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Economical, reinforced concrete construction for regions at risk from 
natural  disasters comprising lightweight precast elements locally 
made in small scale plants. 



THE HIGH AND DRY BUILDING SYSTEM EXPLAINED 
  

Why High and Dry?  A great proportion of the world’s poorer communities dwell on plains close to 
rivers, estuaries and sea coasts.  Time and time again their lives are disrupted and their 
possessions destroyed by rising water levels.  Combined with other means of making buildings 
lighter, the hollow masonry columns and ‘waffle’ lightweight suspended reinforced concrete floor 
slabs make the most practicable way to bring accommodation above the level of the original 
ground which is expected at one time or other likely to be inundated. 
  
The High and Dry building system is a gathering-together of the best ways that we can devise for 
constructing durable houses and basic public buildings.  It results from field experience gained in 
all of the tropical continents or the world - over 50 countries - and the application of some of the 
most practical design and engineering skills available in the international development field. 
 
 One of the guidelines we follow is to reduce the need for energy and expensive manufactured 
goods so helping to avoid the dependence on sophisticated centralised factories in the 
manufacture of building materials. If you have the basic materials such as clay, cement, sand, 
gravel and water and add labour, trained and equipped with the relevant tools, you can build 
houses, schools, hospitals. You can build them strong, safe, functional and cost effective. 
 
  
Construction forms a major component of most economies and in many non-industrial countries 
can exceed 10 percent of GDP.  Therefore, using a technology that maximises the involvement of 
resources that are locally to hand is particularly beneficial to poor communities, even ‘kick starting’ 
the economic process. Tools and technology developed by Parry Building Materials help achieve 
important economic solutions alongside meeting key social aspirations.  These are for durable, 
healthy but affordable houses and the creation of a variety of tasks which can be turned into 
dependable wages derived from the value generated in the construction activity.   
  
  
The original endeavour to achieve lightweight alternatives to conventional designs (which are 
often more concerned with elimination of labour rather than materials) fits well in today’s 
circumstances.  The world cement and steel industries are two of the large producers of CO²,  

while consuming vast quantities of coal, oil and gas.  The lightweighting agenda applied on the 
new High and Dry building system is bringing about spectacular savings in the use of cement and 
steel without any compromises to good, safe practice.  Indeed, a correctly-designed lightweight 
structure will perform better during an earthquake than one which is unnecessarily heavy.  As will 
be revealed in this pamphlet, the most valuable achievement of all is to have available the means 
to manufacture - with economical, small scale equipment - all of the key construction elements 
which make up the dwelling, classroom or clinic with most of the personnel to operate the 
equipment being drawn from the community that needs the new buildings. 
  
There comes a moment in time when many good things come together to create something of 
even greater value, like a collection of books becoming a library, or of paintings an art gallery.  
Since formation of the Company in 1973, Parry Building Materials have been assiduous in 
reacting to the needs of customers worldwide to develop better ways of building roofs, walls, 
floors and paved areas in and around buildings.   
 
This unique programme of work now comes together in the High and Dry Building System. 
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COMPLETED HIGH AND DRY BUILDINGS COLUMN BLOCKS      HD1 

COLUMN TOP SLABS     HD2 LIGHTWEIGHT ‘WAFFLE’ FLOOR FORM UNITS  HD3 

TEMPORARY SUPPORT BRACKET   HD4 SLAB EDGE FLOOR FORM     HD5 

LIGHTWEIGHT WALL BLOCK    HD6 ‘U BLOCK FOR RINGBEAMS AND LINTEL  HD7 

LIGHTWEIGHT ROOF TILE     HD8 TOP ROW ROOF TILE     HD9 

VARI-ANGLE RIDGE TILE      HIGH AND DRY STAIRS     HD11 

HD0 
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PARRY HIGH & DRY LIGHTWEIGHT CONSTRUCTION SYSTEM  
REINFORCED MASONRY COLUMNS BUILT WITH HOLLOW BLOCKS 

HIGH AND DRY COLUMN BLOCK 
Use of the vibrating table in the production 
process ensures a consistent finish, strength, 
and efficient use of cement. The block moulds 
create square blocks to build a supporting 
column for a  slab created with waffles. 
Applications also include use for platforms on rail 
transit projects. 

