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Your Trusted Partner in Quality Fabrication

ABSTRACT

Our Commitment to Quality, Integrity
and customer satisfaction is evident in
every aspect of our operations.

MORE INFO

Mail Id :- info@fabtechsolutions.co.in
Website:WWW.fabtechsolutions.co.in
Contact :- Vikas Bhondve 9922238892
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2 ) ORGANIZATION CHART

Founder And
Propriter

Mr. Vikas Bhondve

Plant Head

Mr. Shubham Sinare

Consultant IT, Al and ERP Account
Mr. Shaikh AD Mr. Raj Jain Mr . Dinesh Balghare

QAC
Mr Nikhil Bhalerav

Production Head

Mr. Rajesh Kumar

Production Superwiser and

Shop floor manager
Mr. Ritesh Pathak
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2) About Fabtech Solutions
Reimagining Fabrication

Fabtech Fabrication specializes in providing MS and SS Heavy
and light fabrication solutions to clients across diverse
markets.

Standing on the strong pillars of integrity, commitment,
and excellence, we are a growth-driven enterprise with a
singular focus on customer delight.

We fulfill the growing demand for high quality components,
custom parts, and assemblies that are truly world class.

We are expertise in heavy Girders , Columns , Beams , Ducts
, Chimney , tank , base frames all type of boiler parts etc.

Vision
To be recognized globally as a beacon of engineering

excellence, delivering cutting-edge solutions that create value
for our customers while enhancing the quality of life.

Core Values

e Passion for engineering is our driving force

e Excellence is the cornerstone of our enterprise

e Integrity is deeply embedded into our work culture

e Safety of our people is paramount to us

e Customers and their needs are at the heart of our

business
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A Canvas of Superior Capabilities

Culture of continuous improvement

Well-trained and qualified workforce ensures reliability
Use of standard and calibrated instruments

Hi-end production facility spread over 45000 SQF in
Chakan MIDC.

( 15000 sq feet covered + 30,000 sq feet open )

Well-connected to Auto Cluster and other industrial belts
Power capacity 100 HP.

10-ton and overhead crane for safe heavy-weight
material handling

Ability to augment production capacity based on project

demands
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3) Quality Policy

’—\
{CEFABTECH SOLUTIONS

Fabtech Solutions Will Satisfy the customer's

expectations of safety, performance, reliability,
timeliness, cost-effectiveness, and applicable
requirements for its industrial fabrication services.

Fabtech Solutions aims to delight its customers.
Fabtech Solutions will achieve this goal through
the intelligent use of technology, excellent use of
engineering, and continual improvement of the
effectiveness of the quality management system
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Nurturing a Culture of Quality

e Quality is the bedrock of our business.

e We have put in place a robust QA system that helps
minimize defects, reduce waste, enhance product
reliability, and boost operational efficiency.

e Globally acclaimed Quality Processes, such as Six Sigma
and Kaizen, integrated into our workflows, enable us to
evaluate every stage of production, ensuring the best
outcomes at all times.

e Our dedicated and well-trained personnel ensure zero
defects and highly reliable production

e We use proper work tables to enhance the dimensional
accuracy and productivity of the welder

e We also provide non-destructive testing of welding on
demand

e Equipment for inspection

e Height Gauge

e Surface Table

e Measuring Tape
e Micrometer

e Vernier caliper
e Welding gauge
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e Quality Compliances

masiey

Certificate of Registration )I){
This is to certify that Quality Managemsent System of

FABTECH SOLUTIONS

GAT NO. 357, 72, WAGHJAINAGAR, AMEBHETHAN ROAD, CHAKAN, PUNE-
410501, MAHARASHTRA, INDIA

Is in accordance with the requirements of the following standard

ISO 9001:2015

(Quality Management System)
for the following scope

ALL TYPE OF HEAVY AND LIGHT FABRICATION WORK AND
ENGINEERING WORK

(IAF CODE 17, 18 NACE CODE 33.11, 28)

KSRFS2506492205
Certificate Number

Initial Registration Date - 05-06-2025  Cemificate Expiry Date 05-06-2028
1% Surveillance Date D 05062026 24 Surveillance Date = 05.06-2(27

R,
- i 1 ;
Clel L)

7 1509001 1509000 1509001 1509001 1509001 1509001 50 9001

Thbs contiicare recealacthve pors pe cny of KSR ared 50 b 0o0uite & to NSE oo Can ool bt ie e o Saipe scon of dhe
cortifcane Valding of e oo rilcete s 0 oot 50 oecossafel cosepldetion sl s velioncs ssdine.

Fur b r dordicarive rogardiog the s copre ol tham cortlicate wnd the 2ppicabiiny of daedord ruuy Do wtawndbey
ConusRing the Urgasisatian

Yo ver ity contiieane sidt et e wiiaresliveteal o

ADDRES FIRST FLOOR. G211 SELTOR - 42 NOURA 283208 INDIA
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4) Area and power

High-end production facility spread over 45000 SQF in
Chakan MIDC

Well-connected to industrial belts

Power capacity 100 HP

10-ton overhead crane for safe heavy-weight material
handling

Planning enhance production capacity in near future by
adding new specialized fabrication facility spread over
20,000 Square feet.
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5) List of machinery

CORE FABRICATION SETUP

e Use of 80-20 gas for high-quality industrial welding

e Use of globally recognized, top-notch quality welding
machine brands

e Highly experienced and qualified welders

e Facility of Advanced Welding Platform for tacking to
ensure excellent dimensional accuracy

LASER CUTTING

e Bodor Make Fiber

e Laser Machine, Bed

e Size 6 Mtr X 2.5 Mtr 6KW, Cutting Size
e MS 25mm thk

e SS 20mm thk

e AL 16mm thk

Brass 12mm th
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Plasma Cutting Machine 1

High end Plasma Cutting machine

e Machine, Bed
e 16 Mtr X 3 Mtr Cutting Size
e With taper cutting facility

Plasma Cutting Machine 2
High end Portable Plasma Cutting machine

e Machine, Bed
e 6.5 Mtr X 2.5 Mtr Cutting Size
e Ith Taper cutting facility
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AIR COMPRESSOR

Compressor specification

e SY-10
« AIR COMPRESSOR
e 10 HP

Welding machines

e High-end welding machines with current locking facility
e ESSAB MIG 500 AMP: 3 Nos

e ESSAB TIG 500 AMP :- 1 Nos

e ESSAB ARC 400 AMP :- 2 nos

e AOTAI MAKE MIG 400 AMP: 2 Nos.

e Mogara MAKE MIG 500 AMP :- 2 Nos
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e RADIAL DRILLING MACHINE

e Quantity: 1 No.
BAND SAW MACHINE

e Quantity: 1 No.
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Cutting Machine

Cutting machine gty:- 4 nos Magnetic Drill Machine :- 3 nos

Grinder

-

Wy Ser =

4” Grinder :- 25 nos

5” Grinder :- 15 nos
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Gas Cutting set

Gas cutting set :- 2 nos

Over head crane

Over head crane with 5 MT capacity at waghjai nagar
plat and 10 MT capacity at Chimbli Chakan plant
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Advance welding Platform

Platform size:- 3000mm x 2500 MM and customizable
size platform also available

ALL required Tools and tackles
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6) Equipment Calibration

All necessary equipments are calibrated.

