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ABSTRACT 

 
This industrial training report of Muhammad Fakhrul Izzuan Bin Md Fakrullah to undergo 

an industrial training for duration of 3 months which consist of 12 weeks. Starting industrial 

training on 24th July 2022 until 14th October 2022 at AK Dynamic Manufacturing Sdn. Bhd which 

guided by Encik Tg Zainal Abidin Tg.Mahmood. 

The purpose of this program is to fulfill the course in order to complete the degree as well 

as graduate from the college or university. The training refers to work experience that is relevant 

to professional development prior to graduate. In first chapter this report is defining the term of 

industrial training and description on industrial training objectives. This part explains the details 

of objectives of industrial training report and industrial report. In second chapter of report is 

overview of the company and departments. 

The next chapter describes the summary of the duties and various tasks in weekly of 

industrial training activities that carried out. The next chapter was about the technical report and 

types of machines and how the process work. This training gives students a good experience in 

how working environment can create the potential for students to better quality in the field they 

want to operate in the present. Last but not least, trainee got opportunities to learn more about 

management and marketing. 
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CHAPTER 1: 

INTRODUCTION 

 

 
1.1 INTRODUCTION 

 

 
Industrial training is a key component of learning at University Technology Malaysia 

(UTM). Students are required to pass industrial training before they are certified for certificate 

award or in degree. Students will be placed in government departments or private firms to expose 

them to real employment environments and differ from the atmosphere in the study place. Students 

can apply the knowledge and skills acquired during their studies during the industrial training 

period as well as learning new things. 

 
Each student is required to find their own training ground by sending an application letter 

to the company or the desired firm. The company or firm must have something to do with the 

courses taken. If students fail to obtain a place for industrial training placement, they should meet 

with lecturers who conduct industrial training or Industrial Relations and Training Units to obtain 

information about companies or firms offering industrial training ground. While undergoing 

industrial training, students are still bound by UTM rules for which they must demonstrate 

discipline such as a UTM student. In addition, students must follow the regulations set by the 

company or firm. Students must also perform and complete the tasks entrusted by the company to 

them. Work carried out every working day must be recorded in the daily report book as a guide to 

writing the final report. 
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1.2 OBJECTIVE 

 

1.2.1 Objective of industrial training 

 
Industrial training is a major component of the extra-curricular learning in degree. The 

students are required to pass before the industrial training is recommend for award in degree at 

any university. The students will be placed in government department or private companies for 12 

weeks to expose them to real work environment and different from the atmosphere at university. 

Often student will be faced with many challenges and problems that have not been 

confronted. The main purpose of this training was to expose students to the real working 

environment when students out of university later. 

Students also have the opportunity to use all the knowledge and theories related to course 

taken while at the university and provide opportunities for students to use the fruit of a creative 

mind for the good of the firm and indirectly for their own benefit as well. Thus, there has been this 

experience, maybe can help students to study in the following semester and a real working 

environment. Students can also be exposed to ways to communicate well, expanding relationship 

between partners of the workplace and the people around, foster teamwork and good relationship 

with industrial workers where this at once can cause a sense responsible to a trust (work) and 

balance as well as from all aspect. 

In addition, following the Industrial Training, students can improve their own weaknesses 

to improve and think more rationally in the handle that had been given by the employer. During 

industrial training, students can assess their ability to work from employers. The students 

themselves can infuse the spirit of productivity to the challenges and obstacles that lie ahead. 

Hopefully with the Industrial Training which is able to run to enhance the knowledge of 

students to enable them to contribute more effectively towards national development in the future 

and also to get a job that suits them according to the skills they have learned. 
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In conclusion, the objective of the training period is to: 

 
a) To expose students to the real working environment. 

 
b) Let us students see the connection between theoretical learning with practical work. 

 
c) Adopt and comply with safety regulations in the industry. 

 
d) Establish and strengthen confidence in the performance of duties. 

 
e) Instill teamwork and good relationships with other employees. 

 
f) Ability to assess themselves to prepare for the working world after graduation. 

 
g) Raise awareness and increase student interest in the subject selected. 

 
h) Uplifting honest, trustworthy, dedicated and responsible for the tasks assign 



- 4 -  

 

1.2.2 Objective of industrial training report 

Industry reports are the result of experience of students making industrial training at 

companies or firms that they have assigned. It is also a report of daily activities performed during 

the training period while in the company or firm. Meanwhile, the scope of industrial reporting 

focuses on practicality and then adapted in the form of reports through experiences gained 

throughout the training period. 

