
Period of data

Averaging in EPD

Variation in GWP-fossil for
A1-A3

Prestressed Hollowcore - 150mm 7
Core

United Kingdom
2024

No averaging

%

N
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ENVIRONMENTAL DATA SUMMARY

; 1m2 of 200mm 7 Core Hollowcore
Declared unit

Slab
Declared unit mass 297.56 kg

GWP-fossil, A1-A3 (kgCO2e) 39.4
GWP-total, A1-A3 (kgCO2e) 37.0
Secondary material, inputs (%) 1.74
Secondary material, outputs (%) 80.2
Total energy use, A1-A3 (kWh) 86.3
Net fresh water use, A1-A3 (m3) 0.5

PRODUCT AND MANUFACTURER
ABOUT THE MANUFACTURER

Creagh Concrete is one of the leading
producers of concrete products for the
civil engineering, residential, education,
commercial, custodial, and agricultural
sectors. The company offers a diverse
portfolio of products that showcase the
limitless possibilities and potential of
precast concrete. lts flooring range includes
prestressed hollowcore flooring, Spantherm
Insulated flooring system, prestressed t-beam
flooring, plate flooring and Spantherm
insulated flooring. Other products include

PRODUCT DESCRIPTION

This product is a precast hollowcore slab
consisting of aggregates, cement and
reinforcing  strand. The reinforcement
strand for units will have a yield strength
of 1770N/mm2 and the concrete strength
target is 50N/mm2 at 28 days (C40/50 in
accordance with the design specification).
Fire Resistance: EN1168:2005+A3:2011,
Annex G Table 2G sets out the values of cover
for various structural elements to achieve
specified periods of fire resistance. Creagh
Prestressed Flooring provides a minimum fire
resistance of 1% hours with a nominal cover

ready mixed concrete, bricks and blocks,
sand and gravel, agricultural precast
products, general precast for home and
garden, structural precast such as precast
stairs, landings, terrace units and frames.
Creagh design, manufactures and supplies
an extensive range of concrete products.
The company operates from its head office
in Toomebridge, Northern Ireland with
bases in Ardboe, Dunloy, Draperstown and
Magheraglass and at Nottingham, England
and Edinburgh, Scotland.

of 35mm. Enhanced levels of fire resistance
can be achieved by increasing the cover or
by the application of surface treatments.
Sound Insulation: The means of satisfying
the requirement for providing reasonable
sound insulation between dwellings is
dealt with in Approved Document E (2003
edition incorporating 2004 amendments) of
the Building Regulations 2000. A common
minimum for the overall mass of a structural
floor below a floating layer is 300kg/m2.
This can be easily achieved with Creagh
Prestressed Concrete Flooring or when
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considered in conjunction with a bonded
screed. Durability: BS 8500 Part 1 2006 sets
out the cover and concrete strength required
to meet various conditions of exposure.
Standard Creagh Prestressed Flooring with a
nominal cover of 30mm and C40/50 concrete

BIOGENIC CARBON CONTENT
Product’s biogenic carbon content at the factory gate

Biogenic

carbon content -
in product, kg C

Biogenic
carbon content
in packaging,
kg C

FUNCTIONAL UNIT AND SERVICE LIFE

1m2 of 150mm 7 Core Dense
Hollowcore Slab

Declared unit
VP-011

Mass per
declared unit
VP-012

297.56 kg

Functional unit

Reference
o 50 Years
service life

meets the following criteria: Ground Floor
Slabs - XC3/4 Internal Floor Slabs exposed
or hidden - XC1

Further information can be found at
www.creaghconcrete.com

PRODUCT RAW MATERIAL MAIN
COMPOSITION

Raw material | Amount, mass- \YEYCIE]
category % origin
Metals 1 SPA
Minerals 99 UK

Fossil materials - -

Bio-based
materials

SUBSTANCES, REACH - VERY HIGH CONCERN

The product does not contain any REACH
SVHC substances in amounts greater than 0,1
% (1000 ppm).
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PRODUCT LIFE-CYCLE
SYSTEM BOUNDARY
This EPD covers the life-cycle modules

listed in the following table.

A bl
Product stage e

aw materials
Manufacturing

Maintenance
Replacement

Use stage

Refurbishment

Beyond
End of life stage the system

boundaries

Operational water use
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Deconstr./demol.
Waste processing

Transport

Disposal
Recovery
Recycling

Modules not declared = MND. Modules not relevant = MNR.

MANUFACTURING AND
PACKAGING (A1-A3)

The environmental impacts considered for
the productstage coverthe manufacturing of
raw materials used in the production as well
as packaging materials and other ancillary
materials. Also, fuels used by machines, and
handling of waste formed in the production
processes at the manufacturing facilities
are included in this stage. The study also
considers the material losses occurring
during the manufacturing processes as well
as losses during electricity transmission.