Sr No Equipment Calibration
1 Welding machines
ESSAB MIG 500 AMP Done
ESSAB TIG 500 AMP Done
AOTAI MIG 400 AMP Done
Mogara MIG 500 AMP Done
2 Vernier Caliper Done
3 height gauge Done
4 measuring tape Done
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7) WPS, PQR and Qualification
PQR TEST REPORT

Page 01/02
s S, oo -
VBM MATERIAL TESTING SOLUTIONS (OPC) PVT. LTD. ,m,"‘t,’ ~ R
-
F-44, Vishweshwar industrial Premises, Near Vishweshwar Bank, ] MTS " x @" £)
Vishvwestvuar Chowk, Sector No.7, PCNTDA, Bhosari, Pune - 411 026 —_prgtt e . =
+91 96894952964 / 7721939478 _Ellln::_
1 b
mis.amarmagar@gmail.com .".:“_v‘, APy
ULR No.:- TC1495125000002659F
= : M/s Fabtech Solutions
Ip‘me Test Reprt
C.No.- A 2659 (= of wple =~ Satisfa v
.C.Date.- 09.05.2025 Environmental Cond. :- 28°C
Requisition No. 187/02 052025 S le R ipt Date -- 02.05.2025
|sample Detalls
Type of Joint:- Fillet Weld 1D 1A

Ic Secriptia Welder Name:- Mr. Ritesh Pathak

lSt-loed as —_

[Tested To Specification — i

[Test Method:- ASME Section IX: 2023 Date of Testing: 08.05.2025

Macroscopic Examination

LW -

1 3L JpeECIrneEn-o
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PQR_1
TGAWAES PROCEDUNE GUALWICATION IECORDS (PaR)
WS FablechSchtions
TASME Soction IX, 2023
Cormgarry Name Fi Fadtoch Sclutiora
cadure Qisedicmen facord ne. . | P00 Dot - | CERECD
[Aakirg Pmcetare Speciceden ho . - |- Fw ) | = - .
Wakdng Hwcesxm| AN Type - - T
JoNT |aw-3) [Eves
o) Desgg Torge v Groces Joar _ I
oot Speciy 1.5-2mm |
ool Face 1-15mm : 10emm ) :‘»nn "g
™ Angh Tw - | -
AZE METAL (QW-403) (POSTWELD HEAT TREATNENT : - |OW-437)
teris Scecboalon - 15 2062 [s2ez BTEerare - - No Ao gl e
Mo k= I°. ko 1 1 Yo ot Appiesithe
Type ol Grade E50 E30
Techrmas ol Teal Coupon 10 men l'zu e JoAS - (G408
WATAAT) Prks | hack races rmm P cortnge Comgontbon
[Cavies) rumu I.Fb-'au
[Swdrg i 10 15-20 LI
ILLER METALS (QW-404) AN Traing A NA
rE-ut:um Mo (SPAL F.s’ri 520 k:mg g tﬁ\ NA
IWA'S Clicoaboalion [erz 1L
lhm TS [F 151G |
Wk Mt Soudysa A-No - 1 FeAR
Taw of Fibet Mban: s 12 mm Turent Lype 5
et Mg eoduct Form Hux coned ty AR
Tappumarisl F R Natsl A e T30-290
Aakd Mase Thichnass. - 20 mm o= 1838
ocdrode - * ke (Clhe | Nt Appbcatie Tungalone Sedrode Type & Size A,
S Type TNuu Appicatie o Melad e Tor GOMAW & Foar]  [Gcbater
kx Trade Nane Nt Appicable part gt |Kenm} 1592
O e Irose I'm Appbcatie E‘r- A
e (Arry Spacie) Bading or dyg) [ Nat Appicable
mamon |OW-#5) TECHNIOUE (CW-410|
tun of groaee llC rrsal Spoed [mmraring - 290290
‘erdcd Progresson (Ushel Uownhel| lm Appdcable o or Wasw Beuad : Shngarawerse
JApana or Srge Pces (per xxe) M3 casce
EMEAT |OW-428) tgie or Snphe Secliodes: “nghe
Fo—u Turg.. 22 C jAntiert) wer - Nt apsbatie
lh'hvm torrp Min 2507 © Mac ot - -
1
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PQR_1
OW-453 PROCEDURE QUALITICATION RECORDS (PaR
NS FadtechSolusons
(ASME Sectos X, 2023
PN | PORO3
[FENSRE TEST (oW 133)
= No. Specuran ro. | Crecton'Ovent |Gasge Wieln] Thichrsmx s} | UdTwrs Usren UrnkiTyse of
asoe gres| Terdn Zhase (N " adre
Loss 0| s Locaton
450
1 Tarata - 1 Traroaeras 1920 as EEELD 10290 34750 | N Peew el
2 Teradn -2 Toareveras 193 am "0oa0 10034 34219 n P nenl
UIDED SEND TESTS (QW - 168}
Zpecmaenne Twee ol Bered Wichjmer) | Thidensaa)n | Forme Dierwar | Otoeecvason
m) (rem) - AT
Tt 1 Roct Berxs-1 40 fooo 40 lKn Crack Otesrved Accoprabie
Tt 2 Roct Bered-2 40 1000 40 No Crack Otesrved Accepiablie
Tt 3 Face Bend-) 40 oo 40 No Crack Otesrved Acomrabie
Tt 4 Face Bend2 40 1000 40 No Crack Otesrved Accepiabie
[Tocghness Teats [ OW- 179) Tk Ag hkie
Zpecmaenna Specmen Stoe | Nodch Locasarn | Texd Terp. rpect vwlow |Josm| fera . Liouda)
NA
exTerTa - KA
Mot Weld Tos! { OW 130 ) : - Not Applicable
THER TEST: -
Plardress Teat (Typatons) - Toct Aotz |Vckers Hwdrass Tead (115-10]  |Mscroscopic Examisason Tect Arghatim
1 p | 3
[ Pt Watal v
g
HAZ Lekt NA NA.
Mg
Welzs Mt nd Lok
ughe
der's Narro : |Cencin Margan [W-04) ormiory Tast | TCME912200000088F
eak condecind |VOVI Matensl Toung Scioborm mc;-nm‘g
e cerdty Pl Be wdorcants b1 thex recced are corect and Bial Be Saet wekds Awre propowed, nedded ans bmded N cordcrmrarce Ath e
Foquiremanta of Secioe Kol the ASNE Coon
[For W= Fastech Szisticns F—m«: Eamminng Dody -
on . Axcd iya 5 Prath ocheran o
CEATP 3130448
me
-
— W}'
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PQR_2