It is especially useful for every student to be used as a source of reference in the future. 

This report will also be a testament to the institute that these students have completed industrial 

training and are also eligible to receive degree and graduate in the fields taken. 

This report can also be used as a reference material to students as well as to those who 

require it as guidelines or as a source of reference. It is also one of the conditions to pursue studies 

at the institute as it has already been enshrined as proof that this student has completed industrial 

training. 

Upon completion of the industry, each student is required to prepare a final report on 

industrial training to be submitted to the institute. This industry training report is an important 

report because it: 

• As a proof of activities carried out throughout industrial training. 

• As a proof to that the students have attended industrial training. 

 
Good and quality reports can be used in career interviews to be conducted by students who 

have successfully called graduates. An outstanding job does not give meaning if it cannot be 

reported in a good report. Therefore, writing a final report should be given special attention from 

students. Before starting an industry training report, a student must understand the standards that 

have been set to ensure good and quality reports can be prepared by the students. 

 
The most important factor through this Industry Report is to enable students to formulate 

their experience through the experiences that have been gained during the industrial training period 

which will be adapted in the form of writing i.e. reports at the end of industrial training 

implemented. 
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The report must be written and must also follow the prescribed steps based on the 

information obtained as follows: 

• Sentences that are easy to understand 

• Good content 

• Reporting content in a predetermined order 

 

In this reporting book, it records whatever I have learned throughout the period of industrial 

training that has been conducted. This report contains diagrams, schedules etc. which will be 

included in the report. Hopefully, every reader will be able to understand more clearly with what 

is presented in this report. 
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1.2.3 The importance of industrial training 

 

Industrial Training must be lived by all students in public higher education institutions or 

Private as a prerequisite for qualifying students receive a Degree in majors taken. Actually, it is 

not so qualified, but it is to create awareness about the situation in the working environment. With 

the Industrial Training many useful and valuable experience gained as supply before foot set in the 

sphere of employment. It also can build confidence with the experience and knowledge available. 

So quite easy and convenient to carry out the work that will be given later. 

Industry training is important because such training can expose students to the real working 

environment. It also can add and expand technical knowledge and skills of the student, if the 

student has previously acquired knowledge is limited, but when students attend this training, 

students can find out more about things, and when something will work. In addition, students can 

learn about the latest technology or skills in Training Industry. 

In addition, this exercise also introduces the students themselves in terms of ability, 

willingness, and attitude to the employer. This exercise can highlight the ability of students to work 

hard and to work with dedication and show a positive attitude to the employer. 

This training is also important as it can get rid of inferiority complex while a student at the 

university, but when students are in training it is likely he will meet with officials of high rank or 

attend meetings and provide jobs to foreign workers. 

Through this training, students are able to handle a problem with wise through experience 

that has been through this before. The value of respect for those around him will arise within the 

student if the student's Industrial Training heartfelt and sincere. It is hoped that these properties 

will be sustained in the future. 

The conclusion that can be defined on the importance of industrial training are: 

 
a) To build and strengthen the students to be more confident to face any task and tribulations faced 

in the workplace. 

b) Planting teamwork and good relations between workers and employees of an organization. 

 
c) To expose students to the real working environment. 

 
d) To make students do not face any difficulty or clumsy when start working soon. 
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e) Adopt and comply with safety regulations in the industry. 

 
f) Linking theory to practice and so on. 

 
g) Build confidence. 

 
h) Fostering honesty and responsibility in performing tasks. 

 
i) Provide an official report on completion of training. 
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CHAPTER 2 : 

 

BACKGROUND OF INDUSTRY TRAINING PLACE 

 
2.1 Introduction of AK Dynamic Manufacturing Sdn. Bhd 

 

Name AK Dynamic Manufacturing Sdn.Bhd. (2) 

Company Registration No. 560934-U 

MPKB L License No. L) 778/2012 

NO. Akta Kilang Dan 

Jentera.1967 

JKKP.D 127/T.17/19j1d3(10) 

Company Address/ Office Lot 280, Kawasan Perindustrian, Pengkalan Chepa, 

Fasa II, 16100 Kota Bharu,Kelantan. 

Phone No. 609-7409462 

No Faksimili - 

E-Mail ak2_dynamic@yahoo.com 

Pegawai Perhubungan Mohd Kamal Bin Abdullah-Pengarah 

 
Muhammad Fakhri Mohd Mahayuddin- 

Pengurus/Perhubungan Perniagaan. 

Mzilah Yaso’-Pegawai Pentadbiran. 

