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MD’s MESSAGE

We are supporting the Pharma Industry by giving World class Reactors of the
Industry needs. We sincerely support to protect our Nation Resources and convert it
into Energy by supporting Wind and Solar Energy with Best Quality of Fabrication
Structures with in house Hot Dip Galvanizing Facility.

"LIKHITA GROUP, has come into existence to create new pathways in the field
of steel structures and lead the way by setting example for others to follow. Our
Aim and endeavor is to scale greater and newer peaks in global competitive
environment, with a firm resolve of following the path of ethics, values and
transparency in the Sectors of Thermal, Wind and Solar Energy.

Dedication, devotion to responsibilities and excellence in management with
enhanced social responsibilities are basis of our foundation.

LIKHITA has had many challenges coming its way, but we converted them into
earning opportunities and steadfastly overcome each one of them to come out
with flying colors successfully because of our Operational efficiency and excellent
Human Capital management.

The quality of our manufactured products and highest customer satisfaction
are the direct derivatives of our sincere efforts and commitments. The company is
on accelerated growth with a motto to celebrate life by saving environment and
spreading green growth.

T Y REDDY



About Management

Executive Summary
Directors of “Likhita Group” are highly qualified & motivated Engineering professionals who are
passionate about providing exceptional quality and support. With more than 30 years of rich and
diversified experience in design, develop and manufacturing of various mechanical components,
Construction and Pharmaceutical drugs. We have stringent internal quality processes that ensure
the highest level of quality standards in the final product.

Executive Profiles:
T Y Reddy – Managing Director:
Mr. T Y Reddy having more than 30 years experience in Fabrication Industry. He is the founder
and Managing Director (MD) of Likhita Group of Companies. In addition to his technical
expertise, he has an exceptional record of leadership and management in corporate
environments. Much of his focus is on design, develop and manufacturing of equipment for the
chemical industry. He has designed and finely tuned the equipment's like chemical reactors,
heat exchangers etc., and also extensively involved in sheet metal fabrication for building
systems.

He was involved in designing & planning of chemical plant (for M/s“Nifty Labs Pvt. Ltd.”) and
manufactured all the chemical equipment (like Rectors, Heat Exchangers, Condensors etc.) and
implemented in the Plant. He is one of the Promoter and Director of the M/s Nifty Labs Pvt Ltd.
He graduated in Mechanical Engineering from the University of Marathwada in India. His passion
is to maintain quality in all aspects of his business and taking care of his clients.



Prabhkar Tatiparthi – Executive Director:
Mr. Prabhkar has over a decade of experience in architecture, design and development of
large-scale distribution systems. Prior to moving over to “Likhita Process industries” he has
been working as Microsoft Certified System Administrator and Cisco Network Architect in
various companies in the USA from 1998 to 2007. He has hands full experience in design and
implementation of world-class data centers. He has worked on a broad range of Hardware
Platforms and other Networking Hardware for companies like CISCO, HP, DELL and IBM.

He graduated in Electronics & Communication Engineering from the Institution of Engineers,
Calcutta, India. And also he holds a degree in Bachelor of Sciences (B.Sc. Maths.) from
Nagarjuna University in Guntur, India. His passion is to maintain business relationship with
the clients. When he was in California (USA), he maintain ed and led the customer support
department for worldwide clients

About Management



QUALITY POLICY

 To comply with all the applicable statutory and
regulatory requirements

 To earn reputation as manufacturer of high quality heavy 
fabrication complying to international standards.
 To meet total customer satisfaction and trust.
 To pursue continual improvement in the quality of
processes, products and services.
 To develop a committed and quality conscious
team.
 To achieve business growth & profitability through 
team work and innovations