OW-AES PROCEDURE QUALFICATION RECORDS (POom)
NS FablechSchtions
TASME Seclion IX, 2023]
Company Name : F P atloch Solutons
e Qusedicncn Mecoed no. N - wOr.ans
‘A‘chm Pucedurs Speclcscn ho - - |- Mev. 00 - - -
ﬁhum [ IFCM Type - Swrry-sdomadc
JONT (QW-a2) [Eome
Dol Dasigs oram v Giooee Joen
T TS "
ot Face T-12mm ) 4 Ksooll VD
i A g _'J.'. iy ’,w‘
ASE METAL (GW-403) TWELD HEAT TREATNENT - - [QW-#17)
toted Spechoaton - TE 2062 15 02 STEerre - MOk fepd Caish
Mo b= . ho 1 1 Te Nt Appliete
Type of Geade E_:m (37
'ﬁuh-uelfod(‘.«cm A mmn *Elom f T - W -408)
Panrraem P T ok renes 0 men Mercormnge Compoat bon
Acnian) r‘mu Fb\-uh
[Swarg (] 10 15-20 LA
ILLER METALS (QW-404) AW Treng N, NA
eabcaton Mo (SFAT STAS20 L:im . oy
'S Qoo boadon [enh-t |
TR Iu ] ]
Waki Mt Sasdyas A-No 1
Saw of Fiber Matn: ® 22 mm el Lypa
Ehv Mae Procduct Foem Fux coned ty
pRimenisl Fla Netsl NA Ve
Aaki Mwse Thoumas. - 0 men o=y
wcirode - Flue (Chec | Nt Agpbcatie Tungalone Sledrode Type & Sie Y
Yax Type Mol Agp bcatie Fooo o Metal loarmene 1or GMAR & RT‘lﬁemm
a2 Trade Nane Nt Appicable st |[Kanm) 198
ormwirredy i Irceet Nt Agpicatie E: I-NA
Kother (Arry Spectal Habing or dryeg) [m Appicatie
|aw-42s) TECHNIOUE (QW-410)
n of grocres 1[4 rwsel Spoed jmmraming - PUTRR]
ferid TYogwamon (Ustel Downtel) % Agpdicatie Srrpe or Wesww Bead Shrgerrawrse
1003 or Sge Pices (par sx) M f3-cascx
ENZAT |OW-428) Lo or Singhe Sacthiodes: S
tad Tarrp. . 32 7 C [Antsert) chbdon - Nat spphoatie
lmm—alum Min . 250° C Mae Kot - I-
L
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PQR_2
OW-483 PROCEDURE QUALIFICATION RECORDS (PQR)
N'S FattechSolusoss
(ASME Secto= KK, 2023}
POt ha | Poraz
[TENSEE TEST (oW 133)
= No. Specuran ro. | DrectonOvernt [Gasge Wieln] Thichrsmx jswrn) foas Jree” | (IS s U oo of
adoe gree Yo Zhase (Nga) ) sfre
Loss 6aN| s Locaton
450
1 Tarata - 1 Traroaeran 1951 2003 39830 207 93 2675 n weld matal
2 Teradn -2 Toareveos 19.10 20.% 34331 20841 S42L0 1 wwd rrwtal
PGUIDED BEND TESTS (QW - 168}
Zpeomenna. | TypealBerd | ‘Wichijmm) | Thcknessin | Forme Dtsrwar Ioa-v.ncr.
m) [ram) - AT
Temt 1 oot Berd-! 40 2000 ) Ko Crack Otesrved, Accepiabie
Tt 2 1%0c! Bend-2 40 20 00 30 Ko Crack Otservid, Accepiabie
Temt 3 Face Bend.) 40 00 a0 Ko Crack Otssrved, Acomrabie
Tt 4 Tace Bend-2 40 20 00 30 NO Crack Otesrved Accepabie
[Toughness Teats ([ OW- 179) Tk A htie
Zpecmaen na Spocimen Stoe | Nodch Locason | Texd Terp. rpect vlow [Josn) fera . |Jouda)
NA
ST ———— Y
Vet Weld Tanl { OW 130 ) : - Not Applicabie
THER TEST: -
Teat (Typatons) - Tock Apphotzim |Wckers Hadrans Tead (1r-10)  |Mscroscopic Examisason Tect Arghoatin
1 F] 3
[ Pt Watal P
g,
HAZ Lok NA NA.
Mg
Weks Matnd Lk
g
o s Warma : |Watarcra Former (A-03)] ormory Tasl | 1514091 250000058091
sak conducind |VEY Maknal Taung Socbor pcoc:-wr_mr:
P cerdty Pl e wderants i1 thex recced are corect and Bial 1Be Saet wekds Awe poopowed, audded and bmded n cordcmarce Ath e
roqurmmanta of Secion (Kol the ASNE Cocn
[For W= TamiechSatsticns F-mm Cimminng Dody -
on P Aadnge § Prathadharashan
COMP 3 1- 204485 S o~

— = /-f fre— )
M‘ :‘J N N S
\:"‘
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TEST REPORT

Page 02/02
P e T
VBM MATERIAL TESTING SOLUTIONS (OPC) PVT.LTD. # veM = 7 \':"'%
F-44, Vishweshwar Industrial Premises, Near Vishweshwar Bank, F 2 “f | .“ :5:
Vishweshwar Chowk, Sector No.7, PCNTDA, Bhosari, Pune - 411 026 T e f(.,\:&:‘ &
+91 9689492964 / 7721939478 _=||Iu:=_ rr- =
mts.amarmagar@gmail.com St b TC-14991
ULR No.:- TC1489125000002659F
= tech utions
i:un. Lol ol Test Reprt
JC.No.- A 2659 Condition of sample :- Satisfactory
.C.Date.- 09.05.2025 Environmental Cond. :- 28°C
isition No. 187/02.05.2025 Sample Receipt Date :- 02.05.2025
Bamplo Details
Type of Joint:- Fillet Weld 1D 1A
Iw" Weilder Name:- Mr. Ritesh Pathak
|stamped as ==
[Tested To Specification —
[Test Mathod:- ASME Section IX: 2023 Date of Testing: 08.05.2025
Weld Measurement
Parameters Unit qui 1  Result-2 Result-3  Result-4  Result-5
‘ertical Leg Length mm 10.308 5.753 10.349 10.028 9.265
Horizontal Leg Length mm 12.424 11.135 12.085 11,619 11.539
Difference in Leg Length mm 3.0 Max 2.119 1.382 1.736 1581 2.274
Weld Penetration Vertical mem 1.233 1.051 1.620 1.251 1.179
[Weld Penetration Horizontal memn 1.343 1.583 1.163 1.143 1.217
[Throat Thickness mm 7.967 7.286 567 7.527 7.251
[Conwendty mm 1.5 Max 0.638 0902 0.874 0.424 0.873
[Concavity mm 1.5 Max 0.23 - - - -
Root Gap mm 0.8 Max - - - - -
Undercut mm - - - - -
Ob tion : Cor Weld Fusion, No cracks, No gap & No Porosity Observed.
Authorised Signatory (Manoj Sirsat, TM)
JReviewed by (A Magar, QM) For, VEM Material Testing Solutions OPC Pvt. Ltd.

—End of Repart—-
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PQR 3

[M7S FabtechSolutions

Frop- Vikas Datbu Bheondches:
Gar Mo ISFTS Waghjs Magar
Amibnethan Road Chakan 410501 Pune
QW - 483 PROCEDIURE QUALIFICATION RECORD [ PLOA |
[ O 200 3, Soction Ix, ASME Boiler and Prescure Vescol Coda )
sCompsanyy Masmmee s M/S FabtachSolutions
[ POR-001 Rew. Mo, |R O Dharte= [11-05-2025
pportineg WFS Ro. - Faw. Mo. |R O Date: |
"Wiobding Procoos: S AW - - 255 [Tvea |Sami
Qe - a02
IDINTS
.
—
CEL | LS IS 2062 E350 Br
GNE] Fto. P Il
0.9 E Pass = [ mm - Pl
v - 403 B ASE -
lsETaLs o1 T Emit [S. cir._aec) = MA
L T= L=t -
0.8 ranga flat™ Any Sizo
Cusadifiad
GREE] [Sesciicainn H o [SFA] - EA =18
a1z AWS Mo, | Class ) ER 70 5-&
0.4 F Fio. &
a.s A Na. .
. [Size of Filker Matals - @ 1.2 mem
NN - &0d FILLER 0.3 Dupocited  |[Groowe: -
METALS Waldl Matal
Thicnass =
Far g ¥ Sinm
0.27 Aoy |
032 T Bmit {S. cir_.anc) = Iﬂn
a.23 Fillar metal product form  |Solid)
034 Supplrmicneal L
|o® —an= o1 |Fosition of Groows IF
POSITIONS Positisn of Fillet : Ay
0.3 W] Proag e FA.
- 406 0.1 Profheat Temp. Min. @ [
HEAT Inbtesr Pass Teaamp @Ex. @ FaA
a3
- 407 a1 FhaieT Mo
[FHT ] T Limits : A,
Gas Mixture Flow rate
oW - S0 GAS 0.1 |Shisiding : |ArCod BO:B0% 12-15 LEs/min
GET Tralng :  |BLA& t.n. H_A.
5.9 Bk ing: LA M. H.A
| CLEE=E] a4 Currant (&C/DC) / Polanty |DCER
ELECTRICAL 0.8 Cuirrant and woltage range |Cunerant: 220-F504, Woltage @ 2d-2EW_
CHARACTERS STICS
0.2 [Moae of transrer Globular B Sgeay
Faga L of J
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PQR 3

