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ABSTRACT

This industrial training report is for Anis Nazihah binti Mat Nor, who will complete a
6-month, 24-week training program before finishing her diploma programs. Beginning
industrial training on February 21, 2022, and lasting through August 4, 2022, at UPM Raflatac

Pasir Gudang, under the supervision of Ms. Eve Ng (Industrial Training Supervisor).

The goal of this program is to finish the required coursework so in order to get the
diploma and receive the university degree. Prior to graduating, the training refers to job
experience that is important for professional development. This report defines the terms
"industrial training" and describes the program's objectives in the first chapter. The objectives
of the industrial training report and the industrial report are described in depth in this section.

The company as well as its departments are described in the second chapter of the report.

The obligations and numerous tasks that were completed each week during the
industrial training activities are summarized in the third chapter. The details of the tasks or
experiences are covered in the following chapter. Students gain valuable testing experience in
terms of label product quality thanks to this training. For instance, testing for curls, printing,
lifting labels, and many others. Last but not least, in order to preserve the quality of the
products, trainees had the chance to learn more about defects and how to identify their root

causcs.
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CHAPTER 1 INTRODUCTION OF INDUSTRIAL TRAINING

1.1 Overview

Industrial Training is a compulsory requirement for students in certain programs at all
levels of higher education in Institutions of Higher Learning (IHL). To increase the level
of graduates able to work, an industrial training program was introduced to strengthen the
competencies required. Industrial Training courses give students learning opportunities in
the world of work to receive practical experience in order to improve the reliability of the

market.

Industrial Training (IT) refers to exposing students to the real-life experiences of the
engineering works and to get them involved in Chemical Engineering projects before
graduation. One of the requirements for the award of Diploma in Chemical Engineering is
that the student must complete at least twenty-four (24) weeks with 12 credit hours of
Industrial Training within semester six (6) or after passing all the courses taken from
semester 1 to semester 5. The technical and non-technical outcomes of the course may be

assessed and evaluated through this industrial training.

1.2 Objective of Industrial Training
The core objective of industrial training (IT) is to provide students with learning
opportunities in the workplace so they can gain real-world experience and increase market
trustworthiness. The industrial training aids in producing chemical engineering technician
graduates with excellent technical skill and soft skill competency when it comes to
preparing the students as engineering technicians. The other goals are:
* Acquiring technical skills
» Acquiring crucial background knowledge

* Improving communication abilities (soft skills)

* Establishing a Contacts Network
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1.3 Industrial Training Placement

1.3.1 Industrial Schedule

Normal Working Hours

Day of Working

Work In

Break Hour

Work Out

10| Page

Table 1.1: Industrial Schedule

Monday - Thursday
» 8 hours 30 minutes

Friday
> 7 hours 30 minutes

5 days a week

8:30 am

Monday - Thursday
» 12:30pm to 1:30pm
» 3:30pm to 4:00pm

Friday
> 12:00pm to 1:00pm
» 3:00pm to 3:30pm

Monday - Thursday
> 6:00pm

Friday
> 5:00pm



1.3.2 Company Supervisor Information

Figure 1.1: Industry Supervisor

Table 1 2: Industry Supervisor Information

INDUSTRY SUPERVISOR INFORMATION

Name: | Eve Ng

Position: | Manager

Department: | Quality Development & Continuous Improvement

Phone No:

Email:
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CHAPTER 2 COMPANY PROFILE

2.1 Company Background

UPM Raflatac is leading in sustainable labelling through their innovative self-adhesive
label materials and services. They offer high-quality paper and film label stock for branding
and promotion, informational labels, and labels with functionality. It means that they help
brands, designers and printers from around the world find labels that bring their packaging
designs to life and drive brand value (Figure 2.3). UPM Raflatac operates a global network of
10 factories, 27 distribution terminals and sales offices. The company employs around 3,000
people around the world and made sales of EUR 1.7 billion (USD 1.9 billion) in 2021. UPM
Raflatac is part of UPM. Figure 2.2 shows UPM Raflatac’s global platform, it is seen that there
are a lot of factories and terminals in certain countries. UPM Raflatac Sdn Bhd (Figure 2.1) is
one of the factories in Asia. This factory was located at Pasir Gudang in Johor where I finished
my 24 weeks of industrial training. It produces self-adhesive label stock and employs

approximately 173 people.
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Figure 2.2: UPM Raflatac’s global platform
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Figure 2.3: High quality paper & film Label stock (products).
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2.2 Company History

It is a story of thousands of people around the world working together to create new
label solutions for brands and businesses, searching out new ways to help them grow.
Company’s story is also the story of one man, a young chemist in Tampere, Finland, who set
the stage for UPM Raflatac’s growth by constantly experimenting with label materials. That
quality - of challenging the status quo with new approaches - is what has fueled their growth
and made them what they are today. In just four decades, they have become one of the world’s

leading manufacturers of pressure-sensitive labels.