Masonry columns built using the High & Dry system are 
particularly suited to resisting bending loads as a result of the 
positioning of the reinforcing bars at the four corners. The 
blocks have hollow centre cavities which can be backfilled 
with lean concrete in situations where additional load-bearing 
strength is needed to supplement the compressive strength of 
the original blocks. The rebars rest within rebates at the 
corners and are held in place by cross ties of thin wire in the 
mortar joints between the blocks and are then grouted into 
place ensuring a cover of at least 20mm of mortar from the 
external surface of the column. The reinforced concrete 
design is compliant with BS8100. For low rise single and two 
storey buildings, hollow, vibrated blocks produced to the 
correct material specifications and made on a vibrating 
machine can save up to 50 percent of the concrete used in 
building an equivalent size of column in solid concrete. 

Columns can also be constructed with interlocking column 
blocks used in the Parry ‘Jig Block’ system. This comprises 

fully interlocking elements which simplify the masonry  
task for semi skilled workers. Interlocking blocks are laid  

with the large internal voids facing downwards. 

When the mould has been 
vibrated the block is 
demoulded to set and 
cure on the ground. 

World Leaders in the development of small scale technologies for building material production. 

MATERIAL SPECIFICATIONS HIGH AND DRY COLUMN 
BLOCKS 
Cement – Ordinary Portland Cement is suitable. 
Slow setting pozzolanic cements (sometimes 
known as masonry cement) should be avoided. 
Sand – ‘Sharp’ variety preferred, which should 
contain no more than 10% clay or silt as this may 
cause strength and porosity problems. 
Gravel – Stones should range in size from 2mm 
to 10mm. Better results will be  
obtained from angular particles. 
 

CEMENT: 3.0 KG (Per Block) 

SAND: 6.0 KG (Per Block) 

GRAVEL: 7.5 KG (Per Block) 
 

Rebars in 
block rebates 

Supporting 
column 

HD1 

Interlocking 
        System 
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PARRY HIGH & DRY LIGHTWEIGHT CONSTRUCTION SYSTEM  
PRE-CAST COLUMN TOP SLABS FOR USE WITH WAFFLE FORMWORK 

MATERIAL SPECIFICATIONS HIGH AND DRY 
COLUMN TOP SLABS 
 

Cement – Ordinary Portland Cement is 
suitable. Slow setting pozzolanic cements 
(sometimes known as masonry cement) 
should be avoided. 
Sand – ‘Sharp’ variety preferred, which 
should contain no more than 10% clay or 
silt as this may cause strength and porosity 
problems. 
Gravel – Stones should range in size from 
2mm to 10mm. Better results will be  
obtained from angular particles. 
 

CEMENT:  5.5 KG (Per Slab) 

SAND: 11.0 KG (Per Slab) 

GRAVEL 13.5 KG (Per Slab) 

HIGH AND DRY COLUMN TOP SLABS 
Use of the vibrating table in the production process ensures a consistent finish, strength, 
and efficient use of cement. The column top slabs should be mortared onto the column 
with the rebars passing through to provide continuity of reinforcement. The rebars pass 
through the floor slab in preparation for the construction of a second storey if required. 

Above: filling the mould 
on the vibrating table.  
When the mould has been 
vibrated the column  slab 
should be left overnight on 
the mould and then is 
demoulded to complete 
the curing process. 

Example Floor Plan 
Using Parry Column Top Blocks  

Floor Edge 
Column Top Block 
 
 
Free Standing 
Column Top Block 
 
 
 
 
 
 
                                       Floor Corner 
                                Column Top Block 

HD2 

The moulds are designed to 
be used with the Parry 
Associates vibrating table, 
which can be used in 
electrically powered or hand 
cranked form, depending on 
local circumstances. 