(W 483 Back PQR No- PQR-001
O\ - 410 0.1  |String or Weave Bead: Stringent
TECHNIQUE 0.5 |Initial & Inter Pass Cleaning: Grinding & wire brushing

0.9  |Multiple or Single Pass: Multi

0.1  |Multiple or Single Electrodes: Single

0.64 |Use of Thermal Processes: N.A

Tensile Test{ QW-150 )- NA
Thickness Areg Ultimate  |[Ultimate Tensile
Specimen No. Width (mm) (mm) {mind} total load |Stress N/ mrn2 Type of Fracture
KN

Test-1
Test-2

Guided Bend Tests ( QW - 160 )- NA

Bend Size : Former Dia. For bend 4t { 4mm]

Bend Angle : 180°

Toughness Tests(QW-170 ) - NA

Specimen test |Notch Locati

Spectmenstze
")

Test Impact Values
Temp. (" Weld HAZ
)

Visual Inspection - Accepted

Type of test : Visual Inspection:-

Acceptable

Macro Tests{QW-183 )- Accepted

Type of test : Macro Inspection:-  |Acceptable- 5 Location - ULR No-TC1499125000002659F
Welder's Ritesh Pathak Identfication No. : 1D1A Stamp to:
name :

by:-

Test conducted  |VBM Material Testing Solutions (OPC)Pwt. Ltd

09/05/2025

Laboratory Test No: ULR No-TC1499125000002659F Dt.

We certify that the statements In this record are correct and that the test welds wers prepared, welded and tested in accordance with
the requirements of Section IX OFf the ASME Boller and Pressure Vessel Code.

Manufacturer :  |M/S FabtechSolutions

Prepared and Approved By:-

Name: Aaditya Prabhudharwatkar
Welding Engineer- CSWIP 3.1- 324485
Date: 11-05-2025

Page 2 of 2|
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WPS 1

|M/s FabtechSolutions
Prop- Vikas Dattu Bhondve
(Gat Mo 35775 Waghjai Nagar
Amihethan Road Chakan 410501 Pune
QW - 482 WELDING PROCEDURE SPECIFICATION ( WPS )
{ QW 200.1, Section I¥, ASME Boiler and Pressure Wessel Code )
Company Name: |M.."5 Fabtech Solutions
'WPS Mo.: WPS-01 Rewv. No. RO Date: 11-05-2025
Supporting PQR Mo.: PQR-001 Rev. No RO Date: -
Welding Process:GMAW (QW-255) Type Semi Auto
QW-402 JOINTS 0.1 |deint T-Joint 1
Design:
0.4 |Backing: NA
0.10  |Reoot ] Fl )
Spacing BRI
0.11  |Retainers NA
QW - 403 BASE 0.11 P MNo. IS 2062 E350 Br
METALS 0.13 P No. NA
0.5 Group No. : NA
0.6 T Limitls Impact : NA
t Pass * 13 min : A
0.9
T limit (5. dr..arc) ! WA
Thickness |Groove :
0.3 Range:  [Fjer Any Size
0.33  |Specification No. (SFA) @ SFA 5.18
0.12 |AWS No. ( Class ) ER 705-6
0.4 F to. []
0.5 |A No. 1
0.6 |5ize of Filler Metals' : @ 1.2 mm
QW - 404 Deposited | Groove
METALS 0.30  [weld metal
Thickness  |Fillet Arry Size
0.27 |Alloy elements MA
0.32 [T limit (5. cir.arc} : NA
0.23  |Filler metal product form Solid
0.24 |Suppliinental HA.
QW - 405 0.1 |Position of Groove HA
POSITIONS Position o’ Fillet : ANy
0.2 |o position NA.
0.3 Weld Progression N.A.
QW - 406 0.1  |Preheat Temp. Min. Atmospheric-25-30%
POSITIONS 0.2 |Preheat Maintenance N_A.
0.3 |Interpass temp Max : WA,
QW - 407 0.1 |PWHT No
PWHT 0 |T=me Range NA
' Time Range NA
0.4  |T Limits A
Page 1of 2
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WPS

|ow 482 Beck WPS No.- WP5-05
0.1,2,3 Gas Mixture Flow rate
|gl""5' 408 0.10 Shielding : | Ar:CO2 80:20% 12-15 Lts/min
Trailing: NL.A. MN.A. N A.
0.5,9 Backing : N.A. N.A. N.A.
jQw-409 0.4 Current (AC/DC) DC / Electrode Positive
ELECTRICAL 0.8 Current and voltage  |See Table-1
|CHARACTERISTICS 5y Heat Input Range : N.A.
0.2 Mode of transfer Spray/globular
0.1 String or Weave Bead : [String / Weave
0.3 Orifice or Gas Cup Size [N.A.
0.5 Initial & Inter Pass Grinding & wire brushing
0.6 Method of Back MNA
0.7 Oscillation : MN.A.
0.8 Tube Work Distance 8-12 mm
'?::l;iilgues 0.9 Multiple or Single Pass |Multi
0.10 Multiple or Single Multi
Travel Speed (Range ) |As required
0.26 Peening MN.A.
0.64 Use of Thermal MN.A.
0.15 Electrode Spacing N.A.
0.25 Manual or automatic : |Manual
Tablesl
Weld Layer Process Filler Metal Current Volta| Trsvel speed
(s) Class Dia. [Type of A ge | (mm f minute )
(mm |Polarity
1- Root run GMAW ER 705-6 | 1.2 DCEP 220-240| 24- As required
n- Cap runs 1.2 DCEP 240-260| 26- As required
Prepared and Approved By:-
Name: Aaditya Prabhudharwatkar
Welding Engineer- CSWIP 3.1- 324485
Date: 11-05-2025
Page 2 of 2
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QW AE2 WELDING PROCEDURE SPECIFICATION [WPS)
NS FatiechSalutions NM_E Hacs l-x. TZ3)
[Cotreary Name : RS, Fabioon Sobdni
WPS No. - WPS.0= Rav. No. o0 Dale - 06 07 2025
Support PAR No. . Fon-m Date - 06 07 2025

Veklng Pracesa|as) - FCAW

Jres- Senr-auomale

SOINT (Ow-a02)

Dtk

Jourt Ouaign - Al por draweny

W&q A& por Jont Dusads .
{Bachiog With & Wihout § | N R 'ﬁ_
Backicg Nunerial Typa NA. el s
Mol [ Nosfus bl
T Renmane T S5 | OR AS PER MANUFACTURING DRG
BASE METALS (QW-403)
Y To PNo T 7o T
1oup SO, Te Growp No. T Yo ’
[OR
Spechicalan and typegrada o UNS Nustber 1o Spacicalon and type grade or UNS -~
| 61
Chasical analysis and mecrancd peoperies 1o chamoal analgs and mechascad |-
Thickness Ramge -
Grooaw & 1.5 20 s Sl AL T8 w2us on @l Dase mets Icknesses nd al Sametan
Masrnun Pads Thickesras Usto 20mem | r2 | Yes L I ~o
FiL ALS |OQW-4049)
STealin o, (SFAL FAGS 20
[AWS Clicafheason : jE7iTI-C

lF-Ncu.