The production of the hollowcore slabs
begins with the preparation of the casting
bed, which includes cleaning the casting
platform and applying form oil. At the same
time, reinforcement strand is placed on the
bed. The stand is pulled by a brush cart
machine to the end of the casting bed. When
the strand is placed, they are tensioned,
after which semi-dry concrete is placed via

a slip forming machine incapsulating the
strand. After casting the additional details
are added such as lifting pins, open cores
etc. and the slab is covered and left to cure.
When the slabs are cured, they are cut into
the required lengths and widths.  There
is very little material loss in production
as there is no formwork needed to cast
hollowcore. There is some waste of ancillary
material with small amount of mould oil
remaining on the bed. There is no additional
packaging required, the finished product is
loaded with timber skids for dispatch, which
are also reused.

TRANSPORT AND
INSTALLATION (A4-A5)
Transportation impacts occurred from

final products delivery to construction site
(A4) cover fuel direct exhaust emissions,
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environmental impacts of fuel production, as
well as related infrastructure emissions.

The transportation distance varies as each
slab is made to a customer’s order which
could be anywhere within the UK and ROI.
The average delivery distance therefore
cannot be calculated. Vehicle capacity
utilisation is assumed at 26T as the maximum

PRODUCT USE AND MAINTENANCE
(B1-B7) VP

Phases B1-B7 are not included in this EPD.
Air, soil, and water impacts during the use
phase have not been studied.

PRODUCT END OF LIFE
(C1-C4, D)

At the end of the structures service life,
it is assumed that 100% of waste at the
deconstruction/demolition phase C1, s
collected as separate construction waste for
recycling. The deconstruction/demolition
process is assumed to happen on site,
consuming energy in form of diesel burned
by construction machinery. Per m3 of
concrete, it is assumed 3.6 litres of diesel
is used in demolition (Elsvier. Mostert,
Sameer, Glanz, Bringezu. 2021). Once
demolished, the separated construction
waste is delivered to the nearest waste
treatment plant. It is assumed that there is no
mass lost, so the weight of the transported
waste is the same as the declared product.
The transport phase C2, is estimated to be
50 km to the nearest waste treatment plant.

legal allowance. Maximising capacity results
in fewer deliveries. The transportation
method is assumed to be a lorry. Deliveries
will be by external hauliers and so is assumed
that return trailers may be loaded to serve
other clients, however this is not taken into
account. Transport A4 and installation A5
are notincluded in the EPD.

Once transported to the waste treatment
plant, the waste can either re-used, recycled
or disposed of. It is assumed that 100% of
the waste is transported, where the concrete
is crushed and steel separated. In the waste
processing phase C3, 80% of the concrete
(Betoniteollisuus ry, 2020) and 95% of steel
(World Steel Association, 2020) are to be
recycled. There is 0% of the timber skids
recovered, with 100% going to disposal.
The remaining 20 % of concrete and 5 % of
steel are assumed to be taken to a landfill
site, C4. InModule D, 80% of the aggregates
replace the use of virgin aggregates and
?5% of steel going to waste processing are
converted into secondary raw material after
recycling.
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LIFE-CYCLE ASSESSMENT

CUT-OFF CRITERIA

The study does not exclude any modules
or processes which are stated mandatory in
the reference standard and the applied PCR.
The study does not exclude any hazardous
materials or substances. The study
includes all major raw material and energy
consumption. All inputs and outputs of the
unit processes, for which data is available

ALLOCATION, ESTIMATES AND
ASSUMPTIONS

Allocation is required if some material,
energy, and waste data cannot be
measured separately for the product under
investigation. All allocations are done as per
the reference standards and the applied
PCR. In this study, allocation has been done
in the following ways:

for, are included in the calculation. There
is no neglected unit process more than 1%
of total mass or energy flows. The module
specific total neglected input and output
flows also do not exceed 5% of energy
usage or mass.

Raw materials
Packaging materials
Ancillary materials

Manufacturing energy and waste

AVERAGES AND VARIABILITY

Type of average No averaging

Averaging method

Variation in GWP-fossil
for A1-A3

Not applicable

%

This EPD is product and factory specific and
does not contain average calculations.

Allocated by mass or volume
Not applicable

Allocated by mass or volume

Allocated by mass or volume

LCA SOFTWARE AND
BIBLIOGRAPHY

This EPD has been created using One
Click LCA EPD Generator. The LCA and
EPD have been prepared according to the
reference standards and I1ISO 14040/14044.
The EPD Generator uses Ecoinvent v3.8,
Plastics Europe, Federal LCA Commons
and One Click LCA databases as sources of
environmental data.
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