The 1970s - Capturing the vision of a young chemist

What if an alternative to solvent-based adhesives existed? asked Juhani Strémberg, a chemist
at Raf. Haarla company. In the early 1970s, Stromberg began running trials with adhesives to find out
whether he could create an alternative to the solvent-based products that were prevalent in the label
industry at the time. Strémberg’s work resulted in the development of the water-based permanent
adhesive RP51 and other revolutionary innovations that raised the company’s profile to visionaries in
the label industry. His work sparked their enthusiasm for sustainable production approaches and
labelling solutions. As part of UPM, the Biofore company, our commitment to sustainability continues

to this day.

1976 - Leveraging our proprietary adhesive technology

In 1976, Raf. Haarla merged with United Paper Mills to form Raflatac. The end of the
decade saw Raflatac produce label stock at an industrial scale and export them to Western
Europe. Thanks to the resources of a major forest industry company, state of the art adhesive
technology and successful business acquisitions, the following decades saw Raflatac grow
rapidly into the position it occupies today - one of the leading manufacturers of paper and film

laminates.

1996 — When Raflatac became part of UPM

In 1996, Raflatac became part of UPM - one of the world’s leading forest industry
companies. UPM leads the forest-based bioindustry into a sustainable, innovation-driven, and
exciting future across six business areas. They create renewable and responsible solutions that

replace fossil-based materials by making the most of residues and side streams.
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Today - Creating labels for the whole world

As UPM Raflatac, they create high-performing, visually compelling label materials that
work towards labelling a smarter future beyond fossils through sustainable and innovative
products and solutions. A truly global player, they are expanding their geographical scope and
investment in new production facilities, growing new, emerging markets such as South

America and Asia

2.3 Vision and Mission

> Vision: “We create a Future Beyond Fossils”
» Mission: Innovating futureproof labelling solutions that bring value to our customers
and brand owners complemented by our world class service and superior end-use

insight.
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2.4 Organization Chart

» Quality Department — UPM Raflatac Sdn Bhd (APAC Factories)

Mika Matila

(General Manager)

!

Eve Ng
(Quality Development & Continuous
Improvement Manager)

!

Shaiful Bahari Lim Joanne | Kai Xin Chow Wan lznifaiznur
(Quality Supervisor) (Quality Engineer) (Customer Quality (Quality Development
Engineer) Specialist)
v v v
Anis Nazihah Augustine Teo Nur Azirah
(Intern) (Senior Quality (Quality Development
Development Specialist} Specialist)

‘, l

l

l

Mohd Adhalzham Darwinah Zaihasra Muhammad Danial
(Lab Assistant) {Lab Assistant) {Lab Assistant)

Figure 2.4: Organization Chart
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2.5 Main Product

The main product of UPM Raflatac is self-adhesive label stock. Figure 2.5 shows the
structure of self-adhesive labels. The top layer is face material and adhesive while the bottom
layer is backing material/liner and silicone. The process involved is the lamination process
where the top layer meets up with the bottom layer. The top layer (face) is where the customer
prints their brand on it. There are many types of face material used in the production such as
coated paper, uncoated paper, clear film, white film and metallize. In UPM Raflatac Sdn Bhd,
only two types of adhesives are available: water-based adhesive and hot melt adhesive. In fact,
hot melt adhesive is stronger than water-based adhesive. These adhesives are self-made by
following UPM Raflatac’s recipe. The purpose of silicone on the backing material is to make

sure the top layer is easily removed.

The products have many sizes and lengths based on customer requirements. They have big
sizes called “Jumbo” (Figure 2.7) and small sizes called “Coil” (Figure 2.6). The maximum
length for 1 Jumbo can reach approximately 15,000m. Mostly, their customers are
from distribution terminals such as Indonesia, Thailand, Vietnam, New Zealand, Australia or
any local company in Malaysia. Customers buy the products to print out any customer’s brand

logo for labelling (Figure 2.3).