=

I;::nf Fidar Matars

1
'baizmm

anu <oned
Suzplirantse Fikar Natal [t Acpbcacte
5 [memi Fopio 20 ren

Wak! Matad Thickness Range lFihl ]
ENcircow - Flus (Clss) 1 Apphcacie
k:l Type Agpboasie
x Traca Nams 1 Applcatie
Comumabie Ingen 'Ml Appicatie
Otar | Arry Speciar Baxing or doying) P&m Agghcatia
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WPS

M/S FabsechSolutions

QW-4EZ WELDING

PROCEDURE SPECIFICATION (WPS)

[ASME Section IX, 2023)

POSITIONS |QW-405)

[FOSTWELD HEAT TREATMENT - - (GW-407)

Fositon of groowe - Adua - 10, Cualfred © Al

Tamperalae Ramge - - Not Acplcativ

Time Range - Not Acplicabie

vartica NA
Prograsseon
iton of Fatlany

PREHEAT (OW-406) GAS. - (QW-40E)
ehea Tame. J15° © Perceniage Composiion
[ s = Gacelem Mixture Flowrala
Sreeddong CoZ 100,005 | 1520 LPM |
Trad Wiy NA NA NA
[Ea=Fg ) A A
1
[T Pams or Prozeas Filer Malal Current Vare Travel
Clasmfication | Oha, (mm) |Type & Polanty | Ames (A) | Velts (V) Poad. ..} Gk .
FCAW SFA 520 12 CCRP 150160 RS Adnmate | 160-260
FCAW SFA 520 12 OCRP 220-240 22-24 Atomadc | 210-240
FCAYYS SFA 5.20 12 OCRP 230260 22-26 Atomatc | 240-28D
Not Agpbcabia
ode Size & Type Aophcaba
Mode of Matad Traraler for CMAW (FCAW) - Chobular
Haal rgut (s ) (K Xmen ) 159
HNIQUE [OW-410)
namr Of Wl Qe Boad - S¥ingan Weave
Onifoe, NoZXG or Gad cud S2a. Suandard
Iin‘ml and Intermpass Chaaing | hing Gandng
Wialhod of Back Gousng: |Gindng ¥ apcdcabie
Oscdaton . [NA
Contact Tuba 10 work Distance © 15 o 20 men
Wholi-pacs o Sirgk Pass (oaf 908 - Mdt-Pacs
RHe of Snge Sedrode. [Engde
Cosed o Ow Chanmber Not fogicabia
[Spacing of Mudige Excyoda km FAohcabin
rang Nt Aopicatin
[Use of Thermal Process [Nt Acpbcatin
CSWIP 3.1- 324485 s =t
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WPS

QW62 WELDING PROCEDURE SPECIFICATION (WPS)
NS FattechSclutions (AM Becton X, 023}
Company Name © WMis Fabileon Sohdonms
mm..- xiv3 ThRav No. |23 Dale - 06 07 2025
Sweot POR na F‘OR-(D Date - - 06 07 2025

g Precesd(ee) . FOCAW

| CSet-a Ao R

JOINT {QW-202)

Datiats

Joim Dadign - As por ramng

ool Soacieg  [Aa oo Jom Dewals
“szw——‘mrwmr‘—

|8¢¢ﬁe\; Nenerial Typa NA

4

Nowd [ o Nosfuadh

Noamsnabe LJ Ghars OR AS PER MANUFACTURING DRG

BASE METALS (OW-403)
P . o PHo T 7o T
Crowp Mo, Yo Groop Mo, g = T
OR
SPpecication and lype'grala o UNS Nusiber 1o Spacicaton and Ipaigrade or UNS _—
O
Chamical anadysis and mechancd peopeardes 3 chamical analps s and medhanc o —
Thickness l-l_’- :
Crocaw - 510 40 mes Fobet: A1 St sizas on all Dace rmulid Pechnisciis and al dianm les
Nasanun Pass Thickraas x 130w | £ ] Yeu | No
FILLER NETALS |QW-404)
Noaton No. (SFAL ISFA 520
[AWE Tl fcason - | () G
F-No =l
A-NO 1
Se of Fiber Matars 1.2 mm
Fisr Metal Prodoct Fomm E«:cm
Suppd st Fikar Matal ot Agpicatie
Crodrea 40 S0
Wekt Motal Thickness Ranga Irn-‘" 1)
ENCirocs - Flus (Chass) 1 Appeache
i?uu Type ol Appdcatde
Fus Trace SNams 1 Appdcatia
Cormaumat:be rceernt 'ﬁnl Apphcatie
Owr | Asry Speces Baking or dryng| l»o« Agplcatie
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WPS

QW.4BZ WELDING PROCEDURE SPECIFICATION (WPS)

M/S FabsechSolutions M‘ﬁs«.ﬂon&.m})
POSITIONS QW .405) [POSTWELD HEAT TREATMENT . - {QW-407)
I’Pﬁ'mno«m s Adua 16, Cualied : Al Temgeralae Rarge - NO! Aoplcabin
Varra A Titm Range . Mok Acphcatie
Prograssean .
[Pesiton of Featlany
|
IPllEIEAT (QW-408) GAS. - (OQW-40E)
Preheat Temp. |15°C Mcmor Compesition
{Irterpiss teme. {250 C Gaclea) Nixura Flomrata
Sreddiny coZ 100.00% | 1520 LW |
Trad by N4 NA NA
|Backing NA NA NA
JELECTRICAL CHARACTERISTIC (OW-$29)
Paxs or Procexs Filer Malal Curremt Wire Travet
ml " [Classdcation | Dia. (mm| |Type & Polanty | Ames (A) | vells (V] | l':\'lll ::::.“
oot FCAYY SFAS20 12 CCRP 140-180 15-20 Adtomatc | 18010 200
Subsequarnt FCAW SFA 520 12 DCRP 200.280 18.24 ALomatic 210.240
Foal FCAW | SFASZ 12 OCRP 2200 | 22-28 | Adomate | 220-280
Pulsing Curmman Not Agplcabia
Ugsione Eleclings Size & Type |Not Zepicatin
Mode of Matad Trarater for GMAW [FCAW) - Ciobular
Heat ngat (mas ) (K Xmes) 2A0
TECHNIQUE (QW.410}
Eingar of Waave Baad SYngen’ Weave
[Crifce, Nozza or Gas cup 42e. Sandand
Inital and Interpass CRaning |Brushiny' Gending
Mathod of BEack Couding: Conding ¥ apsécabl
Oscdaton - NA
ol TUEQ 30 work Dhsdanca | T 0 20 e
Muli-paas o Singh Pass (oar sde) - Mut-Pacs
Muliple of Sinde Bodiodes Singe
[Gosed © O Chamber ot Acpicabia
Epatng of Mdige Ekcroda Not Agpdcabia
Paoning . Not Agpdcabia
Use of Thermal Process [Nt Aggicatia
|Cther - - .
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TEST REPORT

VBM MATERIAL TESTING SOLUTIONS (OPC) PVT. LTD.