Full column showing rebars passing through 
the floor slab in three optional positions for 
corners, sidewalls and freestanding within 
the building 

Corner     Free Standing     Edge 
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PARRY HIGH & DRY LIGHTWEIGHT CONSTRUCTION SYSTEM  
‘WAFFLE’ PRECAST FORMWORK UNITS FOR FLOORS 

The Parry ‘waffle’ is a precast concrete element 
which provides formwork for the construction of 
lightweight reinforced concrete floors for domestic 
and education buildings. It is a component of the 
High & Dry construction system 
Manufacturing kits include plastic moulds for the 
production of waffles. The lightweight cast concrete 
waffles provide a floor or platform when used with 
rebar and screed as part of the high and dry 
building. The moulds are designed to be used with 
the Parry vibrating table, which can be used in 
electrically powered or hand cranked form, 
depending on local circumstances. As well as the 
construction of raised platforms and floors in areas 
prone to flooding, the system can be used to save 
material costs in concrete floors laid on the ground. 
As much as 50 percent saving is possible. 

After manufacture, still on 
its plastic mould, the waffle 
is left to set before de-
moulding the following day 

Above: Waffle formwork in 
place ready for the concrete 
slab to be poured.  The size 
of reinforcement bar used 
varies with the span between 
walls or columns and should 
be specified by a qualified 
structural engineer. 

Right: A 
building with a 
raised concrete 
floor made 
using the 
Waffle system 

in use in a flood prone area. The Waffle precast 
forms allow a lightweight raised platform created 
with economic use of concrete. Several sizes of 
waffle moulds are available from 600mm square 
to 900mm square with slab thickness from 
150mm to 450mm  
Left: Using the hollow waffles to create an 
attractive lighting effect. 

Workshop equipment 

MATERIAL SPECIFICATIONS HIGH AND DRY WAFFLES 
Cement– Ordinary Portland Cement is suitable. Slow 
setting pozzolanic cements (sometimes known as masonry 
cement) should be avoided. 
Sand– ‘Sharp’ variety preferred, which should contain no 
more than 10% clay or silt as this may cause strength and 
porosity problems. 
Gravel– Stones should range in size from 2mm to 10mm. 
Better results will be obtained from angular particles. 
Materials used for a 600 x 600 unit for a 150mm thick slab 
CEMENT:   4.0 KG (Per Waffle) 
SAND:        9.0 KG (Per Waffle) 
GRAVEL:  11.0 KG (Per Waffle) 

During construction, 
concrete being poured over 
a material-saving waffle 
floor, incorporating a steel 
mesh for extra strength. 

HIGH AND DRY WAFFLE PRODUCTION 
Use of the vibrating table in the 
production process ensures a 
consistent finish, strength, and efficient 
use of cement. The moulds may be 
stacked while curing. Waffles are used 
with column blocks and column top 
slabs to construct a suspended floor of 
a building. Applications also include 
use for railway platforms, walkways 

and docks. By using the waffle system 
in place of the common solid slab 
builders can achieve a materials and 
weight saving of between half and two 
thirds of a solid slab. 
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PARRY HIGH & DRY LIGHTWEIGHT CONSTRUCTION SYSTEM  
PRECAST CONCRETE BRACKETS TO SUPPORT FORMWORK DURING CONSTRUCTION 

MATERIAL SPECIFICATIONS HIGH AND DRY 
BRACKETS 
Cement– Ordinary Portland Cement is 
suitable. Slow setting pozzolanic cements 
(sometimes known as masonry cement) 
should be avoided. 
Sand– ‘Sharp’ variety preferred, which 
should contain no more than 10% clay or 
silt as this may cause strength and porosity 
problems. 
Gravel– Stones should range in size from 
2mm to 10mm. Better results will be  
obtained from angular particles. 
 

CEMENT 0.3 KG (Per Bracket) 

SAND  0.6 KG (Per Bracket) 

GRAVEL 3.0 KG (Per Bracket) 

HIGH AND DRY BRACKETS 
Use of the vibrating 

table ensures a 
consistent finish, with an 
efficient use of cement 

in the production 
process. The bracket 
moulds create four 

brackets at one time. 
The brackets can be 

used repeatedly in the 
construction process but 
if lost or damaged can 
be quickly replaced at 

low cost using the 
tooling supplied. 

