
Mectech is an Engineering Process Company engaged in 
manufacturing of plant & machinery on turnkey basis for 

vegetable oils and fats, biodiesel and oleo chemical industry.

DELIVERING THROUGH TECHNOLOGY
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Mectech Process Engineers Pvt. Ltd. is a closely held Indian company, which was 
founded in 1978 by Mr. Ishwar Sahai. A chemical engineer by qualifica�on, 
is a person of indomitable courage and pioneering spirit. It entered in the oil & fats 
sector since its incep�on and in the last 50 years has established itself as one of the 
leading brand, not just in India, but globally.

Technology: Mectech offers a comprehensive range of services including the 
design, manufacturing, installa�on and commissioning of projects on turnkey 
basis in the field of Solvent Extrac�on Plant, Oil Processing Plant, projects aimed at 
value addi�on such as MCT and Lecithin powder produc�on, Edible Oil Refinery 
Plant, Esterifica�on, Hydrogena�on, Margarine & Shortening both within India 
and interna�onally.

Further we excel in the field of Oleo chemical Plant covering processes like 
spli�ng, fa�y acid dis�lla�on, Glycerin dis�lla�on and biodiesel plant.

In addi�on to these services, we also manufacture Mecklear gravity filters, ver�cal 
pressure leaf filters, horizontal pressure leaf filters and candle filters etc.

From its incep�on, Mectech has been commi�ed to a strong research & 
development programme. It keeps its technology con�nuously updated with its 
own R&D efforts and also by remaining in touch with specialist component 
manufacturers/ technical collabora�on for advanced technologies.

Engineering Facili�es: Mectech have a full-fledged design department equipped 
with the latest so�ware and AutoCAD facili�es. Mectech’s engineers are quite at 
home with interna�onal codes for design.

Manufacturing: One of Mectech's biggest strengths is that it manufactures 
components in-house. This gives it full control over quality, delivery and cost. It 
has two large and modern fully integrated manufacturing plants located in 
Haryana: one in Bahrampur and another in Bhatgaon.

Quality: Mectech uses components which are specifically designed for oil and fats 
industries and manufactures them in-house. It understands that “assuring” 
quality is be�er and cheaper than “controlling” quality.

Our commitment to delivering turnkey solu�ons and high quality equipment is at 
the core of Mectech’s opera�on. Repeat orders from sa�sfied customers in India 
and abroad are proof of Mectech quality.

Project Management: Mectech believes in the concept of turnkey responsibility, 
which includes transporta�on to site, erec�on, commissioning and tes�ng of 
complete plant.

To meet this requirement, Mectech has built up a large and experienced team of 
highly trained and mo�vated professionals capable of managing projects of any 
size and complexity and comple�ng them smoothly on �me. The project team is 
familiar with the special requirements of companies and export jobs.

A�er Sales Service: We have an experienced and well equipped a�er sales service 
set up which is fully capable of undertaking warranty claims (if any), and trouble 
shoo�ng (if any).

Financial Stability: The Company’s financial well-being is robust, enabling 
seamless order execu�on without encountering any issues.

Exports: Mectech has been expor�ng plants and have exported to more than 30 
countries.
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Mectech Process Engineers was established with a clear vision: to 

become the leading provider of turnkey solu�ons in the vegetable 

oils and fats, oleo chemicals, and biodiesel industries, all while 

maintaining an unwavering commitment to quality. 

We have added new technologies in our basket i.e. for 

manufacturing of medium chain triglycerides, fa�y acid esters such 

as IP, 2EH, PET through mul�purpose esterifica�on units as well as 

products for the home and personal care markets such as betaine, 

CDE and amine oxide. Addi�onally, we have introduced 

technologies for producing emulsifiers such as glycol mono 

stearate, castor oil deriva�ves and dry lecithin powder.  

Today, this vision resonates across our organiza�on, embraced by 

over 400 dedicated professionals who consider it their own. It has 

empowered our team to serve an expanding clientele worldwide, 

not only delivering cu�ng-edge plant and machinery but also 

introducing innova�ve products to meet evolving demands. 

I extend hear�elt gra�tude to our customers across the globe for 

their con�nued support and trust.

Chairman's Message:

Ishwar Sahai

Over 650⁺ projects 

supplied world over on 

turnkey basis during 

the last 50 years

With a powerful team and cu�ng edge technology as its two pillars, the 

company is a bas�on of reliability and deliverance.

Mectech has carved a niche for itself, in the following processes:

•  Oil Milling 

•  Solvent Extrac�on

•  Vegetable Oil Refining

•  Dry frac�ona�on of vegetable Oil (Palm Oil and Palm Kernel Oil)

•  Con�nuous Dewaxing and Winteriza�on of Vegetable Oil

•  Hydrogena�on of Oil & Fats (Semi Con�nuous & Fully Con�nuous)

•  lnter-esterifica�on

•  Esterifica�on and Transesterifica�on

•  Fat Spli�ng

•  Sweet Water Treatment and Concentra�on

•  Glycerin Refining

•  Fa�y Acid Dis�lla�on ( Plain/Frac�onal )

•  Lecithin Drying

•  Cocoa Bu�er Subs�tute

•  Flaking and Beading

•  Tocopherol / Tocotrienol Extrac�on from Fa�y acids

•  Castor Oil Deriva�ve Products

•  Biodiesel

•  Green field and Brown field project

•  Filtra�on

Mectech 
EXPERTISE

•  Most Cost Effec�ve Solu�on Provider

•  Most capable and experienced technical team

•  Two large & modern fully integrated manufacturing plants

•  Technical Collabora�on for Advanced Technologies

Incep�on 
to Comple�on

650+ Projects
executed in
30+ Countries

Most Capable &
Experienced 
Technical Team

Two large & Modern
Fully Integrated 
Manufacturing 
Plants

Mectech has secured patents in the following areas :

Crystallizers 
Under patent no. 519597 

Filtra�on 
Under patent no. 477636 

At a Glance

50 Years
of Exper�se 

50
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MECTECH'S BELT-TYPE HORIZONTAL 

EXTRACTOR

This extractor comprises of a De-solven�zing 

Toaster, a Dis�lla�on System and a Heat Recovery 

System. 

Solvent extrac�on is a mul� level process used to 

extract oil from the seeds by use of a solvent. Post 

milling, the meal is transferred to the extractor, 

where it comes in contact with hexane (solvent). 

The solids and solvents are the outputs which are 

further processed and dis�lled for op�mum 

extrac�on of oil and solvent removal. 