F-44, Vishweshwar industrial Premises, Near Vishweshwar Bank,
Vishweshwar Chowk, Sector No.7, PCNTDA, Bhosari, Pune - 411 026
+91 9689492964 / 7721535478

mis.amarmagar@gmail.com

ULR No.:- TC1499125000002661F

Customer : M/s Fabtech Solutions
Pune

[T.C.No.- A 2661 Condition of le :- isf; Y

[T.C.Date.- 09.05.2025 Environmental Cond. :- 28°C
{Requisition No. 187/02.05.2025 Sample Receipt Date :- 02.05.2025
IS.mple Details

Type of Joint:- Fillet Weld 10 2A e

|Descﬂpdou Weldar Name:- Mr. Rajbhan
lstampod as -—

[Tested To Specification -

[Test Method:- ASME Section IX: 2023 Date of Testing: 08.05.2025

Macroscopic Examination

Eatchant 2% Nitel

{Weld Fusion:- = Complete
lObservation:- No Crack Observed, No Porosity Observed,
No Gap Observed, No Observed Vertically Penetration
i

Authorised Signatory {Manoj Sirsat, TM)
For, VBM Material Testing Solutions OPC Pvt. Ltd,

|Reviewed by (A Magar,QM)

—End of Report—
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TEST REPORT

o S,

VBM MATERIAL TESTING SOLUTIONS (OPC) PVT.LTD. ~  vem %z

F-44, Vishweshwar industrial Premises, Near Vishweshwar Bank,
Vishweshwar Chowik, Sector No.7, PCNTOA, Bhosar, Pune - 411 026

+91 9685492964 / 7721939478

£ MTS

-
£

Page 01/01

Hnn
Sl

-_—i, =
- || || P p Y
mis.amarmagar@gmail.com - '_’L“‘, O80T
ULR No.>- TC1495125000002661F
lc : M/s Fabtech Soluti
l'u"' Test Reprt
C.No.- A 2661 Condition of samole :- Satisfactory
C.Date.- 09.05.2025 Environmental Cond, :- 28°C
Reguisition No. 187/02.05.2025 Sample Recelpt Date :- 02.05.2025
Is.myle Details
Type of Joint:- Fillet Weld 10 24
ption ‘Waelder Name:- Mr. Rajbhan
fstamped as o
Tested To Specification —
Fracture Test
[Test Mathod:- ASME Section IX: 2023 Date of Testing: 08.05.2025
|Description Requirement Result Unit
Iﬂlht weld fracture - Satisfactory -

Memaork frocturc teat conducted a3 per ASML section X 2022 as per QW 102, Fractured swisce shows No croch or hiunplete
Root fusion. No Porosity cbserved Fracture test satisfactory

Authorised Signatory (Manoj Sirset, TM)
Far, VBM Material Testing Solutions OPC Pyt Led.

hmm by (A Magsr,QM)

——End of Report-—
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wPQ_1

M S FabtechSalutiars

Prop- Wikas Dattu Bhandwve

Gat Mo 35775 Waghjai Magar

Aumbhethan Road Chakan 410501 Pune _

QW 4B4A WELDER PERFORMANCE QUALTFICATION (WPGQ)
(SEE QW 301, Section IX, ASME Bailer & Prescure Vessel Cade}

Welders Name:Rajbhan Saket Identification MNo.: 24 WG Noo: WEO-D2

Test Description
Identificatian of WFS Followed - WPS-0] - Test Caupon = Production weld Specification
and typefgrade or UNS no.of Base metals(s) - EIS0OC 10 EIDHC  Thickness:12.0 mm .

Testing Conditions and Qualification Limits

S Weldng Variables{QW-350) Actual Values Range Qualified
N;.‘ ‘Welding Process(eg) (e ) LA W
2 |Type (ie: manual sermi-autojused Sarmi Autamatic SEmi Subsmatic
3 |Backing{metal weld metal  double —welded  eic) [T-% ['T-%
4 = Plate = Pipes {enter dismeter if pipe or tube) Plate Pipe 2.7/8" OD & abowe
5 |Base rmetal P or S-Mumber to P ar S-Nurmibser P11 E3SDC ta P1 EZSMC F1 E350C o 1 E3S0C
& |Filler metal or lectrode specification]s){SFA) [Info only) SFAS. 18 -
7 |Filler matal or electrods classification(s) (Info enly) ER 705-& -
8 |Filler metal F- Murnber (5} F-& &l F-G
9 |Consumable Insart {GTAW or PAW) TN Pl
10 [Filler metal product farm Salid Salid

{Solid/metai ar Aux cored/powder] [(GTAW or PAW)
11 |Depasit thickness for each process

Frocess1l GMAW 2 layers minimurm = Yes = Mo 2.0 mm 4 0 riom
Process1 2 layers minimurm - Yes = No
12 |Peosition Qualified (2G,6G,3F etc) 2F F,H
13 [Wertical Progression {uphill or dosenhill ) [LT-% ['T-%
14 [Type of fuel Gas{OFW) A A
15 |Inert gas shiTding [GTAW. PAW GMAW]) with With
16 |Inert gas backing (GTAW, FAW SMAW) ‘Without With withaut
17 |Trarsfer mode (=pray/globular or pulse to shart cincwit- GlabularfSpray Globular'Spray
18 |GTAW current type/palarity (AC,DCEP DCEN) DCEMN DCEM
RESULTS
"Wisual Examinabon of Completed Weld QW -302.4) Saliz

= Transwverss (ace and rool bemds [QWEE2_ 3 a)] * Longibudinal bends (CWWa452.3(b)] - Side bends (OW45Z.2) Fipe
Bend specimen corrosion -resistance overlay [OW462 S{c)]

= Plate bend specimen corrosion —resistancs owerlay [OW4E62.5(d)]

- Pipe specimen macro test for fusion [OW4E2.5{b)] - Pipe specimen macro test for Tusion [CW4S2.5(e)]

Type Res i Type Resul Type Resul
Face bend 1 A Rool bend 1 A,
Face bend 2 A Fool bend 2 A
All=malive radographic examinalion resallQW-181)
Filal weld — Traciine test (OW-161.2) _Samsfasiory Lenglh and percentage of defects_Nol ohaeres
- Fillet wedd in plate [OW4EZ.4{b)] - Fillelweld in pipe [QVW4E2.4{c)]
Macro examanation (OW-164) _Satstactory Fillet size () _12 x 11

Rechanical teal Conducted by: WBM Material Testing SoluBons (OPCEVE Lbd
Faport Numbar - ULR No-TC149812500D002561F DL 09WS2025

YWe cerfily thal the statements in this record are comecl and that the lesl coupons were prepared, welded and tesied in
accordance with tha reguirements of Secion DX of the ASME BOILER AND PRESSUREVESSEL CODE.
Marmufaciurer or Condrelor - M/S FablechSolulions-Pune Chakan

Prepared and Approved By:-

Mame: Asditya Pravhudhanwatiar W‘yf
Weelding Engineer- CSWIP 3.1 3244B5
Date: 11-05-2025
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WPQ_2

M/S FabrechSolutions

Prop- Wikas Dathue Bhondwe

Sat o 35775 Waghjai Nagar
Armbhethan Road Chakan 410501 Pune

O AE4A WELDER PERFORMANCE QUALIFICATION (WPOQ)
[SEE QW 301, Section IX¥, ASME Boiler & Pressure Vessel Code )}

Welders Mame:Ritesh Pathak Identification Na.:

1A WPGQ No.- WPQ-01

[dentificaticn of WPS followed @ WPS-01 -
and type/grade or UNS no.of Bass metals{s) :

Test Coupan
E350C to EZS0DC

= Production weld Specification

Thickness:-12 .0 i .