The Parry Associates High and Dry 
Brackets are designed to provide a 

temporary support in conjunction with our 
High and Dry Floor waffles. Manufacturing 
kits include prefabricated metal moulds for 

the efficient production of brackets The 
lightweight cast concrete brackets are 

used in combination with wooden props to 
support the waffles in place while the 
finished construction (concrete over 

reinforcing rebars) sets and hardens. The 
moulds are designed to be used with the 

Parry Associates vibrating table, which can 
be used in electrically powered or hand 

cranked form, depending on local 
circumstances. 

  

 
 

Above: bracket is made  
with a central hole to fix 
the concrete unit to the 
wooden prop using a nail. 

 

 

Support framework using 
brackets with locally sourced 
timber props 
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PARRY HIGH & DRY LIGHTWEIGHT CONSTRUCTION SYSTEM  
FLOOR SLAB EDGE FORM 

MATERIAL SPECIFICATIONS FLOOR SLAB EDGE 
Cement– Ordinary Portland Cement is suit-
able. Slow setting pozzolanic cements 
(sometimes known as masonry cement) 
should be avoided. 
Sand– ‘Sharp’ variety preferred, which 
should contain no more than 10% clay or 
silt as this may cause strength and porosity 
problems. 
Gravel– Stones should range in size from 
2mm to 10mm. Better results will be  
obtained from angular particles. 
 
CEMENT:  0.8 KG (Per Unit) 
SAND:       0.8 KG (Per Unit) 
GRAVEL:  1.6 KG (Per Unit) 

The protruding ‘nibs’ on the inside of the 
form units have a dual function, firstly to 
assist correct positioning, secondly to fix 
the position of the steel reinforcing bar 
which runs along the extreme edge of 
the slab 

INTRODUCTION FLOOR SLAB EDGE FORM 
During the process of constructing a floor slab using the High 
& Dry material saving system, formwork is needed to support 
the underneath surface of the poured concrete slab, and the 
side edges of the slab also need to be contained. If 
constructed to a depth of 150mm, as typically needed for 
houses, experienced builders know how to use timber planks 
or strips of plywood to make the edge formwork. In regions 
where timber is expensive, its use can be eliminated by 
making precast units of micro concrete. These not only 
contain the wet concrete during setting but remain in place 
afterwards.  If carefully made the slab edge forms will provide 
a finished appearance with no other work needed. 

Above: use of 
the precast floor 
slab edge units 
to provide a 
finished 
appearance to 
the slab 

Locating Wire 
 
Waffle 
 
Concrete fill 
 
Reinforcing bar 
 
Slab edge form 

A Parry vibrating table is used to 
produce the slab edge units 

The same concrete brackets which 
support the waffle formwork also 
support the slab edge forms while 
the slab is poured and sets. 
The slab edge form is made in 
two stages, first 
screeding the 
rectangular panel, 
then casting the 
positioning 
blocks using  
a special  
tool.   

Moulding tool produces 
raised nibs to  
locate either 

against 
waffles or 

corner 
slabs.  

HD5 

Attachment to 
waffles using                     
         wire 
           loops 
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The hollow concrete blocks 
can be made using the Parry 
vibrating table or by attaching 
the vibrating unit directly to the 
mould. 

PARRY HIGH & DRY LIGHTWEIGHT CONSTRUCTION SYSTEM  
CONCRETE BLOCKS WITH LARGE, MATERIAL-SAVING VOIDS 

INTRODUCTION CONCRETE BLOCKS  
Countless billions of concrete blocks are produced by small 
scale roadside manufacturers in all countries in the tropical 
developing world. The majority are made without the help of 
either pressure or vibration and therefore rely on the cement 
bonds and fairly wet mixes to become strong enough to 
withstand transportation or perform a load-bearing function 
in a wall. Traditionally made blocks are mainly but not 
always formed as a solid product with typical concrete 
density of over two tonnes per cubic metre.  
Parry Associates tackled the inherent wastage of raw 
material associated with traditional methods, like for like the 
use of pressure or vibration can double the effective 
compressive strength. The introduction of material- saving 
voids can reduce the weight of a block by 40 to 50 percent. 
Using the theme of the pop song “Good Vibrations” Parry 
Associates developed a simple approach to production of 
vibrated concrete blocks in the 1980’s and the moulds and 
vibrating machines and tables are used worldwide. 