Our product: self-adhesive label stock UPM

~ P BIOFORE SEYOND - 105

Figure 2.5: Structure of Label stock
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Figure 2.6: Coil (Label stock)

Figure 2.7: Jumbo (Label stock) at warehouse
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CHAPTER 3 OVERVIEW OF THE TRAINING

3.1 Introduction

During 24 weeks of the training, a variety of jobs are provided by UPM Raflatac
company including case study about ‘Diamond Shape’ creases at outer layer, WIS project,
Printing Test, Valmet Project and Curl Testing. As I was in the Quality Department, it is our
responsibility to maintain the good quality of the customer. However, there are some defects
of the products that were accidentally released. It causes customers to complain to the quality
department and want a refund. Before any refund transaction occurs, we as a quality team need
to investigate by doing some testing to validate the root cause of the defects that customers

received. My duty as an intern will give some support in testing, case study and collecting data.

3.2 Summary of the training and experience gained

Task 1: Case Studv (Diamond Shape — Creasing outer laver)

Based on the data customers complained about in 2021 & 2022, “Diamond shape
creases at outer layer” is the top defect. The Quality (QA) teams still have no idea what the
root cause of this defect is. If there is no action taken, the percentages of the waste will increase
and can cause losses to the company. Case studies about this defect have been conducted to
find the root cause of this defect. There are a lot of questions. Is it because of uneven moisture
inside the product? Or is it because of tight packaging that causes creases at the outer layer?
This will be answered when the case study is conducted. In this case study, my duty is to collect

the data and present it to the quality manager about my findings. Then, they will take action

about this case. p— i —

CLLITS
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Figure 3.1: Diamond shape creases at the outer layer
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Task 2: Collecting Data for Effectiveness WIS

Web Inspection System or also known as (WIS) is a camera system installed at coating
machine (CM1) to help on defect detection. WIS can detect small or large defects for example
creasing, adhesive-miscoating, adhesive lump, curtain open, contamination, insects, torn paper
and many more during the process. However, this WIS system has not yet been accurate, and
a lot of problems have occurred. It is because sometimes WIS can detect the smallest defect
which is not considered defects and we will ignore it. Also, the classifier is still not 100%
accurate, for example the image taken by WIS is actually adhesive-miscoating but WIS
classifies it as a creases defect. Thus, WIS has a lot of problems and must be always monitored
before proceeding to the next project. My duty is to collect the data of the defects found in WIS
and defects found by the operator after salvaging. It is to find the effectiveness of WIS in terms

of types of defects similarity (WIS and after salvaged) and defect’s location.
_ -

Figure 3.2: Web Inspection System

Task 3: Printing Test

The printing test is one of the common tests in this company. The purpose of this test
is to test the product sample’s printability. If the product did not achieve printability required,
the product cannot be acceptable to sell to the customers. Sometimes, we also received
complaints from customers about poor printing. We have to validate that claim by doing some
printing tests. These are some of the root causes of poor printing. For example, adhesive
bubbles, adhesive fisheyes, diamond shape on face material especially for products

metallized. My duty is to do the printing test process using the printing machine.

22|Page



T T

Figure 3.3: Printing machine

Task 4: Valmet Project

Valmet is a new machine installed at coating machine (CM2). It will spray some water
to the products during production to maintain the moisture. Uneven moisture can cause curling
on the products. If the products have less moisture, it will curl to the face but if the products
have more moisture, it will curl to the backing. Curling can cause the sample to be easily
detached and it is not suitable as a label product. The objective of this Valmet project is to
evaluate the effectiveness of the Valmet machine. During this project, there are 30 trial Jumbo
with different speeds. My duty in this project is collecting data of moisture (before and after

the oven) by weighting the samples and observing the level of curl (CD Curl and MD Curl).

Figure 3.4: Valmet machine Figure 3.5: Valmet system
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Task 5: Curl Testing After Aging

The objective of this curling test is to find the level of curl after pressing under 1 kg
weight. The samples used for this test are all complained by the customers. So, we need to
validate whether it is our side’s fault or not. Also, we need to observe the curl direction which
is curl to face or backing material. My duty is to perform the curl testing and submit the report

before and after chamber to the manager.

|
| EF“* .

&

Figure 3.6: Curl testing

Task 6: Label lifting Test

The purpose of this test is to validate whether the product complained by a customer
has problems with label lifting or not. The root cause of label lifting might be low coat weight,
wrong adhesive mixed (recipe), pressure applied during label dispensing and bottle surface
contamination. The testing will be conducted by using an engine oil bottle as it is the
customer’s main product. As it is for engine oil bottles, hot melt adhesive is more suitable and
stronger than water-based adhesive. Thus, my duty is to perform this testing for samples

complained by the customers.