MAJOR CUSTOMERS





Certifications
FACTORY LICENCE 
REGISTER NUMBER : 98593  



Certifications
SSI PART II

ENTERPRENUERS MEMORANDUM NUMBER –
280181200376 PART II



Certifications
NSIC REF NO. - NSIC/GP/VIJ/2017/56106



CERTIFICATE OF INCORPORATION 

CORPORATE IDENTITY NUMBER :                                               
U29248AP2010PTC069033



Certifications
MSME Registration No. AP13B0026423



FORM GST REG-25 
GSTIN.  - 37AABCL8136AIZS



 ACCREDITATIONS:
ISO 9001–2015

QUALITY MANAGEMENT SYSTEM



ACCREDITATIONS:
ISO 14001:2015

ENVIRONMENT MANAGEMENT SYSTEM
ISO 45001:2018

OCCUPATIONAL HEALTH,SAFETY AND SYSTEM



 ACCREDITATIONS:
ISO 3834–2–2005

QUALITY REQUIREMENTS FOR FUSION WELDING 
OF METALLIC MATERIALS, COMPREHENSIVE 

QUALITY REQUIREMENTS.





»  Free from heavy rust and pitting

» Dimensions within spec

» Grade, Chemical & Mechanical
properties meeting spec       

» Plate identification /proper hard 
punching as per Test Certificate



» Cutting perpendicular to face as per
programmed cutting plan

» Length within specification

» Length, width & diagonal within Specification        

» All cut plates shall be identified by hard
punched as :Model no., Section no. shell
serial no



BEVELLING MACHINE -02No (BAY-1)
TRANSITION BEVELLING MACHINE-01No

» Root face, root angle in accordance with
approved wps & beveling chart

» Set the cutter angle as per Wps

» Beveled surface should be smooth and
rom burrs



PLATE ROLLING MACHINES -2Nos(BAY-1)
1. 60mm Thick X 3000mm = 01 no
2. 25mm Thick X 3000mm = 01 no

» pinching pressure
w.r.t. thickness as below:

10MM--14MM 15 Bar
15MM--20MM 30 Bar
21MM--26MM 40 Bar
27MM--40MM 50 Bar

» To Check following parameters
in accordance with QAP:
Profile at both Top & Bottom
ends, Peak-in/ Peak-out, Root
Gap,
Plate edge offset,
Circumferential Diameter &
visual check.



» Set the voltage, ampere,speed &
wire feed rate as required w.r.t. the
job Thickness inaccordance with WPS

» Ensure that the Flux is
backed. 300ºc Min. for 2hrs.
Holding Temp before Welding-
150ºc. feeding in hopper & during
Welding -100ºc.
(AS MANUFACTURER RECOMMENDED)

» Ensure the tabs
(RUN IN & OUT PLATE) are at
least 150mm X 200 mm with

same thk.

» Ensure visually welding is free from
welding defects like Pin hole,
Undercut Burn Through,Uneven Weld
bead, Bead Height, Underfill, Spatters
& Weld distorsion.



» Ensure the surface of the welds
is free from oil,Greece, lint and
visually ok.

» Apply the cleaner on test Object
to remove foreign material on
surface.

» Spray easy visible penetrant
Liquid on weld surface and leave

it for sufficient dwell time.

» After completion of dwell time
remove penetrant from surface
by help of cleaner.

» After cleaning, apply developer
on surface and leave it for
adequate dwell time.

» If any defect observed mark the
location near weld. inform
concern person to rectify it.

» Clean the surface.



»Ensure perfect matching of shell & Flange
faces inside and outside.

» Equate the circumferential variation in1:6
(offset:Circumference) variation in entire
periphery.

» Ensure dimensions and visual check as per QAP.
1. Offset                     
2. Root Gap                 
3. Centre position        



» Start fit-up of two half section top & Btm

» Ensure that the root gap is as per
WPS & they are matched abreast.

» Tack welding is done as per WPS.             

» Tack length 4*t or 50 which ever less.      

» Ensure dimensional measurement
and visual check in accordance

With QAP
1. Offset
2. Root Gap
3. Alignment of shells
4. Length of Tack
5. Section length
6.Plumb Out



» Run the welding machine and start the
welding from outside of shell.

» Back chipping to be done after welding
on inside groove.

» Ensure welding path is aligned with 
the bevel centre during welding.  

» In case of stop the welding process in 
between, overlap to be ensured while
restarting i.e. minimum 50 mm.                