 

Tg Zainal Abidin Tg.Mahmood- Penyelia 

Pengeluaran. 
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Date Established 16/02/2012 

Capital paid RM 500,000.00 

Pemegang saham 100% bumiputera 

Name of Bank Bank islam malaysia berhad, cawangan kota bharu, 

No. 72 Jalan Sultan Yahya Petra, 15720 kota bharu, 

Kelantan. 

A/C NO : 03-036-01-003991 

Business activities Are involved in the manufacturing of goods from 

plastics.. 

Table 2.1: Introduction of company 
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2.2 COMPANY ORGANIZATION CHART 
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2.3 COMPANY VISION AND MISSION 

 
2.3.1 Vision 

 

• Quality advantages with professionalism through the strength of attitudes and material 

 

 

2.3.2 Mission 

 

• Making AK Dynamic Manufacturing Sdn. Bhd as a main manufacturer and supplier for 

high quality plastic goods and plastic components at affordable prices and exact deliveries 

customer satisfaction. 
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2.4 HISTORY OF THE COMPANY 

 
AK Dynamic Manufacturing Sdn. Bhd. factory formerly known as MS Plstech was 

registered on 3/10/2001. In early 2002, the company commenced production of plastic products 

by renting a factory in the MARA Industrial Area, Pengkalan Chepa using 3 units of Blow 

Moulding Machines and 1 unit of Injection Moulding Machine. 

In 2004, MS Plastech Company built its own industrial plant on lot 280 land, Pengkalan 

Chepa Industrial Estate, Phase 2,16100, Kota Bharu, Kelantan by adding more Blowing Machines 

and Injection Molding Machines. 

In 2012, dated 16 February 2012, MS Plastech Was acquired by AK Dynamic Company 

by conducting the same business dealings namely making and removing goods based on plastic 

manufacturing. 
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2.5 PRINCIPAL ACTIVITIES OF THE COMPANY 

 
Make and manufacture products and components from plastics such as plastic bottles and 

plastic components. Since the company operated, the company has grown rapidly with a factory 

area of 24,000 square feet and has the following machine: - 

i) 7 units 'Blow Moulding' Capacity: 3 ml-5.0 liters 

ii) 4 units 'Injection Moulding', Capacity: 80 tons - 160 tons 

iii) 1 unit printing machine 

iv) 3 units 'Crusher', 'Mould-Mould' & other accessories 

 

 
Besides that, the company also has its own workshop measuring 800 square feet with 

machineries for repairing molds and machineries as follows: - 

i) 1 unit Lathe Machine 

ii) 1 unit Drilling Machine 

iii) 1 Unit Milling Machine 

iv) 1 unit Grinding Machine 

 

 
 

In addition, the company also has 2 transportation units which are vehicles as follows: 

 
i) 1 unit of lorry “Inokom” 2 ton – for delivery product to customer in and out of state 

ii) 1 unit of forklift – for purpose of lifting heavy things in company area 
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2.5.1 Company’s activity 
 

for hospital and clinic 

• Dispensing Bottle / lotion Bottle: 

30 ml,4ml,60ml,90ml,120ml & 240ml 

• Plastik Ointment Box: 

15gm,30gm,60gm 
 

 

 

   Others 

• Plastik Sputum Cup, Bobbin, Jasa Easyclip 
 

 

 

Industrial use 

• Plactic bottle for packaging with capacity of : 

500 ml , 1.0 Lt, 22 Lt, 2.85 Lt, 4.0 Lt dan 5.0Lt. 

• Plastic bottle for drinks with capacity of: 

190 ml,200ml,250ml,280ml,290ml,310ml, dan 500 ml. 

• Plastic bottle for medicine with capacity of: 

35ml,60ml,130ml,341ml 

 

Components of plastic 

• Soy sauce cover / 1 layer vinegar, soy sauce cover /2-layer vinegar, Yellow / Red Tomato 

Cover, Insert Tomato S/L, Cover Budu Cap Ketereh big and small, Vinegar Cover/Soy 

screw Cap 
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2.6 COMPANY CLIENTS 

 
Customer and clients consist of east coast companies such as Kelantan, Terengganu, and 

Pahang as well as several other states for example Johor and Selangor. Among them are:- 

➢ Hospital-hospital Kerajaan 

➢ Klinik-Klinik Swasta 

➢ Ain Medicare Sdn.Bhd. 

➢ Rohm Wako Electronics (M) Sdn.Bhd. 