Figure 3.7: Label lifting test
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Task 7: Indirect duties

Indirect tasks like photocopying, printing, laminating, delivering samples using DHL
Express, FTIR analysis, Check diamond shape on samples using light microscope, cut samples
into A4 size, update the latest MSDS, key in data for Longterm measurements, quality check
for samples complained by customers, do filing for TCS claim and quality defect samples and

creating Rafmove Boards were also completed throughout training.

The details of the task will be explained in Chapter 4

3.2.1 Weekly Activity

» Week 1: Briefing with Industry Supervisor about quality introduction & defects

training.

> Week 2: WIS Training with Quality Engineer, Monitoring WIS & Learned how to
change QA Status for defective jumbo by WIS.

> Week 3: Label lifting testing and collecting data for WIS.
» Week 4: Label lifting testing, Online training WIS by Trainer from China.

» Week 5: Design for Rafmove board for finishing department and update the latest
MSDS.

» Week 6: Starting case study for “Diamond Shape Creases”, collecting sample after
salvaged (WIS).

> Week 7: Design for Rafmove board for coating department, update MSDS master list

in excel file, learned how to use FTIR for analysis.
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> Week 8: Label lifting testing for product code FCG/RP37/GZI, monitoring WIS for
defective jumbo and collecting sample after salvaged (WIS).

> Week 9: WIS Training by Supplier ISRA from Germany and do summary WIS and

pareto chart for the findings.

» Week 10: Update the latest MSDS document in each of department, WIS Training by

Supplier ISRA from Germany, Key in data Longterm measurements.

» Week 11: Unpaid leave (Hari Raya Aidilfitri).

> Week 12: Monitoring WIS, change QA Status for defective jumbo by WIS, collecting
sample after salvaged (WIS).

» Week 13: Monitoring WIS, change QA Status for defective jumbo by WIS and
collecting sample after salvaged (WIS).

» Week 14: Key in data for 2Q Car (waste), learned the procedure of printing test and
Valmet project (testing).

» Week 15: Printing test, prepare 13 set of samples for delivery using courier DHL

Express and monitoring WIS.

» Week 16: Do Summary WIS, collecting sample after salvaged (WIS) and printing test.

» Week 17: Key in data for 2Q car (waste) key in data for Longterm measurements and

curl testing.

» Week 18: Data analysis for Terminal IR (2022), do FTIR analysis, Change QA status
for defective jumbo by WIS.

» Week 19: Printing Test, Data analysis for effectiveness monitoring MA IR, Terminal
IR & 2Q and sizing testing.
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> Week 20: Curl testing, key in data for Longterm measurements, quality check for

samples AV claim, do filing for TCS Claim and do FTIR analysis.

> Week 21: Do testing for curling after ageing, update file for “Quality Defect Sample”,

do filing for TCS Claim and arrange document for calibration report for audit.

» Week 22: Printing Test, adhesive cloudy testing, tidy up the locker, curt test inside and

outside lab environment, do data analysis for ‘Diamond Shape’ and do filing for TCS

Claim.

» Week 23: Clean the adhesive using Methyl isobutyl ketone, Observed ‘Diamond
Shape” on sample metallized which cause poor printing, check thickness face only and

total all, printing test and do filing for TCS Claim.
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CHAPTER 4 DETAILS OF EXPERIENCES

4.1 Introduction

There are a lot of experiences I have gained since starting my internship in UPM
Raflatac. I have chosen the top 5 experiences I gained to explain more here. For case study of
‘Diamond shape creases’ at outer layer, I have to improve my communication skills as I need
to interview the operator how they manage to pack the Jumbo and also how long they usually
pack after the production has been done. This is to get the data for the moisture inside the jumbo
and the thickness of packaging. Next, for the effectiveness of WIS, I need to monitor the WIS
system to find the defective jumbo and change the quality (QA) to on hold. This is to ensure
the defective jumbo needs to be salvaged first. Also, I need to collect samples after they are
salvaged for the effectiveness data. Moreover, I learned how to use a printing test using a
printing machine and I will explain the procedure. Moreover, I have contributed myself to the
Valmet Project. My contribution to this project is to perform the moisture test which weighs
the sample before and after the oven. Lastly, is curl testing. I have performed the testing and

will explain the procedure in this chapter.
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4.2 Details of the training and experience gained

4.2.1 Case Study ‘Diamond Shape’ Creases at outer layer

In this case study is about one defect which has not yet unsolved. The purpose of this
case study is to find the root cause of this defect “Diamond shape Crease” which mostly exists
at the outer layer of jumbo. There are two potential root causes which are uneven moisture
inside the jumbo and the packaging of jumbo is too tight. Below is the process I performed to

complete this task.