MATERIAL SPECIFICATIONS HOLLOW CONCRETE BLOCKS 
Cement– Ordinary Portland Cement is suitable. Slow set-
ting pozzolanic cements (sometimes known as masonry 
cement) should be avoided. 
Sand– ‘Sharp’ variety preferred, which should contain no 
more than 10% clay or silt as this may cause strength and 
porosity problems. 
Gravel– Stones should range in size from 2mm to 10mm. 
Better results will be obtained from angular particles. 
 
Materials per block 

BLOCK SIZE ‘4 inch’ ‘6inch’ ‘8inch’ 

CEMENT 1.3 KG 1.6 KG 1.9 KG 

SAND 5.2 KG 6.2 KG 7.2 KG 

GRAVEL 6.5 KG 7.6 KG 9.5 KG 

Dimension A B C 

4 inch 100mm 190mm 390mm 

6 inch 140mm 190mm 390mm 

8 inch  200mm 190mm 390mm 

Mass production of blocks with Parry moulds in a Kenyan 
plant 

Moulds to produce 
special sizes and the 
‘Jig Block‘ interlocking 
versions can also be 
supplied 

The vibrating table can be 
hand powered or electrically 

driven, depending on local 
availability. 

 
Mould 

 
 
 
 
 
 

Vibrating  
table 

 

HD6 

Blocks can be 
produced in 3 different 

standard sizes. 
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PARRY HIGH & DRY LIGHTWEIGHT CONSTRUCTION SYSTEM  
‘U’ BLOCKS FOR REINFORCED CONCRETE RING BEAMS AND LINTELS 

MATERIAL SPECIFICATIONS RING BEAM BLOCK 
Cement– Ordinary Portland Cement is suit-
able. Slow setting pozzolanic cements 
(sometimes known as masonry cement) 
should be avoided. 
Sand– ‘Sharp’ variety preferred, which 
should contain no more than 10% clay or 
silt as this may cause strength and porosity 
problems. 
Gravel– Stones should range in size from 
2mm to 10mm. Better results will be  
obtained from angular particles. 
 
CEMENT:  2.3 KG  (Per Block) 
SAND:       4.8 KG  (Per Block) 
GRAVEL:   5.9 KG  (Per Block) 

Above: The mould used 
to produce the ‘U’ blocks is 
similar to that for standard 
6 inch (150mm) blocks but 
with a larger void insert 
along the full length of the 
base. 

INTRODUCTION RING BEAM BLOCK 
 
A variety of beams are required for the construction of buildings to support loads above gaps in 
walls, or to span between load bearing columns in order to create a strong framework. Above 
doors and windows the beams are called ‘lintels’. In the high and dry system the 
technique used is to manufacture ‘U’ shaped concrete blocks which when propped in 
place can be back filled with concrete to create the beam. 
 
As an additional means of avoiding a crosswise fracture, a steel reinforcing bar can be 
inserted into the concrete. 

STRENGTHENING THE BEAM 
Additional beam strength can be achieved by pre-

tensioning the re-bar. This can be done by machining 
a thread on the surface of the bar at each end to en-
able tension to be applied using a corresponding 
nut with a   suitable thread. 
 
‘U’ block 
Concrete Fill 

Nut 
Washer 
Steel Plate 
Window Aperture 
 
 
Below: 
Production takes place filling the steel 
mould placed on a standard Parry  
vibrating  table. The moulded blocks are 
turned out onto the ground to set and 
cure. 

Re-Bar 
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PARRY 
Building 

Materials 
 

World Leaders in the  
development of small scale 
technologies for building 
material production. 
 