Capacity to build 

and supply plants 

from 100 to 5000

ton per day

Milling of oil implies the breaking down of the 

oil seed into a form ideal for efficient extrac�on 

of oil. Various processes are combined to 

achieve this. 

8 9
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Refining is the process to remove such undesired factors from the 

extracted oil, without losing out on the useful factors or affec�ng the 

composi�on.

CONTINUOUS BLEACHING FLOW CHART
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MEMBRANE FILTER

COOLING/CHILLED 
WATER OUT

CRYSTALLIZER

RBD PALM OIL

OLEIN STEARINE

COOLING/CHILLED 
WATER IN

ADVANTAGE

The crystallizers feature a substan�al heat transfer area to the oil charge

Op�mal posi�on of the heat exchange surfaces with regard to the impellers, 

which compliment the oil circula�on in the vessel.

All parts of the processed oil are driven too close to the heat exchange surfaces.

The cooling programme is applied with precision. At the end of each cooling step 

the temperature difference between cooling water and oil is close to 1°C.

The crystallizers feature a substan�al heat transfer 

area to the oil charge,  which patented under 

patent number 519597

14 15
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Double Scrubbing System to improve 

FFA of fa�y acid dis�llate

This system is included in the Deodoriza�on system to 

improve the FFA of Fa�y Acid Dis�llate. 

Advantage

This FFA increases to 93-94% with the addi�on of 

double scrubbing system.

Close Loop Water Cooling for 

Deodoriser

The implementa�on of the closed loop cooling 

water system in the Deodorizer offers several 

benefits :

It effec�vely addressed the problem of odour 

pollu�on stemming from a contaminated water 

cooling tower. This method ensures that only a clean 

water cooling tower is u�lized, elimina�ng the need 

of contaminated one.

It significantly reduces the produc�on of effluent 

water, there by minimizing environmental impact. 

By employing 7°C cooling water in barometric 

condensers of the vacuum system, the steam 

consump�on is substan�ally reduced.

Castor Oil is a colorless or pale yellowish oil extracted from the 

seeds of the castor (Ricinus Communis) plant. It is a fa�y acid with 

18 carbon atoms and a double bond between the ninth and tenth 

carbons.

It is also known as 12-hydroxyoctadec-9-enoic acid. Its deriva�ves 

are processed through subjec�ng the oil to specific reac�ons and 

processes, can yield a wide variety of chemical deriva�ves, which 

is used for diverse applica�ons. 

In the plants supplied and erected by Mectech, a range of castor 

oil deriva�ves are produced including : 

• Ricinoleic Acid

• Hydrogenated Castrol oil (HCO)

• 12- Hydroxystearic Acid (12-HSA)

• Methyl Ricinolate

• DCO Fa�y acid (DCOFA)

• Hydrogenated Methyl Ricinolate (HMR)

• Dehydrated Castor oil (DCO)

• Blown Castor oil

Castor oil and its 

deriva�ves finds extensive 

applica�on in various 

Industries such as soap 

manufacturing,  lubricants, 

hydraulic and brake fluids, 

paints, dyes, coa�ngs, inks, 

cold resistant plas�cs, waxes 

and polishes, nylon, 

pharmaceu�cals and perfumes

16 17
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MECTECH ADVANTAGE

Low iodine value up to 0.5 is achieved.

Nickel catalyst consump�on is minimised with high flow 

rate circula�on in reactor.

Temperature control is achieved with high degree of 

automa�on. 



Interesterifica�on is the process of re-arranging the fa�y Easters within and 

between triglycerides resul�ng in most cases, a change in the physical 

proper�es of the oil / fats. Interesterifica�on is the intra and inter – 

molecular exchange of fa�y acids on the glycerol of backbone of 

triacylglycerols. In this process commonly used catalysts are sodium 

methylate and ethylate followed by sodium method, Na/K alloy and 

hydroxides of Na/K in combina�on with glycerol. The process reacts at low 

temperatures about 85-90°C used in very low rates of catalyst (0.1% if the 

star�ng material is well refined and dried.)
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The frac�ons enriched 

with phosphatdylcholine  

& phosphatdylinositol 

are effec�ve emulsifiers 

in water and are 

commonly u�lized in the 

chocolate industry. 
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Phosphoric Acid Bleaching Earth

Refined Glycerine
<10%FFA

PFAD /PKFAD

Methanol

Low Grade Oils

Acid Oils

Low Grade
Fa�y Acid

Bio Diesel
(No Color Specifica�on)

Bio Diesel

Refined
Glycerine

RBD Oils

Degumming Bleaching
Esterifica�on & 

Glycerolysis
Stripping or Deo

Trans
Esterifica�on

Methanol Recovery
Rec�fica�on

Spent Earth

Washing/Drying

Methyl Ester 
Dis�lla�on

Methyl Ester

Crude
Glycerol

Glycerine Refining

Ÿ Fully automated PLC-operated mul�-feed stock system

Ÿ Various feed stock, including vegetable oil, used 

 cooking oil, refinery by-products & animal fats can 

 undergo processing

Ÿ Energy-efficient plant design

Ÿ High conversion rates

Ÿ Produc�on of high quality bio-diesel mee�ng interna�onal 

standards

Ÿ Minimal soap forma�on

Ÿ Soap removal without methanol usage

Ÿ Reduced catalyst consump�on

Ÿ Low methanol consump�on

Ÿ Low waste water 

Ÿ Low u�lity consump�on 

Ÿ Low emission levels

Ÿ En�re process conducted at temperatures ranging

 from 50-60 degree Celsius

Ÿ Pharmaceu�cal grade glycerin produc�on

Ÿ Customizable plants available in both batch and con�nuous types

Salient Features :

PRE-TREATMENT OF WASTE 
OILS FOR HVO FEED

BRIEF DESCRIPTION ABOUT HVO
• Hydro treated Vegetable Oil (HVO) is a type of renewable 

diesel produced through the hydrocracking of vegetable oils 
and animal fats. This process involves breaking down large 
molecules into smaller ones using hydrogen, or adding 
hydrogen to molecules.

• HVO is known for its high cetane number, which means it 
ignites easily and burns cleanly. It is free from sulfur, oxygen, 
and aroma�c hydrocarbons, making it a cleaner alterna�ve to 
tradi�onal fossil diesel.

• HVO can be used in exis�ng diesel engines either on its own or 
blended with conven�onal diesel. 
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• Vegetable Oils: Commonly used oils such as rapeseed oil, 
sunflower oil, and soybean oil.
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• Used Cooking Oils (UCO): Recycled oils collected from food 
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• Waste Oils and Fats: Including those from industrial processes 
and other waste streams.