» Ensure visually welding is Free
from welding defects like Pin hole,

Undercut,Burn Through, Uneven Weld
bead, Bead Height, Underfill,Spatters
& Weld distorsion.

» Punch the welder no. near The
welding T-joint for CS.





» Clean the area around the weld 
line (HAZ- Heat affected Zone)

» HAZ area= 150 mm on both side
of welding line (Total 300 mm 
scanning area to be covered).

» Apply the couplant ( 50-50 % 
mixture of Water &starch)

on the HAZ area.                   

» Increase 6 dB in reference Db 
before starting the scanning.

» Keep overlapping of 10 % to 
ensure complete coverage.

» scanning speed of 150 mm/sec.

» Ensure no defect within  
HAZ area during scanning

» If any defect found, Identify
with chalk & offer for       

rectification.                       



» Place RT film on T-joint with Magnet.

» Cordon off the area as the radiation 
is danger for human body.                 

» source setting/centering to be done 
so as the radiation to be exposed    

on the film.                                        

» Press 'Start' button to start
the radiation.                       

» RT film will be exposed in exposure 
time.                                                   

» Review the RT film w.r.t. density
which should be 1.8 to 3.0.                

» If any defect found Provide
traceability for carry out the Repair.                                   



» Ensure the surface is dust
free and clean. Remove   
Spatters from the surface.

» apply white contrast on the
surface to be checked        

» Ensure No flux leakage on
the surface area.            

» If defect found, Mark with
white chalk                        

» Calibrate the machine w.r.t.
sensitivity block.                     





» All Flanges tilt & flatness    
should be within specification

» Mark the 12 no. of division on
flange face where measurement
Is to be carry out(the Circumferential
distance between each division shall not
be more than 500-550 mm

» Select the program Flatness >
Flange Flatness then Enter the number
of points (double the no. of division)
and the diameter Of flange

» Start the measurement of flange At
inner side and outer side then move to
next division & follow the same practice
for the whole
flange.





» Always measure in clockwise direction.

» Inner side value indicates “A” and Outer side value indicates “B”.

» The Flange division are marked in such way that the three leveling points
(REF Point) should fall in measurement points.

» After completion of measurement save the with respect to the job identification.

» Click on the filename shown in Easy Link window, select option & export all the
data got by this to spreadsheet. The program will give measurement values of OD &
ID , and also the flange flatness

» Flange tilt indication can be find out using A-B formulae 







» Check dimensions at 4
quadrant 0⁰,90⁰,180⁰, 270⁰):
a. Alignment/offset
b. Diagonal
c. Length

» Check Ovality of both
the flanges as below:
1. Check dia at 0⁰-180⁰(Y1)
& 90⁰-270⁰(X1)
2. Rotate section to 90⁰
3. Check dia at 0⁰-180⁰(Y2)
& 90⁰-270⁰(X2)
4. Dia-1 = (Y1+X2)/2
Dia-2 = (X1+Y2)/2
Ovality = Dia 1 ― Dia 2



» Check plumb out as below :

» Rotate the section as (90⁰ or 270⁰) position
to bottom.

» Place the plumb from top on 90⁰ to 270⁰
location.

» Set the plum on upper top centre & bottom
lower holes.

» Now take plum from there and place on
opposite flange top hole & set thread to hole
centre.

» Measure distance of bottom hole centre to
plumb thread to check 'plumb out



» Check Internals, weldables
dimensionally as per approved
Internal weldable Check list.

» Check section Visually
inside & outside to ensure no
defect like : *Pin hole *Under cut
*Under fill *Spatter *Over lap
*Lamination *Porosity *Dimple
*Mismatch *Depression *buckling
*Any damage

»Acceptance Criteria :
1. Length = ± 10
2. Ovality = 2 mm /Meter
3. Diagonal = ± 3 mm
4.Internals bush distance = ± 2 mm



» To Check the climate condition.