Parry roofing is currently in 
service in.Angola, 
Azerbaijan, Burundi, Belize, 
Benin, Botswana, 
Bangladesh, Burkina Faso, 
Cameroon, Cote d’Ivoire, 
Dominican Republic, DRC, 
Djibuti, Eritrea, England, 
Equador, El Salvadore, 
Guatemala, The Gambia, 
Ghana, Guinea Conakry, 
Honduras, Haiti, India, 
Indonesia, Jamaica, Kenya, 
Liberia, Madacascar, 
Mozambique, Malawi, 
Nicaragua, Nigeria, Peru, 
Philippines, Papua New 
Guinea, Rwanda, Sri Lanka, 
Sudan, Surinam, Senegal, 
Somalia, Sierra Leone, 
Tanzania, Tchad, Thailand, 

PARRY HIGH & DRY LIGHTWEIGHT CONSTRUCTION SYSTEM  
SUPER ROMAN TILES FOR ROOF CONSTRUCTION 

MATERIAL SPECIFICATIONS SUPER ROMAN TILES 
Cement– Ordinary Portland Cement is suita-
ble. Slow setting pozzolanic cements 
(sometimes known as masonry cement) should 
be avoided. 
Sand– ‘Sharp’ variety preferred, which should 
contain no more than 10% clay or silt as this 
may cause strength and porosity problems. 
Gravel– Stones should range in size from 2mm 
to 6mm. Better results will be obtained from 
angular particles. 
 

CEMENT 1.0 KG (Per Tile) 

SAND  1.0 KG (Per Tile) 

GRAVEL 2.0 KG (Per Tile) 

Developed in the early 1980’s lightweight 
concrete roofing tiles were originally 
manufactured with mortar additive of 
chopped-strand natural or artificial fibres. 
In recent years the fibres have been 
replaced by ‘quarry dust’ or small gravel. 
The most widely used material 
formulation is ‘micro-concrete’ using the 
small size gravel. Super Roman tiles 
measuring 500mm x 250mm in effective 
cover are usually made 8mm thick and 
weigh 4kg resulting in an average weight 
of 32kg per square metre.  The weight of 
industrially manufactured concrete tiling 
is between 50 and 60 kg per square 
metre, so Parry tiles save between a third 
and an half of the concrete normally 
used. 

INTRODUCTION SUPER ROMAN ROOF TILES  
The Super Roman roof tiles are designed 
to provide a lightweight micro concrete roof 
for High and Dry buildings. Manufacturing 
kits include production of tiles which are 
then placed on shaped moulds to dry. The 
lightweight concrete tiles provide cool and 
quiet roofs for buildings. The moulds are 
designed to be used with Parry Associates’ 
vibrating table, which can be used in 
electrically powered or hand cranked form, 
depending on local circumstances. 

Tiles may be coloured by using 
pigment during the manufacturing 
process as shown below in an African 
housing project 

A standard set of Super Roman roof 
tile making equipment  

Tiling - an easily 
learnt skill 

Removing the vibrated concrete sheet 
to the a tile mould ready for drying. 

With the advantages of 
lightness, roof structures 
built with timber or steel are 
light and economical  
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PARRY HIGH & DRY LIGHTWEIGHT CONSTRUCTION SYSTEM  
TOP ROW TILES FOR RAINPROOF ROOF CONSTRUCTION 

MATERIAL SPECIFICATIONS SUPER ROMAN TOP ROW TILES 
Cement– Ordinary Portland Cement is suitable. Slow setting pozzolanic 
cements (sometimes known as masonry cement) should be avoided. 
Sand– ‘Sharp’ variety preferred, which should contain no more than 10% 
clay or silt as this may cause strength and porosity problems. 
Gravel– Stones should range in size from 2mm to 6mm. Better results 
will be obtained from angular particles. 
 