FEED STOCKS FOR HVO

HVO
FEED

HVO
FEED

HVO
FEED

29 30



Phosphoric Acid Bleaching Earth

Refined Glycerine
<10%FFA

PFAD /PKFAD

Methanol

Low Grade Oils

Acid Oils

Low Grade
Fa�y Acid

Bio Diesel
(No Color Specifica�on)

Bio Diesel

Refined
Glycerine

RBD Oils

Degumming Bleaching
Esterifica�on & 

Glycerolysis
Stripping or Deo

Trans
Esterifica�on

Methanol Recovery
Rec�fica�on

Spent Earth

Washing/Drying

Methyl Ester 
Dis�lla�on

Methyl Ester

Crude
Glycerol

Glycerine Refining

Ÿ Fully automated PLC-operated mul�-feed stock system

Ÿ Various feed stock, including vegetable oil, used 

 cooking oil, refinery by-products & animal fats can 

 undergo processing

Ÿ Energy-efficient plant design

Ÿ High conversion rates

Ÿ Produc�on of high quality bio-diesel mee�ng interna�onal 

standards

Ÿ Minimal soap forma�on

Ÿ Soap removal without methanol usage

Ÿ Reduced catalyst consump�on

Ÿ Low methanol consump�on

Ÿ Low waste water 

Ÿ Low u�lity consump�on 

Ÿ Low emission levels

Ÿ En�re process conducted at temperatures ranging

 from 50-60 degree Celsius

Ÿ Pharmaceu�cal grade glycerin produc�on

Ÿ Customizable plants available in both batch and con�nuous types

Salient Features :

PRE-TREATMENT OF WASTE 
OILS FOR HVO FEED

BRIEF DESCRIPTION ABOUT HVO
• Hydro treated Vegetable Oil (HVO) is a type of renewable 

diesel produced through the hydrocracking of vegetable oils 
and animal fats. This process involves breaking down large 
molecules into smaller ones using hydrogen, or adding 
hydrogen to molecules.

• HVO is known for its high cetane number, which means it 
ignites easily and burns cleanly. It is free from sulfur, oxygen, 
and aroma�c hydrocarbons, making it a cleaner alterna�ve to 
tradi�onal fossil diesel.

• HVO can be used in exis�ng diesel engines either on its own or 
blended with conven�onal diesel. 

V
EG

ET
A

B
LE

 O
IL

S

Rapeseed oil
Corn oil
Soybean oil
Palm oil
Sunflower oil
Canola oil
Jatropha oil etc.

W
A

ST
E 

O
IL

S

Tallow

Poultry fat

Lard (Pork fat)

Fish oil

A
N

IM
A

L 
FA

TS

UCO
Acid oil
DDGS Corn oil
Fa�y acid dis�llate
Spent clay oil
POME etc.

COMMON FEED STOCKS FOR HVO
• Hydro treated Vegetable Oil (HVO) is a type of renewable 

diesel produced from various feedstock's. These feedstock's 
are primarily renewable and can include:

• Vegetable Oils: Commonly used oils such as rapeseed oil, 
sunflower oil, and soybean oil.

• Animal Fats: By-products from the meat industry, such as 
tallow, Chicken fat and Lard.

• Used Cooking Oils (UCO): Recycled oils collected from food 
processing and restaurants.

• Waste Oils and Fats: Including those from industrial processes 
and other waste streams.

FEED STOCKS FOR HVO

HVO
FEED

HVO
FEED

HVO
FEED

29 30



IMPURITIES AND 
CONTAMINANTS IN WASTE OILS

Here’s a brief overview of the impuri�es and contaminants commonly found in various types of waste oils:

• Acid Oil:

 – Impuri�es: Free fa�y acids, water, and residual chemicals from the refining process.

 – Contaminants: Dirt, metal par�cles, and other solid residues.

• Palm Oil Mill Effluent (POME):

 – Impuri�es: High levels of biochemical oxygen demand (BOD) and chemical oxygen demand (COD), suspended 
solids, and oils.

 – Contaminants: Carotenes, pec�n, tannins, phenolic, and lignin.

• Used Cooking Oil (UCO):

 – Impuri�es: Free fa�y acids, water, and degraded oil components.

 – Contaminants: Food par�cles, burnt residues, and some�mes cleaning agents.

• Dis�llers Dried Grains with Soluble (DDGS) Corn Oil:

 – Impuri�es: Residual proteins, fibers, and free fa�y acids.

 – Contaminants: Dust, dirt, and processing chemicals.

• Tallow:

 – Impuri�es: Free fa�y acids, water, and Unsaponifible ma�er.

 – Contaminants: Dirt, metal shavings, and other solid residues.

 These impuri�es and contaminants can affect the quality and usability of the waste oils, necessita�ng proper 
treatment and purifica�on processes before reuse or disposal.

• Animal Fats: By-products from the meat industry, such as tallow, Chicken fat and Lard.

• Used Cooking Oils (UCO): Recycled oils collected from food processing and restaurants.

• Waste Oils and Fats: Including those from industrial processes and other waste streams.

POLYETHYLENE

SOLID IMPURITIES
(Sludge, sediments etc.)

MOISTURE

PHOSPHATIDES

CHLORIDES

SULPHUR

METALS

FATTY ACIDS

• H3PO4
• 5°Be NaOH
• Hot water

• H3PO4
• Silica
• Bl. Clay + Carbon

DIAGRAMMATIC EXPRESSIONS 
OF PRETREATMENT PROCESS

TREATMENT & 
WASHING 

TREATMENT & 
WASHING BLEACHING STRIPPING

POLYETHYLENE, 
SOLID IMPURITIES, 

CHLORIDES

PHOSPHATIDES, 
IMPURITIES, 

METALS,
CHLORIDES,

SULPHUR

PHOSPHATIDES, 
IMPURITIES, 

METALS 
CHLORIDES, 
SULPHUR, 
MOISTURE

FATTY 
ACIDS, 

SULPHUR  
CHLORIDES,
MOISTURE

DIAGRAMMATIC EXPRESSIONS OF TREATMENT PROCESS  WITH DIFFERENT FEED MATERIAL

• ACID OIL
• POME
• SPENT CLAY OIL
• UCO
• HIGH IMPURITY: 

TALLOW, FISH OIL 
& POULTRY FAT

• DDGS CORN OIL
• JATROPHA OIL
• ANY OTHER HIGH 

FFA VEGETABLE 
OIL

• Tallow, Poultry fat, 
Fish oil

• PALM OIL
• CNO
• CPKO

• FATTY ACID 
DISTILLATE.