» Set pressure. Gun blow Pressure 7 kg/cm2

» Shot: Grit Ratio 4:1.Open Grit flow valve

» Blasting shall be carried out as per
Approved Control Plan

» Visual inspection, Surface profile
checking against the Standard &
Compare the cleanliness with SA2
½ comparator

» Surface Profile :- 50- 75 Microns



» Ensure surface temp is between-10˚C
and 45˚C. & Humidity < 80%

» Max time delay between blasting and
metalizing is 4 hours

» Ensure metalizing gunto surface
distance -150-250mm

» Align the spraying nozzle with
respect to flange face & Door, Duct
frames to be metalized & maintain the
proper distance for better application

» Ensure DFT >100 Microns & Ensure
visually for missing area / lumps on
surface.





Portable pull-off adhesion testers, like the PosiTest AT, measure the force
required to pull a specified diameter of coating away from its substrate.
...During operation, the flat face of a pull stub (dolly) is adhered to the coating
to be evaluated.



 The Bresle Test 
 To help to prevent coating failure due to salts such as chlorides and sulphates

contaminating the surface prior to the coating application



ASSEMBLY  OF TOWER INTERNALS



ASSEMBLY  OF TOWER INTERNALS
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STORAGE & STACKING OF FINISHED PRODUCTS



DISPATCH OF FINAL PRODUCT



 Ensure the lashing belt is free from damage to avoid any accident or damage of 
section

 Put rubber & foam sheet on the saddle to avoid damage of the section paint
 Load the section by crane by tandom lifting keeping balanced height
 Put the section on the saddle of trailer with taking care to avoid damage of paint
 Section is Tightened with the help of belt.
 Put support at trolley end if the section is outside of the trolley
 See the model & section no. is marked on the ply before loading
 Dispatch document is being checked in accordance with PO
 Check pre dispatch points as per Punch list
 If the documents are satisfactory, the section is released for Dispatch
 Inspection Criteria

Pre Dispatch-Parameters:
Truck size according to section.
Section position on Saddle
Section end is supported
Foam/ Rubber sheet Placed.
Lashing belts tightened.
Spider is tightened properly.
Visual- No damage while loading.
Check points as per Punch list.

PACKING GUIDELINES FOR TOWER













MATERIAL HANDLING FACILITY
GANTRY

1. 60MT X 30Mtrs  GANTRY – 01 No
2. 50MT X 22Mtrs  GANTRY – 02 No’s

BAY-1
1. 20MT X 21Mtrs  EOT         – 03 No’s
2. 15MT X 21Mtrs  EOT         – 01 No’s

BAY-2
1. 40MT X 21Mtrs  EOT         – 02 No
2. 15MT X 21Mtrs  EOT         – 01 No

MOBILE CRANES
1. 14MT Mobile Cranes           – 02Nos



Flange Facing  Machine

































DIESEL GENERATOR – 01 No
DG Capacity = 250KVA 

















LIKHITA PROCESS INDUSTRIES
An ISO 9001:2015 Certified Company

Manufacture and supply of Wind Mill Tubular Tower 
Internals, Supporting Structures for Solar structures, 
Isolator components, Structural & General fabrication

process@likhitagroup.com



Likhita Process Industries Likhita Process Industries 

Factory Address:

Plot No: 90 to 93, Suraram (V), 
Qutubullapur (M), 
Renga Reddy DT,

Hyderabad-500055.
Telangana, India

Office Address:

Plot No: A59/1,
IDA Kukatpally, Gandhinagar, 
Hyderabad 500037
Telangana, India

COMPANY ADDRESS



Likhita Process Industries Likhita Process Industries 

Establishment of Likhita:

Likhita Process Industries was established in
2006, and it was located in Heart of the Hyderabad
city. The major portion was specially designed for
Wind Mill Tubular Tower Internals with capacity of
30 Sets / Month (Approx 300 MTs / Month). We
have supplied our materials through out India.

We successfully exported our Tubular Tower
Internal components to Vietnam, Indonesia and
Brazil.