CEMENT:    1.5KG (Per Tile) 
SAND:         1.5KG (Per Tile) 
GRAVEL:    3.0KG (Per Tile) 

On the day following manufacture 
of the standard tile, the additional 

closing piece block is cast in 
place . Because its concrete will 
not yet be fully set it will become 

joined securely to the new mortar. 
 A specially-shaped casting tool 

makes it a straight forward task to 
form an accurate closure block 

INTRODUCTION TOP ROW TILES  
An essential aspect of the Parry roof tile 

system is the arrangement which seals the 
ridge and secure all of the elements in 
place.  The method used is to modify a 

standard roof tile by adding a closing block 
to the low channel of the tile which takes 
rainwater down the roof.  During wet and 
windy conditions free water can be blown 

upward into the roof space (drawing 1) and 
the additional feature prevents this from 

happening.  The special top row tile 
incorporates a block which is shaped to form 
a level surface for the ridge tile to rest upon 
(drawing 3) providing an advantage that the 
arrangement does not require use of mortar 

(drawing 2) to seal up the ridge during  
construction. 

Below: how the closure piece of 
the top row tile engages with the 
ridge to provide a waterproof roof 
detail 
 
Closure 
piece 

 

Ridge tile 

Standard tile        Wooden roof batten 

Picture 1 
With ridge tiles resting on top of 
curved roof tiles, rain is able to be 
blown by the wind into the roof 
space. 

Picture 2 
To deal with this problem, mortar 
can be forced into the gaps left 
between the flat edge of the ridge 
tile and the curved water channel 
can be filled                    
with mortar, 
a wasteful 
method. 

Picture 2 
The Parry method, much more 
economical in terms of labour and 
material costs, is to seal these 
gaps using  
special top  
row tiles. 

Below: Diagram show-
ing how the closure pieces 
line up along the top of the 
roof during construction, 
ready to create a sealed 
watertight ridge when 
used with Parry ridge tiles. 
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PARRY HIGH & DRY LIGHTWEIGHT CONSTRUCTION SYSTEM  
LIGHTWEIGHT RIDGE TILES 

MATERIAL SPECIFICATIONS SUPER ROMAN  RIDGE TILES 
Cement– Ordinary Portland Cement is suitable. Slow setting 
pozzolanic cements (sometimes known as masonry cement) 
should be avoided. 
Sand– ‘Sharp’ variety preferred, which should contain no more 
than 10% clay or silt as this may cause strength and porosity 
problems. 
Gravel– Stones should range in size from 2mm to 6mm. Better 
results will be  
obtained from angular particles. 
 

CEMENT:     1.75KG (Per Tile) 

SAND:          1.75KG (Per Tile) 

GRAVEL:       3.0KG (Per Tile) 

INTRODUCTION RIDGE  TILES  
The lightweight ridge tile product, which closes the ridge 
of a roof built with the Parry tiling system, is a plain 
inverted ‘V’ component which is placed over the edge of 
the top rows of tiles on each side of the roof.  The ridge 
tile is moulded in two steps with the ‘high’ end made to 
overlap the next ridge tile with a close fit.  
Double pitch roofs are built to a wide range of angles 
according to local conventions influenced also by the 
climate and nature of basic roof tiles employed. Plain 
clay tiles for instance may require an angle of 45 
degrees from the horizontal to avoid rain penetration.  
Parry Super Roman tiles normally keep the water out at 
an angle as low as 20 degrees.  The moulding system 
incorporates a hinge which allows the tiles to be 
moulded with the two sides set at any angle 

The ridge tile is 
‘stepped’ to provide 
for overlap with 
adjacent tile 

Ridges are particularly 
vulnerable to wind uplift. 
Accordingly every ridge 
tile needs to be attached 

to the roof structure. 
Parry recommend using  

non-corrodable ‘ties’ 

The moulding tool is  
hinged  in order to be adjusted 
to any angle required 

Workshop equipment 

Ridge tile 

 
Ridge Tile 
 
 
 
 
 
 
Roof Tiles 
With top row 
blocks 
moulded in 
place 
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MATERIAL SPECIFICATIONS HIGH AND DRY STAIRS 
Cement– Ordinary Portland Cement is suit-
able. Slow setting pozzolanic cements 
(sometimes known as masonry cement) 
should be avoided. 
Sand– ‘Sharp’ variety preferred, which 
should contain no more than 10% clay or 
silt as this may cause strength and porosity 
problems. 
Gravel– Stones should range in size from 
2mm to 10mm. Better results will be  
obtained from angular particles. 
 