¢ Observed packaging settings.

Preparation of
questions to ask the
operators.

Interview the operators
how they manage to
pack the jumbo.

Present the findings
to the manager.

Observing & Collecting
data (setting used to pack
each of jumbo)

Create an excel file for
all the data findings.

Figure 4.1: Case study process 1
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¢ The time taken for jumbo to be pack.

Preparation of table
for collecting data.

Observing where the

Present the findings product will be placed
to the manager. to pack after the
process finished.

Start aim each of the

Create an excel file for jumbo and collect data
all the data findings. for time taken to be
packed.

Figure 4.2: Case study process 2

Based on findings, operators used different settings for packing for each of the jumbo.
Which means they do not follow the Standard operating procedure (SOP) provided. Also, they
did not pack the jumbo very well. For example, jumbo for export need to use edge protector
top and bottom but they did not install it. Moreover, the time it takes for jumbo to be packed is
not what we expected. It should be 1 hour and above to ensure the moisture is in control (not
wet). From my findings, the jumbo is packed within 15 minutes after the process is finished.
So, the jumbo is still wet. Thus, these findings can be the potential root causes for this defect

“Diamond shape Creases” at the outer layer.

Figure 4.3: Observing & Interviewing operators
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Figure 4.4: Packing Settings Parameter
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Figure 4.6: Data for settings parameter (Packing)

No. v IdReels - Product Orderi~: ProduceTime!v| PackingTime!~! PackWithiniv| Edge Protector Film Speed
1| 241220329033 | HP My 3:53 PM 5:42 PM 1 hr 49 min BT
2 241220330025 BLH TH 10:33 AM 10:50 AM 17 min Ma a6 Hz
3 241220330026 BLH TH 10:51 AM 11:06 AM 15 min No 36 Hz
4 2431220330029 FZi TH 11:54 AM 1:30 PM 1 hr 36 min No 36 Hz
5 241220330035 HS3 VN 1:55 PM 2:34 PM 39 min No 35Hz
6 241220330036 HS) VN 2:14 PM 2:45 PV 31 min Yes 35 Hz
7 | 241220331030 | iHP My 10:00 AM 10:55 AM 55 min No 35Hz
8 | 241220331032 IFU NZ 12:02 PM | 12:20 PM 18 min Yes 35Hz
9 | 241220331033 |  IFU NZ 12:12PM | 12:34PM 22 min No 35 Hz
10 | 241220331037 | H5J Al 2:16 PM 3:39 PM 1 hr 23 min No 27 Hz
11 241220331040 HSJ AU 4:39 PM 4:51 PM 12 min No 27H:
Eksport local - Goodjumbo [-!  NotGood |-
Edge Protector Yes No Yes No 4
1.5m & above 32-36 Hr
im 25-30H:
]
Thickness fitm 0.023 mm  $.022mm E
23um 22um
Figure 4.5: Data for time taken to be packed
Reel iD |~| 241220329027 -| 241220329033 -| 241220330025 -| 24122033002€ -| 860400399353 - | 860300389928 -| 860400399438 - |
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Edge Protector No No No Yes Yes Yes
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Up Speed 50 Hz 50 Hz | 40 Hz S0 Hz 50 Hz 50 Hz
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Roller Speed | 40 Hz | 40 Hz 40 Hz | 40 Hz 40 Hz | 40 Hz
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Auto ejection o 0 1] Y] 4] 0 [}
Film detection o] [o] 4] o [§] o] g
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4.2.2 Effectiveness WIS

During 24 weeks of industrial training, I was given a task to find the effectiveness of a
Web Inspection System (WIS). This task gives me the opportunity to learn the types of defects
that might exist. First of all, I need to monitor WIS to find the defective jumbo daily. There are

a lot of defects obtained in WIS. For example:

e Creasing in WIS:
. Y Number: 1036
|Class: Cresses
MU Pos {m]: 407
CD-Pas [mm]: 1388
iLenyth 94.83
‘Widih: 24.217
{faea: 102.989
Bank Hewind Back
tanes: 033400

e Adhesive-miscoating in WIS
¢ ] Number: 476
iClass: Adhesive in
MO Pos |- 1780
ICD-Pas jmm}: 717
sLengil 53.094
Width: 12.975
frea 41,174
Bank Ater eyer 1
fanesi3 ]