• DISTILLED FATTY 
ACID.

PRE-TREATMENT DEGUMMING BLEACHING GLYCEROLYSIS DEACIDIFICATION

• Na2so4
• Hot brine water

• Glycerin TREARED & 
DEACIDIFIED OIL

Ddgs Corn Oil Acid Oil Fa�y Acid Dis�llate Spent Clay Oil 
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MECTECH ADVANTAGES

• Advance technology can streamline and op�mize treatment processes, leading to high 
efficiency in waste oil conversion and purifica�on.

• In house engineering allows quick troubleshoo�ng, maintenance to minimizing 
down�me and ensuring con�nuous opera�on.

• Flexible design, allowing maximum number of feed stocks.

• Advance technology o�en requires less energy and fewer chemical consump�ons.

• Customized design for available feed stock and capacity.

MECTECH 
PRE-TREATMENT 
OF WASTE OILS

ADVANCE 
TECHNOLOGY

REDUCED 
OPEX COST

MAXIMUM FEED 
STOCK FLEXIBILITY

FAT SPLITTING - FLOW CHART

OIL/FAT

CRUDE SPLITTED
FATTY ACID       

OIL/FATTY ACID HEAT EXCHANGER

STEAM HEATER

H.P PUMP

OIL DRIER

SPLITTING COLUMN

GLYCEROL WATER
FOR TREATMENT

WATER DEGASSER

DM WATER TANK

H.P PUMP

H.P STEAM  PROCESS WATER
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FATTY ACID DISTILLATION
FLOW CHART
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Mectech' recognizes the fact that R &D is an integral part of any 
manufacturing company who wish to launch a new product in the 
market. For the said purpose, Pilot Plants are required for ascertaining 
the desired product parameters , taste, composi�on , look & feel etc., 
before going for mass produc�on. 

Mectech Process Engineers, can provide pilot plants from the capacity 
of 1 Ton/ Day to any capacity as desired . The Pilot Plants offered by 
Mectech are 100% customized and can be made skid mounted or can 
be set up in the R &DShed of the customer. 

Mectech can provide Pilot plant for the following: 

•  Vegetable oil Refinery 
•  Frac�ona�on 
•  Hydrogena�on
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MecKlear 
Gravity Filter

The MecKlear Gravity Filter showcases Mechtech’s most recent advancement in filtra�on technology 

patented under patent no. 477636. In this, the filtra�on process occurs at low pressures thereby 

restric�ng the passage of fine wax par�cles in the filtered oil. The clarified winterized oil a�er filtra�on 

through the MecKlear Gravity Filter is be�er as compared to the results obtained from Horizontal 

pressure leaf filter / plate and frame type filter. The Mecklear Gravity filter ensures removal of wax and 

stearin in a more scien�fic way while preven�ng oil spillage and no manpower.

MecKlear 
Gravity Filter

Dewaxing &
Winterisation

MecKlear 
Gravity Filter

Filtra�on 
Under patent no. 477636 

No manual 

opera�ons ensures 

savings on

 manpower costs

All opera�ons can be 

automated via PLC 

according to 

customer’s need 

Enhanced Opera�onal 

Convenience

Removing wax/stearin 

a�er filtra�on is 

quicker with requiring 

the filter to be 

opened. 

Prevents spillage due 

to closed system 

The filter is cooled to 

desired opera�ng 

condi�on for 

next cycle efficiently in 

a short amount of 

�me

Saves on 

maintenance costs as 

absence of moving 

part precludes

 maintenance 

Filter element 

replacement required 

a�er  1½ to 2 years of 

opera�on 

MecKlear Gravity Filter suitable for Dewaxing and Winteriza�on 

Technical Specifica�ons

MecKlear Gravity Filter can be supplied with a filtra�on area varying 
2 2from 100 M  to 400 M

Salient features of MecKlear Gravity Filter

No Hiflow required for filtra�on, saving in cost of Hiflow and oil loss with it.

U�li�es:    

Air 0.5 bar pressure 

Steam 3 bar pressure

Water Temperature will vary as per process requirement. 

Range of temperature 2°C to 22°C

working pressure & Shall vary as per process and technical specifica�ons 

temperature: of oil.

40 41

Corn 
Oil

Sesame 
Oil

Rice Bran 
Oil

Olive 
Oil

Groundnut
Oil
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FEATURES
• Compact con�nuous automa�c opera�on  

• Permanent long-las�ng filter media  

• Total control of input, circula�on of filter  

• Liquid and outlet allow smart opera�on  

• No labor required  

• Very suitable for filtering high volume of low impurity suspended 

solids of the size 10 microns and larger

MecKlear 
Pulse Jet Candle Filter

MECTECH ADVANTAGE 

• No frequent change of bags 

• Filter cloth used is long las�ng 

• MOC Stainless Steel

• Designed for PLC automa�on 

• Auto backwash for removal of solids 

MECTECH ADVANTAGE  

• Low percentage of impurity removal from high volume duty  

• To reduce load on centrifuges

FEATURES
• No frequent change of bags 

• Filter cloth used is long las�ng 

• MOC Stainless Steel 

• Designed for PLC automa�on 

• Auto backwash for removal of solids 

APPLICATIONS
• Chemical Industries

• Edible oil Industries

• Pharma Industries

• Resin

• Ink

• Beverage Industry

• Miscella filtra�on

APPLICATIONS
• Edible Oil

• Biodiesel

• Food process

• Chemical Industry

• Catalyst Filtra�on

• Ac�vated carbon filtra�on

• Polyols

• Pes�cides

MecKlear
Self Cleaning Disk Filter

MecKlear
Automa�c Brush Filter Strainer

MECTECH ADVANTAGE 

• Con�nuous opera�on with PLC/Timer panel and hence no 

manual a�en�on is required  

• Closed opera�on and hence no loss of Hexane  

• Sediments are periodically de-sludged from bo�om of vessel through 

bo�om valve with actuator which is controlled by a �mer and sent back 

to extractor

FEATURES
• CS or Stainless-Steel Vessel  

• Geared motor flame proof  

• Wedge wire filter element in S.S.  

• Rota�ng brushes in Teflon  

APPLICATIONS
• Solvent Extrac�on and Related Fields
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Mectech provides end-to-end technology solu�ons 
for produc�on of Bio Ethanol and ENA from starchy 
as well sugar-based feedstocks. Mectech provides 
turnkey solu�ons for the dis�llery sector and 
specializes in Fermenta�on, Dis�lla�on, 
Evapora�on, Dehydra�on and Zero Liquid 
Discharge systems. 