Testing Conditions and Qualification Limits

Sr Welddng Variables] W-350% Actual Values Range Crualified
Hf Welding Process)es) =EMANY MY
Z |Type (i manual semi-autojused Semi Aubomatic Semi Automatic
3 |Backimg(metal weld metal double —welded etc) A PN
<4 = Plate = Fipes [enter diameter il pipe or tube) Pake Pipe 2.7,/8" 0D & abowve
5 |Bass metal P or S-Number bs P or S-Numiber Pl E350 0y P1 ESS504C Pl E350C 0o P11 ESS500C
& |Filler metal or electrode specification{s)(SFA) (Info only) SFAS. 1B -
7 |Filller metal or elecirode classification(s) (Info anly) ER FOS-&
B |Filler metal F- Mumber (=) F-& all F-6
D ([Consumable InSert (GTAW ar PAW ) M PN
10 |[Filller meatal product fanm Solid Solid
[Solid/merai aor Nux cored/powder) [ETAW or PAW)
11 (Deposic thickness for each procsss
Process]l GQRMAW = 2 layers minimom = Yes = BNo 2.0 mim 4.0
Process1 Z layers minimum - Yes = Mo
12 [Positiom Qualkified (26,66, 3F etc) 2F F.H
13 |Wertical Progression (uphill or dawnhill) M PN
14 [Type of fuel Gas{OFPW} .Y By
15 |[Inert gas shiTding (GTAW, POV GRMAW ) With wWith
15 |[Inert gas backing {GTAW, PAaW GFMAW) Without With without
17 |Transfer maode [spraySglobular or pulse to short circuit- Globular/Spray GlobularySpray
18 [GTAW current by pes/polarity (ACDCER | DCEN] DCEM DsCEM
RESULTS
Wisual Exar ion of Comp Wlald (OW-302 4) Labisfacion:

= Transversse fsoe and root bends [OWW4E2 3(a]]

= Longiudinal bends (OWA462 3(b}]

Band spacimen cormosion -resiatance overiay [OWW 462 5(c)]
= Flate band spacimean cormosion —resistance overlay [0 462 5{d)]

= Plip=s spaciman macro beat for fusion [OW 462 S{b)]

= Side bemds (OWAE2 F) Pipe

= Pipe specimean macra test for fusion [OWA4E2 5(a])

Type I Rasult Type Feault Type Result
Face bend 1 [P Rioot beand 1 LA
Faca bend 2 [rA Rioot bend 2 A
Altermatiwe radiographic examenation resul)Os-1591)
Filet weald — fraciure test (O%-181.2) Le and percentage of defects
= Fillet weld in plate [OWWd462 4{b)] = Fillet weld in pipe [OW4E2.4(c])
Macro excamination (OW-184)  Sabisfaciony Fillet size (in_) _12 = 11
Mechanical test Conduecied by- WEBM Material Testing Solutions (OPC)PwL Lid
Report Mumber - ULR Mo-TC 1498 125000002650F DL 0705/ 2025
We cartify that the statements in this record are commect and that the t2st cCoupons werg o , welded and d im

accordance with the reguirements of Saction 12 of the ASME BOILER AND PRESSU REVESSEL CODE.
Manufecthurer or Contretor - MPS FabtechSoluticns-Pune Chakan

Prepared and Approved By:-
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WPQ_3

OWAE4A
ME Fabbtech Soluticos WELDER PERFORMANCE QUALIFICATION (WPQ)
(ASME Section X, 2023)
JVelder Nave - PLarerdns Savar F’ l waa
oude of Wekding . 2500200
Teoat Dascripton
| care Scason of WPS Kbaves - wesaz [Tous Coupan | I |
pm&mruﬂmalmw - 2002 S350 e G2 250
20 oo 1o 2T owe
| Teesag varablos & Quairs Liwts
[Hoteng wariamec |OW-353) Actial Wakse Rasge Qeniried
Jrsiaing Procers F O =
e Tets Autoros: e Accrat:
Bacseg NEcs bAS aes WEncud
IS or Sge Fose = we Poa Fge Cowr 610w 0Dy
Ko Nweai P Ma 2 P Mo N lary mamid ARt sl comecs & reecrasos
il Vet o S ode pecificsics (SFA R, Coy) SFA S [SFA S o
it Vietal o ST claalfic wion (o' Dayl |51 C Mowy sl
Jiier Vet F Na 1 b
focommat e Lases (G TAW ar PV A oA
5 e Vet Pyaauct Foon JGTAM o PAM | A td
JOCEAUAS TUCkrean fof Sch paSCeEn 20 wan a0 M00we
13 Lwywrs Mswar Teu -
IScad o9 ganiee *a asaee 16 Rdet - F
ot Gax Backirg ~A =
jaTAN Cuvnt Type | Polwy A )
Astan
Pl £ dnusan of Weld |OW-282 4 - Sassisciony
J5ice Beed |OW - 442 2) : - Accapted
"M
Specoran 0o Tyse of Beca manyery Tricoreeyra g - 2% O arvason
1 Szt -0 2000 a0 [P ——p—
LS Face O 2000 ™~ No Crnch ctanred Aczopied
PAerrate Vodaretnc o nation senude - -
S UT Rea - NA |
|l o Spec e € odaxe Qy 2 JCorgany VA Naacid Tatieg Scohdara (CPCI PYTLTD
i acraccape: Tau: cond acsed By - 7Y Loy T e - Toepant Wa T Idwaisonue e |
JVeiarg Saperdant By - WA Futhedrorsata
[V cartly e w0 AT anis B TR (OCIE 28 CONBCT 253 Ta! 2 Ml wollis A Paaparad askded and DR Eed B CANEITRNCS WER I (egE eenaras of
Joeoon X of 2e ASVE Cooe.
For  ALS Fadsech Sowton
alal
S
| twe
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WPQ_4

QWAELA
ME Fabtech Sclutions WELDER PERFORMANCE QUALIFICATION (WPQ)

(ASNE Secton X, 2023)
[oioe Naze -  [oerdud Hagan | i T W
Oute of Wekding . [5.00.X0GS

Toat Dascripgton
Care Sca50n of WPS LdIwed - fwesaa w1 Coupan | I | Precwcson'weld ||
forncaoasan & tpetyase o UNG No. af biaae retat - S 202 B2 = 52230
'm. 0o 10 e
| Tewsag varbios & Ouairication Lvsts
(Wt ging wariaves [OW-250) Actual Vakse Range Qemited
Jresang Proces PO o
[Tves o rmanatae risaicy e P Foavi Azovas:
| T nTcw WD ans Wianout
S o Fge Pase Fe ik Poo P e Cww Gilwn 000
r“m‘,“’-pm . Wry ey ARr sardiw comscdl & reachason
Fite: Veeul o ataczde medkicwice (SEAXRK. Ceiy) SFA S350 |
PFrte: Vet o obecyods s sica jare. Oyl | GRS }A.-nnu
iter Vet F Na B |9
ceamatie iman (GTAN o PAWY) A
riter Vel Praduct Formn JATAM o PAM | A oA
JONE e TUCArOes fOr ANCE peacess N g Drwe
3 Laywrn M e e -
el 21 calne ) Jarsave 4G Fidet - tF
frant Gas Bucking A ot
JATAM Curvet Tope « Polwrty A a4

Revata
Triaat Baandewtan of compend Weldd |OW-382 4} - Setaisxciany
[500e @ecat 1OW - E22) : - Accepind
L RS
Specoran va Tyes of beed maryerg Tricarassvay g -4 Dot ervaton
e Fxat 0 10,00 “© S0 Ciack chuntrocd, Accepsed
1h Face o0 1000 © No Crach cboM med Accapied
Acorate Vobiretnc Eaws vation et - -
UT Readk - - NA |
o Speciros Evokawe By ) jooapany VI Naaid Teeg Sohsonm (CPC) PYTLTD
e e Toa: cond actea By - A Tou vl . Fopant Na Toidmaasaee st

[Webdng S apetanac Dy - Wr Asdige Puttadnarsada:

f5ecan (¢ of 2 ASVE Coce.