¢ Insects Contamination in WIS

] Mo ]
Clasg im
MDPosfr
D Fos |
llength: ¥,
Width: 15
Ay BB
Back Fay
‘Lmnﬂ:
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| Class: Creases
IMD-Pos [in]: 1836
CD-Pos Imm]: 868
Length: 96.411
Iwigin; 56.170
Area: 104,307
Bank Hewind Hack
;l anes: 490 4

1Clas s Adhesive n
{MU Pos {m|: 2545
$C0-Pog {mmj: 50
;Lengm: £8.440
I\idth: 5,620
Hhoes: 125.038
Bank After Dryer i
itanes: 4 4

L Nuinber: 4
LClase Las
MD-Pos

(LD Pos [n
TLengtk: 11
Widty 10,
Aty 439
Bankfan
Lanes: 1



After monitoring the WIS and finding the defective jumbo, I need to change the Quality
(QA) status of the defective jumbo to “on hold” in the Raflow system. So, the operator will
take note and do the salvage for these defective jumbos. To find the effectiveness of WIS, 1
collected the samples after they had done the salvage and compared the defects and also the
location in the WIS system and the actual. So, the accuracy of WIS will be evaluated whether
WIS is correct or not. Moreover, I need to do the summary of WIS in an excel file monthly and

submit the data to a quality engineer who is in charge of the WIS system.

MA S ree!  Menged verson { sdit et ) im @ x
Machine: MATDR User: V799967 Dper,: 799867 Clase
[T Guohay cinus of rael, N - Nl trxiod, Pi » Puesud, DK, 7 = Retnaned frim ki, H = Hoi,
Pariy usea,

Aeel1D; 21220505003 M« Sl msmsat hokd Iram Gatow, P s Pansy 3G » Smcond qualrty, DY = Surt up cok,
B+ Rject, waste

Seteetion: OA Status

Seiected caxe trapaion M Sype it LU -2

Prodoct (EANR: 881578 BI288802 Ral. Code: FLIIRPCSIGZD . Farrn: LAM "
: ;5291524 6101 stoenee: PT. UPM BAFLATAL (NDONESI1A o e
P Onden P e Custonn e i 247022507 70409
CINg Wadth: g Prod. Mach: MAIC) 096220307010 -
Length; 8638 AL Stock: TeM:
P picers: 1 Loplcal Stork;
ces: oplcal Stork; . Pallet 10:
ains: Manutacture ML Conpub zt: T Greated o ont
ailainiscgt | ] Stoning type: Dest Dev: Mat] prog: 2022.08_05 8D:58:16
Face tnfout: s im) Wb Pos: @ Aatival Hue; 2872 0665 QD:5B:47
Core: Trioh Operator; DEY.MAN
100: # = . QMS Mag.
Location: 623 V. el
Fagh reason: Cost. 0g.:

. c""m"-m:_:]
Hal

W e 10 chunpeichoose I Forcena choone Canchenge tunclamed) B icomative deta ) I
':F'—"Nhitlnldrﬁumn . Repriat Cabel V™™ Update Reel
i been made B

Figure 4.7: Raflow system
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Figure 4.8: Summary WIS

» Collecting sample after they salvaged and compare to the WIS system.
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Table 4.1: Defects WIS & Actual Defects

Defects in WIS system

Actual defects

Adhesive — miscoating

Class: ‘
MD-Po ,
CD'PD:
Length
Width:
Area: 1
Bank £v

Insects Contamination

LY Number: 79105
}Clszx: Large Conla
MD Pos [m]; 4352
(D-Paos jmmi: 898
Lengthy 12.500
\Width: 16.417
- Arew. 76.645
Bank Hewind Face
lanes 3303

Join

Class! Large Conta
W0 -Pos fm|: 474
CN-Pas jmm}: 0
Lenjih; 446,691
Width: 1508.641
dres: 160230.078
Bank Hewind Back
banns: 1224

Join
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4.2.3 Printing Test

At first, En Shaiful taught and guided me on how to use the printing machine from start-
up until shut down procedure. After I mastered the printing procedure, they let me do the

printing test during 24 weeks of my industrial training. So here is the procedure of the printing

test.

Start-up Procedure

1.

Switch on the printing machine.
o J . -
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3. Push the green button (Reset) and change the black button from Single to Multi/UV

Testing Procedure

1. Cut on marking sample into square. (Use glove, knife, square metal and board) and
label it with a pen.
2. Put double side tape on the roller.

-
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7. Push the green button on both sides simultaneously until the roller done turning.

.