We provide grain-based dis�lleries, sugarcane juice 
and molasses-based 
dis�lleries as well as mul�-feed dis�llery 
solu�ons that can handle all feedstocks and 
help clients to op�mize profit margins 
depending on market dynamics of different 
feedstocks.

BIO-ETHANOL

BIO-ETHANOL

Feed Stock 

The feedstock for dis�llery can be categorized into two broad 
segments, viz.

Starchy feedstocks:

Which include corn, rice, barley, millets, and wheat 

Sugar-based feedstocks:

Which include sweet sorghum, beet, sugarcane, and 
molasses. 

Bio Ethanol and ENA are extracted from these feedstocks 
using 1G technology.

Bio Ethanol & Extra Neutral Alcohol End uses of Alcohol

Fuel Blending: Bio Ethanol produced using different feedstocks 
is used in blending with Petrol.

Potable Alcohol: Extra Neutral Alcohol (ENA) produced in 
dis�lleries is used in prepara�on of potable alcohol.

Other industries: Tailored grades of alcohol can be produced in 
dis�lla�on to cater to industries like pharma, chemicals, and 
paints.

Mectech offers refined and highly efficient technology 
solu�ons to cater to all the above industries.

Salient Features of Mectech ’s dis�lleries :

• Highly energy-efficient systems.

• Customized schemes offering most compe��ve steam consump�on in 
terms of kg/lit of alcohol. Our ethanol schemes can run under 2.8 kg/lit 
of AA in case of rice and 3.2 kg/lit of AA in case of maize opera�ons. 
These scenarios are with Jet cooker and without using MVR.

• Highly integrated systems with MVR offering best steam efficiencies in 
the market making your plant highly profitable.

• Addi�onal revenue genera�on during corn opera�ons through 
specially designed corn oil extrac�on system. This scheme is integrated 
with dis�llery opera�ons and helps improve quality of DDGS as well 
thereby fetching higher rates for your DDGS.

• Mul�-effect and highly integrated evapora�on systems that are 
tailored to handle the load of the dis�llery industry.

• Zero liquid discharge systems tailored as per the water quality 
available at customer site. Innova�ve approaches to handling RO 
rejects and ETP rejects to ensure 100% compliance to Pollu�on Control 
Board norms and ensuring op�miza�on of resources.

• Water efficient systems with consump�on of en�re dis�llery 
complex(including Cogen and domes�c use) kept under 4 lit/ lit of 
ethanol.

• Power efficient systems designed keeping steam and power balance of 
the complex.

PROCESS FLOW CHART 
Starch based

feedstock
Liquefaction Saccharification

Enzyme process
feedstock

Fermentable 
Sugars

FermentationFermentable 
Sugars

Distillation

DehydrationCentrifuge ENA

DDGS/DWGS Ethanol
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is used in blending with Petrol.

Potable Alcohol: Extra Neutral Alcohol (ENA) produced in 
dis�lleries is used in prepara�on of potable alcohol.

Other industries: Tailored grades of alcohol can be produced in 
dis�lla�on to cater to industries like pharma, chemicals, and 
paints.

Mectech offers refined and highly efficient technology 
solu�ons to cater to all the above industries.

Salient Features of Mectech ’s dis�lleries :

• Highly energy-efficient systems.

• Customized schemes offering most compe��ve steam consump�on in 
terms of kg/lit of alcohol. Our ethanol schemes can run under 2.8 kg/lit 
of AA in case of rice and 3.2 kg/lit of AA in case of maize opera�ons. 
These scenarios are with Jet cooker and without using MVR.

• Highly integrated systems with MVR offering best steam efficiencies in 
the market making your plant highly profitable.

• Addi�onal revenue genera�on during corn opera�ons through 
specially designed corn oil extrac�on system. This scheme is integrated 
with dis�llery opera�ons and helps improve quality of DDGS as well 
thereby fetching higher rates for your DDGS.

• Mul�-effect and highly integrated evapora�on systems that are 
tailored to handle the load of the dis�llery industry.

• Zero liquid discharge systems tailored as per the water quality 
available at customer site. Innova�ve approaches to handling RO 
rejects and ETP rejects to ensure 100% compliance to Pollu�on Control 
Board norms and ensuring op�miza�on of resources.

• Water efficient systems with consump�on of en�re dis�llery 
complex(including Cogen and domes�c use) kept under 4 lit/ lit of 
ethanol.

• Power efficient systems designed keeping steam and power balance of 
the complex.

PROCESS FLOW CHART 
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Malt Spirit

Malt Spirit Plant

Offerings :
• Mectech offers complete turnkey solu�ons for Malt spirit industry covering:

• Malt unloading and storage

• Malt milling

• Brewhouse & Spent Grain Separa�on with its Silo

• Fermenta�on

• Pot s�ll Dis�lla�on plant with heat recovery system

• Alcohol storage

• Water treatment plant

• Effluent treatment plant with ATFD

• Complete dis�llery instrumenta�on system

• Complete dis�llery electrical system

• Chilling plant & Cooling tower with its circula�on circuit

• Interconnec�ng pipelines and its fi�ngs

• Lab setup for the dis�llery

• Steel structural building for Milling, Brewhouse, Fermenta�on, and Dis�lla�on

Among select few suppliers offering a highly integrated and turnkey solu�on to the 
industry.

Process flow and descrip�on
Ÿ Thick syrup, collected from concentra�ng thin slope in evapora�on sec�on, will be fed to sta�c mixer  where de-emulsifier will be 

mixed in required propor�on.
Ÿ The syrup will be heated by using low pressure steam and then fed to tri-canter.
Ÿ This mixture will feed to the tri-canter, where the crude oil separa�on from thick syrup will be done.
Ÿ Two more streams will be separated from tri-canter -sludge and thick syrup a�er removal of oil. Both  these streams will be 

recycled back to the wet cake for the further drying in DDGS dryer.
Ÿ The crude oil separated from tri-canter will be further cooled down to normal temperature and stored in  crude oil live storage tank 

& transferred to crude oil storage tank for issue purpose. 
Ÿ DDGS quality improves as fat % gets reduced, protein % (weight/weight) improves thereby leading to a 
Ÿ higher rate per kg.