Likhita Process Industries Likhita Process Industries 



Likhita Process Industries Likhita Process Industries 



Likhita Process Industries Likhita Process Industries Facilities: 

Total Area : 3 Acers

Covered area : 1 Acer Open area : 2 Acer

Power Capacity : 250 KVA (EB)Generator : 180 KVA 



Likhita Process Industries Likhita Process Industries 



Likhita Process Industries Likhita Process Industries 



Likhita Process Industries Likhita Process Industries 

STORE

MOBILE  
HANDLING



Machinery:
CNC Plasma cutting M/c
Double Torch – Plasma & Oxyfuel
Capacity : 30 mm (Plasma)
Capacity : 200 mm (Oxyfuel)
Size : 3 Mts x 30 Mts
Make : MESSER

Likhita Process Industries Likhita Process Industries 



Machinery:

CNC Bending M/c
Thk Capacity : 8 mm 
Bending Length : 5200 mm
Make : Hindustan Hydraulics

Likhita Process Industries Likhita Process Industries 



Likhita Process Industries Likhita Process Industries 

Machinery:
Shearing Machine– Plasma:
Capacity : up to 6 mm
Cutting Size: 2.5 Mtr
Make : WELDOR

Heavy Duty Hydraulic Press:
Capacity : 750 Tons
Qty : 1 no
Make : Huge Smith



Machinery:

Power Presses:
Capacity: 

30 Tons – 250 Tons

Likhita Process Industries Likhita Process Industries 



Machinery:
Flats & Angle Cutting M/c

Qty : 2 nos
Angle cutting size : 75 x 75 x 8 mm (Max)
Flat cutting size : 120 x 16 mm (Max)

Diesel Generator:

Capacity : 180 KVA
Make : POWERICA

Likhita Process Industries Likhita Process Industries 



Likhita Process Industries Likhita Process Industries 

Lift mounting beam

HDG Ladder



Likhita Process Industries Likhita Process Industries 

Platform Plates

Platform Plates



Likhita Process Industries Likhita Process Industries 

BOX COLUMN - JSSL



Likhita Process Industries Likhita Process Industries 

HAND RAILS - JSSL

SHEAR CORE 
WALL - JSSL



Likhita Process Industries Likhita Process Industries 

BEAMS - JSSL

COLUMNS - JSSL



Likhita Process Industries Likhita Process Industries 

CRUSHER MACHINE                     
FRAME ASSY

SKID ASSY



Likhita Process Industries Likhita Process Industries 

PLATFORM 
TRAIL ASSY



Likhita Process Industries Likhita Process Industries 

PLATFORM 
TRAIL ASSY

INTERNAL PART ASSY



Likhita Process Industries Likhita Process Industries 

SOLAR STRUCTURE TRAIL ASSY



Likhita Process Industries Likhita Process Industries 

TOWER INTERNALS 
PACKING



Likhita Process Industries Likhita Process Industries TOWER INTERNALS
SMALL ITEMS PACKING



Likhita Process Industries Likhita Process Industries 

CRUSHER PART COMPONENTS – EXPORT PACKING



Likhita Process Industries Likhita Process Industries 

TOWER INTERNALS LOADED



Likhita Process Industries Likhita Process Industries 

STRUCTURAL LOADED  
JSSL



Likhita Process Industries Likhita Process Industries 

HAND RAILS - JSSL



Likhita Process Industries Likhita Process Industries 

SHEAR CORE WALL - JSSL



Likhita Process Industries Likhita Process Industries 

BOX COLUMN - JSSL



Likhita Process Industries Likhita Process Industries 

STORAGE TANK



Likhita Process Industries Likhita Process Industries 

LPI & UT TESTING



Likhita Process Industries Likhita Process Industries 
TOWER INTERNALS 
HDG COATING TESTING



Likhita Process Industries Likhita Process Industries 

PROPOSAL TO REDUCE DISTORSION

TOP SIDE BOTTOM SIDE



Likhita Process Industries Likhita Process Industries 

PROPOSAL TO REDUCE DISTORSION

INSTEAD OF SINGLE PLATE      
SPLITTED INTO TWO PLATES 

WITH BOLTING
SAMPLE FABRICATED &

ACCEPTED



Likhita Process Industries Likhita Process Industries 

SEZ BUILDING ENTRANCE - JSSL