Shut Down Procedure

1. Switch off the black button from Multi/UV to single.
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2. Wait unti] the machine cool down. (Red light turned off- UV lamp off)

3. Clean the ink roller and all the messy thing. (Becarefull with the knife -ink roller)

» Samples Testing:
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4.2.4 Valmet Project

In this project, they have run 30 trials of jumbo with 5 different machine line speeds
which are 100m/min, 150m/min, 175m/min, 200m/min & 250m/min. My contribution on this

project is to collect data for the moisture of the trial product.

1. First of all, I need to cut the trial sample in the shape circle as shown below and make

sure to label it.

15¢cm

000 00

05 Ds 0s DS

15¢cm

0006690

2. After cutting, weigh each of the samples by using a weighing scale.

-

'
i |

- % 0.1523 o}

A : )
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3. Next, put all the samples into the oven at temperature 50°C for 1 hour.

4. Take out the samples from the oven and weigh each of the samples by using a weighing

scale.

5. Collect the data and create an excel file for the moisture data by subtracting the value

weight of the sample before the oven with the value weight of the sample after the oven.
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4.2.5 Curl Testing

No Pressed under 1 kg weight

Retrieve the A4 samples required from the retained sample room.

Cut the samples (O, M, D) into square shapes - 10cm x 10cm using a blade. Make sure

to wear gloves.

3. Open the face material from the backing material and hang it on the rack at the quality
control room at temperature 21°C.

4. Observed the curl level and took a photo.

Create an excel file for the findings report.

6. Email to the manager.

N —

i

Pressed under 1 kg weight

1. Retrieve the A4 samples required from the retained sample room.
2. Cut all the samples (O, M, D) into square shapes - 10cm x 10cm using a blade. Make
sure to wear gloves.

-

3. Put all these samples under 1 kg weight together into a chamber and set at 50°C & 75%
humidity for 24 hours.
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4. After 24 hours, take all the samples out and keep at the lab environment for 30 mins

5. Next hang all the samples on the rack to observe the curl level -take photo
6. After 24 hours, take another photo for the curl level

7. Create an excel file for the findings report.

8. Email to the manager.

» Findings:

.-
e
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4.2.6 Label Lifting Test

7. Observe whether the
sample has been lifted
or not. Repeat the
procedure for
temperature

45°C, 50°C & 55°C.

1. Take out the engine
oil bottle and clean the
surface of the bottle
with Methyl Isobutyl
Ketone (MIBK) to
remove the leftovers
adhesive.

6. After 1 hour, take out
the bottle from the oven
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5. After 24 hours, put
the bottles into the
oven at temperature
40°C for 1 hour.

4. Paste the samples
carefully on the
surface of the bottles
and wait for 24 hours.

2. Retrieve A4 samples
based on reel id required
from retained sample
room.

3. Cut the A4 samples
according to the shape
of the bottles.



4.3 Problem encountered and approach adopted for solving problems

During my internship, there were a few problems. One of the problems is the operator
did not follow the order. My project is to determine the effectiveness of WIS. So, I need to
determine the accuracy of location defects in WIS and the actual location. I order the operator
to mention or write the defect length at which they found. Unfortunately, they did not do it and
it caused me to collect no data. I complained to the manager and team leader to at least give
advice to them. Maybe because I am just an intern and do not have the power to order them.
After this case, they finally write the actual length on the defects they found and I have

completed my task.

Moreover, I have been given a task to update the latest MSDS. The problem is it is hard
to find the latest MSDS on the internet for certain chemicals. Sometimes it is not available and
we have to email the supplier to request for the MSDS. Unfortunately, it takes a long time to
reply after the due date of my task. There was a time when I found the MSDS but the issue date
was longer than the MSDS I have and was absolutely rejected. In order to complete this task, 1

only focus on the main chemical and update the latest MSDS which is available on the internet.
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4.4 Professional and ethical issues

Professional and ethical issue is very important for the internship programs. This is because the
professionality and ethicality of the workplaces is the most priority. Some ethical issues, for example
toxic workplace, discrimination and harassment, unrealistic goals, and etc did only destroy the
environment of the workplace. It also clashes with the company vision and mission. In UPM Raflatac,
I was learned about professionality, where I needed to submit my report according to the time given by

my supervisor. I also learn about the punctuality in setting my task given and multitasking it.

The environment for my department is very delightful, all the workers under my department
were very kind in helping me go through all the problems related. They also respected me as the trainee
and do not stop me from learning new things. The discrimination and harassment issue also did not
happen during my internship period cause all of them respect me as newbie and as a girl. During my
internship period, I also did not play phone and if some workers are gossiping, I did not follow them
because I follow the do’s and don’ts rules in the office. UPM also set the realistic goals where they want
to be the world class labelling and services where there is no side work rather than their only goals. It

shows that UPM have put their trust in their product by giving the fulfil energy and responsibility.