Corn oil extrac�on 

Ÿ Corn oil recovery around 12 kg/ton of corn depending on  grain composi�on
Ÿ Purity guarantee > 97 %  
Ÿ Area requirement: broadly 20 mt x 20 mt
Ÿ Helps improve DDGS quality due to lesser fats and  increased proteins % (weight/weight)
Ÿ Helps improve profit margins for the dis�llery
Ÿ End uses: For produc�on of biodiesel, Animal feed   
  Not fit for human consump�on

The system has a payback of 8-10 months!
Get ahead of compe��on, get more value out of your corn, and make your dis�llery unit more profitable!
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Compressed biogas plant

 

CBG PLANT 

Feed
Receipt

Feed
Prepara�on

Anaerobic
Diges�on

Biogas to
Bio-Methane

Main Components

A typical Biogas/Bio-CNG produc�on plant

Step 1: Feedstock Pre-treatment

Mechanical or Chemical Pre-treatment based on feedstock and associated impuri�es

Step 2: Anaerobic Diges�on

Unique design technology for mixing (Turbo Liquid Gas Mix System)

Medium to higher organic load effluents.

Operates on either Mesophilic or Thermophilic process

Step 3: Upgrada�on & Purifica�on

CO2 removal either by Dry or Wet scrubbing based on H2S content in Biogas

H2S removal either by Pressure Swing Adsorp�on (PSA), Membrane or Amine Solu�on based

Step 4: Distribu�on

Purified Biogas is compressed up to 250 bar pressure and stored in cascade cylinders for 
transferring to fuel sta�on

10 kg of paddy straw    OR

21 kg of Organic MSW/ Press Mud OR

20 kg of Napier Grass OR

60 kg of POME (Palm Oil Mill Effluent)

2.5 m3 Biogas

Bio Co2

Bio-CNG for 
distribu�on
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BIO-CNG POTENTIAL PER TON OF WASTE AND ITS APPLICATION

ADVANTAGES OF ADOPTING BIO-CNG
produc�on helps mi�gate greenhouse gas emissions by capturing methane from organic waste that would 
otherwise be released into the atmosphere. It also contributes to a circular economy by recycling and re-
purposing waste materials.

APPLICATIONS OF BIO-CNG

1.  Transporta�on Sector: Bio-CNG is used as a  clean and r  enewable fuel for vehicles, par�cularly in 
compressed  natural gas (CNG) vehicles.

2.  Industrial and Commercial Use: It can be u�lized in co-genera�on systems to produce both 
electricity and heat,o ffering a sustainable energy solu�on for industries.

3.  Domes�c and Small-Scale Applica�ons: In households,  Bio-CNG can be used for cooking and 
hea�ng purposes, p roviding a clean alterna�ve to tradi�onal fuels.

4.  Rural Energy Access: Small-scale Bio-CNG plants contribute to  decentralized energy solu�ons and 
promote energy access in r ural areas.

Bio-CNG poten�al per ton of waste:

Sources of waste Raw Biogas m3/ Bio-CNG Kgs/ Solid Fer�lizer Kgs/

 Ton of waste Ton of waste Ton of waste

POME (Palm Oil Mill effluent) 40 15 29

Cow Dung 45 16 134

Poultry Li�er 85 33 237

Napier Grass 120 44 155

Organic MSW 120 48 126

Paddy Straw 300 109 520

Spentwash 40 16 29

Press Mud 120 46 190

FEED RECEPTION AND PRETREATMENT AREA 

• The recep�on area has been designed so 

that there is sufficient space for vehicle 

traffic. 

• Truck scales / weighbridge have been 

arranged so that vehicles are weighed at the 

entrance and  exit of the plant in order to 

monitor and control the flows of substrates 

entering and leaving the  plant. 

• Regarding the storage yard, PCC pla�orm 

with suitable soling is made and constructed 

for  sufficient storage at site for 

uninterrupted opera�on of CBG plant. 

• As for the pretreatment of the rice straw 

below men�oned process sequence is 

followed: 

• Feed receipt 

•  Shredder / Grinder (size reduc�on) 

•  Feed tank for slurry prepara�on 

 

 ANAEROBIC DIGESTION AREA 

• Once the mixture is pretreated and diluted to 11% to 12% Ts, it is 

considered ready to be ready  for diges�on. It is known that the limi�ng 

stage of the process is hydrolysis. In other words, the  digesters will 

have a hard �me breaking down the mixture into elemental 

compounds. Hence,  instead of designing a single-stage system, a mul�-

stage system has been chosen in which the  first stage of anaerobic 

diges�on i.e., hydrolysis, will be op�mized.  

• That is, a reactor system is going to be designed to accelerate the 

decomposi�on of the mixture. 

In this way, the overall process can be op�mized.  

• Hydraulic residence �me (HRT) is the average �me that ma�er is inside 

the digester or  undergoes Anaerobic Diges�on. It is an average because 

the anaerobic diges�on process is  con�nuous, that is, the ma�er is 

con�nuously entering and leaving the digester, every day it is  fed and 

discharged. 

• The reactor technology considered is CSTR reactors or full mix reactors. 

• The proposed AD plant will operate in 3 stages, the opera�onal 

parameters and characteris�cs  of the reactors are summarized in the 

table below. 

• At the top, each digester has a double membrane gasometer that 

temporarily stores the gas prior to  entering the gas line. 

 

Following items are provided in the Digester Tanks 

• Inspec�on windows on the sides of the tanks to visually check the 

interior. 

• Manhole that allows access to the interior of the tanks for maintenance 

and / or cleaning  requirements. 

• Temperature, level, pressure, pH sensors and gas analyzer to measure 

its composi�on. 

• The digesters are connected to each other by balancing, forming a gas 

network at equal  pressure. The piping system is designed in such a way 

that any element can be isolated from  the rest, allowing the plant to be 

par�ally operated if necessary. 
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H2S SCRUBBING SYSTEM -EISET PROCESS (IISC TECHNOLOGY) 

 

PROCESS PRINCIPLE: 

 

EISET process is based on the red-ox reac�on of chelated polyvalent metal ion. In this  par�cular process iron in chelated form in an 

aqueous medium is used for scrubbing H2S  from biogas stream. Iron which exists as both Fe3+ and Fe2+ form, works as a catalyst to  scrub 

the gas of H2S. The sulfur component in the hydrogen sulfide is precipitated as  elemental sulfur. 

 

A. PROCESS CHEMISTRY: 

H2S when dissolved in aqueous medium is ionized to H+ and S2-. The sulfur ions can be  oxidized by polyvalent metal ions such as those of iron, 

which can exist in both ferric  (Fe3+) and ferrous (Fe2+) state. When the sulfur ion comes in contact with ferric ion  complex, it gets oxidized to 

elemental sulfur and is precipitated. 

 

2Fe3+ + S2- 2Fe2+ + S 

 

The ferrous ions are later oxidized to ferric ions by reac�on with oxygen in the  atmospheric air. 