➢ Ismail Jusoh “Budu Cap Ketereh” 

➢ MH Mohd Industries Sdn.Bhd 

➢ Adilah Product 

➢ Mahjasa Plaspack 

➢ MY Jaafar 

➢ Jitu Industries Sdn.Bhd. 

➢ Waja Best Enterprise 

➢ Chye Guan Aereted Sdn.Bhd. 

➢ Percetakan Nasional Malaysia Bhd 

➢ JB Yew Seng & Huang Pu Trd., Johor Bharu 

➢ Art Soulist Holding Sdn.Bhd / Lovelure Holdings (M) S/B 

➢ small industries that make drinking water (Kelantan & Terengganu) 

➢ Small Industries Make Chillies & Sauce (Kelantan & Terengganu) 

➢ Traders & Stokis 
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2.7 LIST OF NAMES/TYPES OF MACHINES 

 

No NAMA/ JENIS MESIN 

 
 
1 

 
2 

 
3 

 

4 

 
5 

 
6 

 
7 

 
8 

 
9 

 
10 

 
11 

 
12 

 
13 

 
14 

 

15 

in factory division : 

 
1 unit Blow Molding Machine FS 495D PE 

 
1 unit Blow Molding Machine SINCO VK 750 

1 unit Blow Molding Machine SMC500 

1 unit Blow Molding Machine VK 750 DL 

1 unit Blow Molding Machine VK 750 DC 

1 unit Blow Molding Machine SINCO VK 2000 

 
1 unit Blow Molding Machine SINCO VK 5000 CCS 

 
1 unit Injection Molding Machine NISSEI FS75S100SE 

1 unit Injection Molding Machine NISSEI 80 ASE 

1 unit Injection Molding Machine NISSEI 120 ASE 

 
1 unit Injection Molding Machine HAITIAN HTF250X 

1 unit Printing Machine CA-101 SXL 

1 unit Tumbler Mixer Machine 50 kg 

1 unit Medium Grinder Machine 

1 unit Large Grinder Machine 

Table 2.2 : List of Machines 
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No MACHINE NAME/ TYPE 

 
 
1 

 
2 

 
3 

 
4 

In factory workshop : 

 
1 unit Lathe Machine 

 
1 unit Drilling Machine 

1 Unit Milling Machine 

1 unit Grinding Machine 

Table 2.3: List of Machinery In Workshop. 
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2..8 PLAN IN COMPANY 

 
.2.8.1 Plan in company 1 

 

 

 
 

 

PETUNJUK 

 

FIRE EXTINGUISHHER WATER TANK ENTRANCE 
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2.8.2 Plan in company 2 
 

 

 

 

FIRE EXTINGUISHER WATER TANK AIR DRYER ENTRANCE 

CHILLER AIR COMPRESSOR COOLING TOWER 
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Q.C.2 

 

2.9 FLOW CHART PRODUCTION PROCESS 

 
Injection Moulding Product Blow Moulding Product 

 
Cap Resin Baru Resin Baru Botol 

 
Store- Storage Storage Store-Recycle 

Recycle 

 

selection selection Q.C.1 

 
 
 

 

separation separration 

 
Grinding storage Grinding 

 
Mixing Mixing 

 
production (INJECTION & BLOW) production 

proses proses 
 
 
 

Q.C.2 
 
 

 

Finishing Finishing Q.C.2 

 
 

Q.C.2 

Packing & Packing & 

Counting Packing Botol & cap Counting 

Final report about finish product  Quality, Packaging Quality,Type 

 
 

Q.C.3 
Produk Storage, delivery 

 

Q.C.1 
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2.10 LIST OF PRODUCTS MANUFACTURED 

 
2.10.1 clinic product 

 

Bil Produk 

1 Disp/Bottle 30ml c/w cap - square 

2 Disp/Bottle 45ml c/w cap - square 

3 Disp/Bottle 60ml c/w cap - square 

4 Disp/Bottle 90ml c/w cap - square 

5 Disp/Bottle 120ml c/w cap - square 

6 Poison Bottle 30ml red cap 

7 Poison Bottle 45ml red cap 

8 Poison Bottle 60ml red cap 

9 Poison Bottle 90ml red cap 

10 Poison Bottle 120ml red cap 

Table 2.4: List of Clinic Products 

 
2.10.2 Hospital Products 

 
 