Ly 5 -

Figure 4.9: Safety walk
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4.5 Health and environmental issues

For the health and environmental issues, the company have made special meeting for the
internships to be more aware about the safety and health issue inside and outside the factory. The simple
risk assessment (SRA) meeting was made to aware the internships about the risk that can happen inside
the factory. For example, when we needed to enter the warehouse, the company ask us to wear Personal
Protective Equipment (PPE), for example googles, boots and we also needed to only follow the road
that have been indicated only. This is because, if we carelessly did not follow the path that they make,
the incident can happen for example hit by forklift trucks or maybe the worst-case scenario can get
major injury. By identifying the hazard that can be happen inside the factory, we can avoid this hazard

and ask for the superior to report them, so that there is less incident can happen during the work time.

For the sustainability aspects, UPM Raflatac targeted to decrease the wastewater. This is
because the wastewater can give negative impacts toward the environment, and the cost of water
disposal will be rising towards time so it will give bad impacts toward environmental issue. Therefore,
our company targeted by the end of 2030, UPM will decrease the usage of wastewater to maintain the
quality of environmental. UPM made machine modifications that optimize adhesive use and minimize
water flushing requirements so that they can reduce water use for grade changes. Based on the UPM
Raflatac environmental policies, they want to protect the environment through pollution prevention,
improve the environmental management system and environmental performance using continual
improvement processes, and share best practices between facilities. Based on the UPM 2030
Responsibility Targets, the UPM Raflatac management team will set environmental objectives for the
company with focus on for example understanding the environmental impacts of our activities,
products, and services from a life cycle perspective, maintaining a responsible sourcing framework and

many more.

e
B

. —— .
What is Risk Assosaiisnt™
Agn it Ristho? Hazard & Rixk

o m .. . . 2 -

R S [ 3% - -

Figure 4. 10: Tool Box Talk - Risk Assessment Figure 4.11: Tool Box Talk - Hazard
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CHAPTER 5
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CHAPTER S CONCLUSIONS

5.1 Conclusion

It can be concluded that for one semester this year during my internship in the company,
there is a lot of new things that I learn about. Mostly how to handle some cases or problems,
either regarding from the superior or customer. A lot of useful experience, knowledge, and
exposure I gain through this internship program after exposed to the real-world forms of work.
Therefore, it has indirectly disciplined the me as an employee and exposed to the organizational

structure of departments and firms.

But most importantly, this internship programs give me the opportunity to expand and
develop in many different aspects such as communications with others. In quality department,
[ have learn about Web Inspection System(WIS), Valmet Project, Label Lifting Test, Curling
Test and many more, All of this works help me to understand more about how to maximize the
quality of our product and also help in solving the cases if our product did not good enough, In
the quality department, I learn that maintaining the quality of product is very important before

giving them to the customer.

During the internship, many things that opens my eyes in terms of the environment,
learning and socializing with colleagues. This internship programmes increases my tolerance
with the workers. I also learned a lot from the different task that have been working with during
the internship that teach me about the multi-tasking skill. Each tasks have different education
and that made it interesting during this internship and it was beneficial for me to learn about. I
would like thanks to UPM Raflatac Sdn Bhd for all the help that has been given to me as trainee

during this internship programmes.
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5.2 Suggestion and Recommendations

1. Recommendation for Internship Company

Company can provide a new or latest technology for WIS machine to increase quality
for the production. This is because the function of WIS is to inspect the production if there is
any substance that stick in the jumbo. Therefore, by giving the latest technology of WIS, the
less manpower that should be needed in order to maintain the quality of the product. Another
recommendation, UPM should take more workers to increase the production rate so that the

demands from the customers can be fulfilled.

2. Recommendation for University

Internship is a very good way for the students to find their appropriate skills and fully
utilize it to gain more experience to increase the skill levels and it will benefit themselves.
Furthermore, through industrial training, student will be forced to do something new, and to be
positive in whatever they are doing, this can be found by utilizing their communications skills.
University can help recommend the good internship program to their student, so that the student
can know how the industrial works. It will help student to be more understand about their

faculty and show that knowledge without practice is also not good.
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APPENDIX

» Rafmove Board for Finishing & Coating Department.
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» Do filing for TCS Claim & UPM teams with visitor from Vietnam, Thailand
& Indonesia.
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» Check Diamond shape on samples using Light Microscope — Cause poor
printing.
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