 

4Fe2+ + 4 H+ + O2 4Fe3+ + 2H2O 

 

B. PROCESS DESCRIPTION: 

 

The process uses the sparger based gas liquid contact for removal of hydrogen sulphide  from the gas. The liquid and raw gas are injected into the 

scrubber vessel from the  bo�om. The gas coming out of the scrubber, which is free of hydrogen sulfide, is then  scrubbed with water for cleaning 

any minute quan��es of chemical carried over. The  clean gas thus obtained is fit for the end applica�on. The scrubbed solu�on containing  

sulfur is then taken to the re-generator and regenerated with air using an ejector based  air liquid contact process. The regenerated solu�on 

containing sulfur is passed through  filter press for sulfur removal. The clear filtrate is then re-cycled back to the scrubber. 

C. FLOW CHART

 

BIOGAS UPGRADATION SYSTEM 

A membrane-based biogas upgrading system is a technology used to purify and upgrade  raw biogas generated from anaerobic diges�on 

processes, such as those in landfills,  wastewater treatment plants, and agricultural waste facili�es. Biogas primarily consists  of methane 

(CH4) and carbon dioxide (CO2), along with trace amounts of other gases  like hydrogen sulfide (H2S) and water vapor. The goal of biogas 

upgrading is to increase  the methane content while removing impuri�es, resul�ng in a higher-quality gas known  as biomethane. 

Biomethane can then be used as a clean and renewable energy source 

for various applica�ons, including hea�ng, electricity genera�on, and even as a vehicle  fuel. 

Membrane-based systems use semipermeable membranes to selec�vely separate  gases based on their permea�on rates. These 

membranes allow methane to pass  through more easily than CO2 and other impuri�es. Membrane separa�on can be used  to produce 

biomethane with varying purity levels and is suitable for a range of scales. 
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Gas separa�on membranes work on the principle of selec�ve permea�on through a  membrane surface. The driving force for permea�on of 

the gas through the membrane  is the difference between the par�al pressures of the gas on the potentate side (the  interior of the hollow 

fiber) and the permeate side (the exterior of the hollow fibre). The  membranes have the highest selec�vity and provide a superior 

technology for  processing of crude biogas.   

 

 

In a separa�on of Biogas between carbon dioxide and methane, permea�on of carbon  dioxide through the membrane is 

much faster while methane is retained within. The prefiltered and de-sulphurised biogas is compressed to 12 - 16 bar 

pressure for the  separa�on process. The throughput passes through the cooling process, resul�ng free  condensate is 

separated from the raw gas, oil filters and coalescing filters for clean gas. 

 

• The Biogas stream passes through a 2-stage constructed membrane-gas processing  plant and with CH  separated upto 4

96% as per requirements of vehicular fuel (as per  SATAT Scheme  / BIS Norms and Grid injec�on norms. 

 

Benefits of Membrane Systems 
• Low methane slip (loss)  

• High methane yield of up to 99% can be obtained with addi�onal stages / modules,  

which means maximum added value for the operator  

• Highest energy efficiency for upgrading (<0.2 kWel/Nm3 raw biogas, <0.4 kWel/Nm3  

biomethane)  

• No addi�onal ancillary materials or consumables such as water or sorbents (amines,  

glycols) are required, so no emissions into the environment  

• Easily regulated for changes in flow rate or composi�on   

• Following the upgrading process with membranes, the biomethane is already dry and  

sa�sfies the dew-point requirement for feeding into the grid  

• Star�ng and stopping of the plant is possible at short intervals, ensuring high 

flexibility; therefore ideally suited for opera�on of a biomethane filling sta�on at the 

site  

• The simple, easy-to-handle set-up takes up less space in the upgrading plant.   

• The con�nuous separa�on process results in very high energy efficiency.  

Components of upgrada�on unit  

 Par�culars Details 

Container(s) 

Frames 

/ The container(s) / Frame shall be fi�ed with 

- 2 stage Membranes along with heat exchanger and filtra�on  system.  

Biogas compressor with all safety features along with efficient oil

filtra�on system. Working Pressure: 12 to 16 bar 
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Hollow fibre Gas  
Separa�on  
Membrane: 

Two stage membrane module / system for processing is provided. 

Membranes will have opera�onal life of 8-10 years. 

Biogas Compressor 

Refer A�ached Process flow diagram for the scope offered  
(2 Stage membrane system) 
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Upgrada�on technology comparison

Plant automa�on and remote monitoring
The en�re biogas genera�on plant, with all its actuators, and monitoring 
instrumenta�on is controlled by a plant automa�on system with PLC & DCS 
(Programming Logical Controller & Distributed Control System). The biogas 
genera�on plant is opera�ng under standardized condi�ons & by modularized 
designed components with integrated consumers/actuators (as mixers, pumps, 
pneuma�c valves, etc.), monitoring sensors & auto-switches (as temperature 
sensors, pressure sensors, level control, PTC-thermistor switches, PIS-sensors, flow 
meter, CAP-sensors, etc.) as per requirement. An integrated visualiza�on screen 
allows the fast access to all required data Plant will also be equipped with Cloud 
based Remote Monitoring system.

Disadvantages

Requires 150 litres of water per normal meter cube per hour (Nm3) of raw biogas. 
Recirculated systems experience biofouling and require removal of H2S and CO2. 
Introduces oxygen and moisture into gas stream. Electrical demand for pumping 
and cooling. Requires regenera�on of polyethylene glycol with inert gas. 
Saturated solvent requires hazardous material disposal. Some methane losses to 
environment during adsorb cycle. Requires significant energy for compressors. 
Many mechanical components require maintenance. Single stage 88% to 93% 
purity. Energy required to heat gas plus compression. 

ONLINE GAS MONITORING

The en�re biogas genera�on plant, with all its actuators, and monitoring 
instrumenta�on is controlled by a plant automa�on system with PLC & DCS 
(Programming Logical Controller & Distributed Control System). The biogas 
genera�on plant is opera�ng under standardized condi�ons & by modularized 
designed components with integrated consumers/actuators (as mixers, pumps, 
pneuma�c valves, etc.), monitoring sensors & auto-switches (as temperature 
sensors, pressure sensors, level control, PTC-thermistor switches, PIS-sensors, 
flow meter, CAP-sensors, etc.) as per requirement. An integrated visualiza�on 
screen allows the fast access to all required data Plant will also be equipped with 
Cloud based Remote Monitoring system.