CEMENT   6.5 KG (Per Tread) 

SAND  13.5 KG (Per Tread) 

GRAVEL 20.0 KG (Per Tread) 
 

HIGH AND DRY STAIRS 
Use of the vibrating 

table ensures a 
consistent finish, rigid 
step structure and an 

efficient use of cement 
in the production 
process. The step 

moulds incorporate an 
interlocking design to 

assist the alignment of 
the steps on the frame. 

Applications also 
include use for 

platforms on rail transit 
projects. 

INTRODUCTION HIGH AND DRY STAIRS  
Parry Associates’ High and Dry Stairs are 
designed to provide an adaptable system 
to work in conjunction with our  High and 
Dry Floor and Ceiling equipment. 
Manufacturing kits include prefabricated 
metal moulds for the efficient production of 
modular step pieces. The lightweight cast 
concrete steps can be supported on a 
welded steel, wooden or precast concrete 
framework according to local availability. 
The moulds are designed to be used with 
our vibrating table, which can be used in 
electrically powered or hand cranked form, 
depending on local circumstances. 

HAND CRANKED VIBRATING TABLE  

STEP MOULDS 

MOULDED CONCRETE STEP 

Concrete 
treads in place. 

Prefabricated 
steel frame 

Precast concrete  
support frame  

(moulds can be supplied)                   
 
 

Support framework 
made from locally    
sourced timber                

 
 

Above: filling the mould 
on the vibrating table. Be-
low: With the middle of 
the mould removed, the 
step is placed on the ground 

HIGH AND DRY STAIRS 
OPTIONS 

Concrete 
tread 

HD11 

PARRY HIGH & DRY LIGHTWEIGHT CONSTRUCTION SYSTEM  
CONCRETE STAIRWAYS BUILT FROM PRECAST/PREFABRICATED ELEMENTS 

For extra safety, 
additional lower 
rail can be    
attached. 

CONSTRUCTION   ·    ENERGY ·      TRANSPORT 



TWO STOREY 
DWELLING 

 
By raising the lower columns to 
2.5 metre height before 
constructing the suspended floor, 
this design creates a further 55 
sq metres of covered space at 
very little extra cost .  

SINGLE STOREY 
DWELLING 

 
Single storey dwelling 9.6m x 6.6m 
Preparation of foundations requires 
digging just twelve pocket foundations 
each being 1 metre square.  The whole 
building consists of precast elements 
produced on small scale equipment and 
has a lightweight reinforced concrete 
floor raised, just above natural ground 
level. Covered accommodation provides 

HIGH & DRY SYSTEM OF CONSTRUCTION USED FOR 
SINGLE STOREY AND TWO STOREY HOUSES 

CONSTRUCTION   ·    ENERGY ·      TRANSPORT 



High in the Himalayan foothills of Nepal, a picture of 
classrooms built with Parry rooftiles by the Nepal 
Schools Project.  The classrooms are at Dayagaon 
Primary School  

In Kenya the roofing technology has become a component in 
mass estate housing development with manufacture by 
women’s groups and a variety of small enterprises 

Typical factory scenes with 
teams of men and women 
operators using Parry 
machines and moulds in full 
manufacturing conditions 

In one of the world’s poorest countries, Malawi, the old rusty corrugated  
iron-roofed classrooms (second from right) are being replaced by smart 
modern classrooms, roofed by Parry micro-concrete tiles, at Phululu school 

Equipment for shipment to a 
customer being assembled at 
Parry Associates’ workshops 
in Cradley Heath 

PICTORIAL RECORD: A SMALL SAMPLE OF PARRY ASSOCIATES WORK HISTORY 

Training activities taking place overseas 
and at Cradley Heath workshops 

High and Dry technology put to good use in the UK, a light railcar 
depot building incorporating H&D platform, stairs, interlocking 
columns and blocks with micro-concrete roof tiles and ridge 

A consignment of export equipment 


