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Report on 

Industrial Visit to Bell Pharmaceuticals & Cosmetics Pvt. Ltd., Karkapatla, Telangana - 

Date: 25th Jan 2025 

14 M.Pharmacy I semester  RA & QA Students &4 faculty members. 

1. A. Hannah Harshitha 

2. B. Jyothsna 

3. E. Ashwitha 

4. G. Shivani 

5. G. Annie Voilet 

6. M. Vathsalya 

7. P. Bhargavi 

8. S. Sai Sree 

9. S. Moiza 

10. V. Sravani 

11. S. Yashthika 

12. Y. Manjula Devi 

13. D.Likitha 

14. G.Niharika 

15. Dr.M.Swetha 

16. Dr.Ravi kumar 

17. Dr.S.Rohini Reddy 

18. Mr.K.Sandeep 

An industrial visit to Bell Pharmaceuticals & Cosmetics Pvt. Ltd,Karkapatla Rd, Telangana 

was organized for the students of Regulatory Affairs specialization on the 25th of January 

2025. The visit aimed to provide students with practical insights into the operations within a 

pharmaceutical and cosmetics manufacturing facility, highlighting the application of 

theoretical knowledge in real-world industry practices. 
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Bell Pharmaceuticals & Cosmetics Pvt. Ltd. is a leading pharmaceutical and cosmetics 

company based in Telangana, India. Established in 2018 by Mr. G. Anil Kumar, Dr. K. 

Someshwar, and Dr. Vijay Kumar Venishetty, the company is dedicated to manufacturing and 

supplying a wide range of high-quality products, including oral liquids, derma products, solid 

orals, and latex products. Bell Pharmaceuticals aims to provide effective, innovative 

healthcare solutions by leveraging advanced technology and adhering to stringent quality 

standards. 

Focused on continuous improvement and customer satisfaction, Bell Pharmaceuticals 

integrates cutting-edge manufacturing processes with a highly skilled workforce to deliver 

exceptional products. By maintaining a client-centric approach, the company seeks to 

enhance healthcare management and offer reliable products that meet the evolving needs of 

the pharmaceutical and cosmetic industries. 

Bell Pharmaceuticals offers a diverse range of products and services, including: 

 Oral Liquids (Suspensions, Solutions, Emulsions, Syrups) 

 Derma Products (Ointments, Creams, Lotions) 

 Solid Orals (Tablets, Capsules, Mouth Dissolving Strips) 

 Latex Products (Condoms, Hand Gloves) 

Facilities 

 Bell Pharmaceuticals is equipped with a modern manufacturing facility, located in 

Karkapatla, Telangana, and follows cGMP guidelines to maintain the highest 

standards in production. The facility includes: 

 A 10,000 sq. ft. manufacturing unit designed to handle large-scale production. 

 Separate air handling units (AHUs) dedicated to liquid and semi-solid manufacturing 

areas to avoid contamination. 

 A high-capacity, cGMP-compliant purified water system with UV and reverse 

osmosis technology. 

 Advanced testing instruments, such as UV spectrophotometers and high-performance 

liquid chromatography (HPLC), to ensure rigorous quality control. 

During the visit to Bell Pharmaceuticals & Cosmetics Pvt. Ltd., students from the Regulatory 

Affairs Department had the opportunity to observe and understand how the company 
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maintains a rigorous system of documentation to ensure compliance with regulatory 

standards. The company’s systematic approach to documentation is integral to the smooth 

functioning of its operations, ensuring that every product manufactured adheres to both 

national and international regulatory guidelines.  

Here’s a detailed breakdown of what we observed: 

 Facility Layout and Efficiency: 

The students were introduced to the facility layout, which is optimized for production 

efficiency while ensuring strict quality control measures are in place at every stage of 

manufacturing. This includes areas dedicated to liquid oral manufacturing, semi-solid 

products (creams and ointments), and solid oral dosage forms (tablets and capsules). 

 During the facility tour, we observed that Bell Pharmaceuticals maintains 

comprehensive documentation throughout the manufacturing process to ensure 

traceability and regulatory compliance. Detailed batch records capture raw material 

details, manufacturing steps, in-process checks, and final product specifications. Raw 

materials are stored under optimal conditions, with Certificates of Analysis (COA) 

verifying their compliance before use. The final packaging process is thoroughly 

documented, ensuring correct labelling and adherence to quality standards. Advanced 

equipment like HPLC and UV spectrophotometers is used for rigorous testing, while 

the Quality Assurance team systematically records and stores test results to maintain 

product quality and meet regulatory requirements. 

Raw Materials Intake and Storage: Students observed how raw materials are carefully 

received and stored under controlled conditions to preserve their quality. Proper 

documentation, including certificates of analysis (COA), ensures the materials meet required 

specifications before being used in production. 

Interaction of Regulatory Affairs head Mr.Priyanka   

Students had an insightful interaction with Mr. Priyanka, the Head of Regulatory Affairs, who 

shared valuable knowledge on regulatory compliance, documentation standards, and the 

approval process for pharmaceutical products. His guidance highlighted the critical role of 

regulatory affairs in ensuring product safety and quality. 

The tour concluded with a visit to the archives, where all essential documentation related to 

the clinical trials and manufacturing processes is securely stored. 
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Interactive Insights During the Visit to Bell Pharmaceuticals & Cosmetics Pvt. Ltd. 

The industrial visit to Bell Pharmaceuticals proved to be an invaluable educational experience 

for the students. It bridged the gap between theoretical knowledge gained in the classroom 

and real-world application, offering them hands-on exposure to cutting-edge manufacturing 

technologies, strict quality control measures, and the complexities of adhering to regulatory 

requirements. 

The students walked away from the visit with a profound appreciation for the significance of 

quality control, product testing, and compliance in pharmaceutical manufacturing. They 

gained in-depth knowledge of the manufacturing processes for oral liquids, semi-solids, and 

solid dosage forms, along with insights into regulatory documentation, audit procedures, and 

the importance of maintaining rigorous standards in the industry. 

During the site visit, students had the opportunity to engage in insightful discussions with 

Bell Pharmaceuticals' staff. Their questions regarding the challenges of maintaining 

regulatory compliance, ensuring product safety, and managing quality assurance processes 

were addressed comprehensively. This open exchange of ideas further enriched the students’ 

understanding of the pharmaceutical manufacturing landscape. 

This immersive exposure to the day-to-day operations of a leading pharmaceutical company 

significantly enhanced the students' academic knowledge. The visit inspired them to consider 

the vast scope of careers in the pharmaceutical industry, particularly in regulatory affairs, 

quality control, and research and development, and reinforced the importance of these roles 

in driving healthcare innovation. 
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