METHANE COMPRESSION
Refined biogas gets supplied to the Methane Compression stage. The compressor will be installed forcompressing the purified biogas from 16 
bar to 250 bar pressures and filling into cascades of cylinders.This Methane Compressor is of mul�stage reciproca�ng type, designed for 
upgraded Biogas applica�on.

Compressed Biogas (Bio-CNG / CBG)

Biogas pressure  250 bar

Methane (CH4)  Approx. 96% - 97%

Carbon Dioxide (CO2)  Approx. 2.5 to 3 %

Nitrogen (N2)  Nil

Hydrogen Sulphide(H2S)  <10 ppm

Water vapor  Nil

Oxygen (O2)  Nil

Hydrogen (H2)  Nil

Methanol/Glycerol (CH3OH, C3H8O3)  Absent

Methane Compressor Details

Number of stages  3

Gas handled  Biogas

Capacity (at suc�on condi�ons)  320  585  Nm3/h

Suc�on Pressure  16  17  kg/Cm2 g

Suc�on Temperature  40   °C

Discharge Pressure  251   kg/Cm2 g

Compressor Speed  615 – 1130  Rpm

Piston Stroke  100  Mm

Max. Ambient Temperature  45   °C

Compressor Sha� Power Input  41  81  kW

Recommended Motor Power  90   kW

Tolerance on Specific Power Input +/- 5%

Tolerance on Capacity  +/- 5%
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CBG FILLING STATION

For transfer of compressed Bio-CNG into the Cascade bundle of CNG-Cylinders, 
a Bio-CNG Cascade Filling sta�on is required. Customized for the site 
condi�ons, high-pressure stainless-steel pipes are connec�ng the Compressor 
sta�on with precise manufactured tube face-flange fi�ngs to three individual 
Cascade filling points, which are designed for filling the CNG Cascades. A 
calibrated high pressure CNG Flow Meter is monitoring the gas flow. Individual 
safety valves, filling whips and quickac�on hose couplings with top-hat sealing 
are suppor�ng a safe filling process, up to 255 bar pressure, according to PESO 
approval.

CBG CASCADES
The upgraded and compressed Bio-CNG storage cylinders 
(in cascades) are placed on specially designed trucks and 
brought to a fueling sta�on or at the customer site, where 
it can be distributed into vehicles or used for their 
applica�on in furnaces. The cascades are made up of high 
strength stainless steel which can handle pressure up to 
255 bar. The cascade of capaci�es 500 kg, 400 kg and 100 
kg are used for transporta�on at the customer end. Each 
cascade comprises of 40 cylinders. Each cylinder has a 
volume of 75 liter each, with a capacity of 13 kg / 10 kg at 
250 bar. At customer site, PRS system will be installed 
which again reduces pressure to 1 bar.

MANURE PROCESSING

Windrow compos�ng is the produc�on of compost by piling organic ma�er or 
biodegradable waste, such as animal manure and crop residues, in long rows (windrows). 
This method is suited to producing large volumes of compost. These rows are generally 
turned to improve porosity and oxygen content, mix in or remove moisture, and 
redistribute cooler and ho�er por�ons of the pile. Compos�ng process control parameters 
include the ini�al ra�os of carbon and nitrogen rich materials, the amount of bulking agent 
added to assure air porosity, the pile size, moisture content, and turning frequency. 

Original forming of the windrow will be done out of the already digested material and with 
the help of any available farmyard/agro origin chopped biomass, e.g. Casurina leaves, other 
agri waste. The size of the windrow will depend on the turning equipment. A commonly 
used size in India is 1.25 m in height, a�er preparing the stack, and 2.5 - 3.0 m in width. The 
temperature of the windrows must be measured and logged constantly to determine the 
op�mum �me to turn them for quicker compost produc�on.Turning of the windrows will 
be done with the help of a tractor pulled PTO-pitch propelled Aero Tiller,which will be 
pulled slowly along the windrows, straddling and turning the same, whenever required.

Spreading the digested slurry on the created windrows will be done with a tanker trolley, 
equipped with a pitch driven slurry pump. Same trolley could also be used for farmland 
applica�on, whenever disposable. The frequency of turning depends on the rate of 
decomposi�on, the moisture content and porosity of the materials, the desired 
compos�ng �me, and the weather condi�ons per season. Because the decomposi�on rate 
is greatest at the start of the process, the frequency of turning decreases as the windrow 
ages. Besides the target of ge�ng a ripe and ready compost, the process will also serve the 
evapora�on of water in digestate. Again, depending on par�cular weather condi�ons, the 
ac�ve compos�ng stage may last four to eight weeks. During the rainy season, when the 
applica�on of slurry on the windrows is not possible and also to keep a good stock for those 
days when the farmers demand for liquid Fer�liser increases, digestate Buffer Storage 
Lagoon will serve to store the daily digestate output.

We have two large and modern fully integrated ISO 9001 
cer�fied manufacturing plants located at Behrampur (2.5 
acres) and Bhatgaon (5 acres) in Haryana.

The products manufactured by Mectech cover a wide range 
and our manufacturing procedures are completely in 
accordance with best interna�onal design and specifica�on 
(ASME and EN Standards).

Me�culous care is taken during manufacturing of all 
components to remain within close tolerances. 

Our manufacturing facili�es have the following cer�fica�ons:

ASME "U" Stamping        
Na�onal Board R Stamping             
PED Approval
ISO 9001: 2015
OHSAS 18001: 2007
CCOE 
PED

Manufacturing facili�es 
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Mectech lays a lot of stress on exports of its products and services. The aim is not only to earn foreign exchange for the 
country but also to tap addi�onal markets and remain abreast of the latest process technologies and quality standards. 

Mectech’s prices tend to be very compe��ve on C&F basis, par�cularly in neighboring countries. Proximity to these 
countries also means shorter delivery and shipping cycles. 

Mectech has installa�on in more than 30 countries including :

Exports

Incep�on 
to Comple�on

650+ Projects
executed in
30+ Countries

Most Capable &
Experienced 
Technical Team

Two large & Modern
Fully Integrated 
Manufacturing 
Plants

50Years
of Exper�se 

50
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MECTECH PROCESS ENGINEERS PVT. LTD.
Corporate Office : 

366, Phase-2 Udyog Vihar, Gurugram - 122016, Haryana, India 
+91 - (0124)-4700800 (30 Lines)

www.mectech.co.in  |   info@mectech.co.in  |  sales@mectech.co.in

UAE Office : 
Apartment  # 3401, 139, The Prism Tower, 

9, AL Mustaqbal Street, Buiness Bay, Dubai
mectechuae@mectech.co.in
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