PV Cartly M 0 A ECAL @ TR OCONE M5 CONTECE 353 a1 2 3 Aali s ASrs PHEWS] Askied, A0 IRUad P CANEITIANGS WIS T (e S rarseris of

ror LS Fadsech Sowton

A | Baaraning Booy -

[ o
e

ARIa % Pattadnarsasat

31- 208405

ye
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8) Commercial documents

Shop Act License
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GST Certificate

T
GCovernmeni of India
Form ST REG-06
F&ee Rude 230010
Registration Certificate

Registration Number : 2ZTAUEPBOSS1FLET

1. |Legal Name WIHKAS DATTU BHOMDWE
2. |Trade Nama, if any FABTECH SOLUTIONS
3. |Additional trade names, if
any
4. | Constitution of Business Proprietorship
5. |Address of Principal Place of |Floor No.: S MO 6141
Busimess an e .
Building MNo./Flat No.: FL B-604
Name Of Premises/Building: VAISHNAVE CLASSIC
Road!Street: 141 BEHAVANI CHOWE
Locality'Sub Locality: RAHATAMI
City/Town/Village: Fimpri Chinchwad
District: Puna
State: Maharashira
PIN Code: 411017
5. |Date of Liability
Period of Validity From o701 2025 IT-D Mot Applicable
E. |Type of Registration Reqular
9. |Particulars of Approving Maharashtra
Signature
Signasbure Mot ]
EEH“'\‘:I l-_?“l *l:(h G0N AND
Dabe: 202501 07363349 15T
MName TEJASWINI ABHISHEK MEHETRE
Designation State Tax Officer
Jurisdictional Office PUME_SOUTH
Date of isswe of Certificate o7 2025
Mote: The registration certificate is required to be prominently displayed a1 all places of business in the State.

This is a system generated digitally signed Registration Certificate isswed based on the approval of applcation granted
o 07012025 by the jurisdictional authority.
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Anmexura A

2

Goods and Services Tax ddemtification NMumber: ZTAUEPBOSSIF1ZT
Details of Additional Place of Business(s)

Legal Name WIKAS DATTU BHOMDWE

Trade Mame, if any FABTECH SOLUTIONS

Total Number of Additional Places of Business in the State

39|Page




Annexure B

Goods and Services Tax dentification Mumber: ZTAUEPBOSS1IF1ZT

Legal Mame WIKAS DATTU BHOMNDVE

Trade Mame, if any FABTECH SOLUTIONS

Details of Proprietor

Farms WVIKAS DATTU BHOMDWE
DesignationdStatus PFROPRITOR
Resident of State dMaharashira
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e MSME CERTIFICATE

TR T nmn=sin=
Gowverniment of India qEm e mw meam o
s | e TR AT

T, Y UE W T ey
Ministry of Micro, Small and Medium Enterprises

UDYAM REGISTRATION CERTIFICATE

LD AN REGIESTHRATIONN
MUMBER LD AM-MH-Z6-0TTH1HN

MNANE OF EXNTERPFRISE FABTECH SOMLUTIONMNS

TYPE OF ENTERPRISE ™ |8 [ Classification Year | Enferprise Type | Classification Date
: [ & | 2024-25 Micro [ 147112024

AMLASOR ACTIVITY

SOCLAL CATEGORY OF

GENERAL

PLATT IO AL NS THRY
CLASSIFICA

IFATE OF LY AM
HEGISTHRATIONMN

Diisclaimer: This is <

IO COVINELS)

" im cose of graduation (upwardireversc) of states of
provistons &f Notificavion Ne. 5.0 21N E) dared 26006 2000 issmed by tle Ve W

Tabricated motal
predects, cxoept
machdnery and
equipmsent

MMamufactere of
wther fabricated
ametal products
moe.

E HEPRENELUR
= Pl Mmmee of Unktgs)
NAME OF LUINIT(S) ] FABTECH STHLUTIOENS
Marmee of
ﬁ.‘:"u"”mﬂck 5 MOk a1 Fremises’| FIL B-aid
: Bailding
OFFICAL ADDRESS (0F Willsge Tawn BAHATANL Bk WALSHNAVE CLASSIC
ENTEHRPRISE . ; Sl BHAY AN S
Hoad Sireer | osnc CHOPWE ey PLUNE
State MAHARASHTRA | DMstrice PUNE . Pin 410017
Mlinbdle FFITTTHRUZ Email: Enb dflcinba graailcom
IATE OF IMOCOVR PR AT TN , >0
REGISTRATION OF ENTERPFRISE 1311 4
DATE OF COMMEMNCENMENT OF ,
PRRODILCT N BUSINESS L3A12024
=M. NI 2 gl bl L T NI S IHgic Aciiviiy
L[ & . Mamufacture of IR . L L Mansfactwring

Bl mnms e ture of
other fabricated
msetnl predus s
e,

1 =i e

1. vistrict Industries Cenitre:

2. MEME-IDEFCY:

140102024

For any assistance. you may cbntact:

PUNE { MAHARASHTRA |

AMUMBAL L MAHARASHTRA )

WIS @ wiarwLmEsEmesgowin § whanwLd omsmee. ov.im 3w

s udyameg istraton go i bdyam_ UseniUbdyamn Frintfeplcation . aspe

amn emterprisc, the benefin

required. Prinved dfrom

T4 LR 2024

SNIE.

soud yamre

the Govermmsest Schomes will be avalled ss per che

Tisirn

b [rate of prinimg:-
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Banking

Bank name
Yes Bank
Branch
Aundh, Pune
Account No
041261900004211
IFSC code
YESB0000412
Account type
Current and OD account
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9) List our Valuable clients

Sr No Client Name
THERMAX BABCOCK & WILCOX ENERGY
1 SOLUTIONS LIMITED. TBWES DIVISION
2 Denyo Ml
3 WIPRO PARI
4 JOHN COCKERILL AUTOMATION INDIA PRIVATE LIMITED
5 Electromech
6 Mahindra and Mahindra
7 ESCON PARKING SYSTEM
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10 ) Capacity augmentation

Fabrication Capacity Planing

1
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o | o

To enhance Production capacity,

e We have planned to add a new facility with a 20,000 square foot open area

e Recently we added new manufacturing facility at Chimbli Chakan Pune area

e We have planned to increase manpower accordingly

e Atour new facility our planed turn over for 2026-2027 is 16 CR approximately
on full capacity plant per month out will be 5.4 CR approximately
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11) Product folio

Girders
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Machine frames
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Tank
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Boiler

Pressure Vessels

o e 255

\
\
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13 ) Contact Information

Mail :- info@fabtechsolutions.co.in
Contact No :- 9922238892
Website :- www.fabtechsolutions.co.in

Address :- Gat No 72, Chimbli Tal. Khed, Dist. Pune 412105.
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