Bil Produk 

1 Disp/Bottle 60ml insertcap - Round 

2 Disp/Bottle 120ml insertcap - Round 

3 Disp/Bottle 240ml insertcap - Round 

4 Disp/Bottle 60ml screw cap  - Round 

5 Disp/Bottle 120ml screw cap - Round 

6 Disp/Bottle 240ml screw cap - Round 

7 Lotion Bottle 60ml c/w red cap - Square 

8 Lotion Bottle 120ml c/w insert & cap 

9 Lotion Bottle 240ml c/w insert & cap 

10 15gm Ointment Box tranparent 

11 15gm Ointment Box White 

12 30gm Ointment Box 

Table 2.5: List of Hospital Products 
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2.10.3 Products For Industrial Use/ Local Market 

 

Bil Produk 

1 Botol Susu 190ml c/w cap 

2 Botol Susu 200ml c/w cap 

3 Botol Susu 200ml Screw cap 

4 Botol Susu 250ml c/w cap 

5 Botol Susu 500ml c/w cap 

6 Botol Jus 265ml - Body Type 

7 Botol Jus 280ml 

8 Botol Jus 250ml - New 

9 Botol Jus 280ml- Boling 

10 Botol Jus 200ml 

11 Botol Jus 310ml 

12 Botol Jus 290ml 

13 Botol 130ml c/w cap 

14 Botol 3411 c/w insert & cap 

15 Botol Shampoo 500ml c/w insert & cap 

15 Botol 1.0 Lt c/w insert & cap - Transparent 

16 Botol 1.0 Lt c/w insert & cap -white 

17 Botol 500ml Round white c/w Cap & insert 

18 Botol 1.85 Lt c/w insert & cap 

19 Botol 2.2 LT c/w Cap & insert 

20 Botol 2.8 Lt c/w insert & cap 

21 Botol 3.3 Lt c/w insert & cap 

22 Botol 4.0 Lt c/w insert & cap - White 

23 Botol 4.0 Lt c/w insert & cap - Transparent 

22 Penutup Tomato Kuning 

23 Penutup Tomato Merah 

24 Insert Tomato S 
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25 Insert Tomato L 

26 Penutup Kicap 1 lapis 

27 Penutup Kicap 2 lapis 

28 Penutup Kicap screw cap - Merah 

29 Penutup Kicap 2 lapis -Gold 

30 Penutup Budu Cap Ketereh - Besar 

31 Penutup Budu Cap Ketereh - Kecil 

32 Bobbin 

33 Botol Tapa 60ml 

34 Botol Astromin c/w insert & cap 

35 Botol BB360Kecil 

36 Botol BB 360Besar 

37 Botol Sensaoil 35ml 

39 Jasa Easyclip 3 set 

40 Jasa Easyclip 2 set 

41 Botol 100ml -White 

Table 2.6: List of Industrial Products/ Local Markets 
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Chapter 3: 

 

ACTIVITIES CARRIED OUT THROUGHOUT INDUSTRIAL TRAINING 

 

 

 

 
3.1 INTRODUCTION 

 
While undergoing Industrial Training, I and several other practical institute partners are 

required to perform directed tasks. We work on schedules set by the supervisor. We also have the 

opportunity to learn in more detail about a work and task execution with more dedication and 

perfect. 

Employees in the department are also concerned about practical trainees and they are ready 

to provide tutoring and willing to pour knowledge to us. This helps us in the process of writing 

training report books Industry. 

 

 
3.2 DAILY LOGBOOK 

 
The Daily logbook is an important document to record a work done. It should be updated 

during the implementation period and is a complete important document. This makes it become 

more valuable. This logbook is important to ensure that all information is done daily during 

industrial training. All important information should be carefully recorded to learn about the daily 

progress of students in undergoing industrial training. 

 

 
3.3 WEEKLY REPORT 

 
The logbook has two sections, which are daily records and weekly records. During this 

weekly part students should state what knowledge and skills they have found during the week. In 

this section, students who have undergone industrial training, students should state what impact 

and impact they have got in themselves during the week in conducting industrial training with 

knowledge that has been shared and given to them. 
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3.4 INDUSTRIAL TRAINING SCHEDULE 

 
0800 : - Arrive at the company. Punch in and located at production area. 

 
- Listening task that been given 

- Doing the task that been given 

1000 : - Morning break 

1030   : - Continue with the task 

1300   : - Lunch break 

1400   : - Continue with the task 

1700   : - Punch out and went home 

 

 

 

 

 

3.4.1 Holiday 

 

• Friday and Saturday 
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3.5 SUMMARY AND SOME OF WEEKLY REPORT AND LOGBOOK 

3.5.1 WEEK 6 (28/8/2022 – 1/9/2022) 

➢ Sunday 

 

Time Entry Description / Remarks 

 

0800 

 

 

0830 

 

 

1000 

 

1030 

 
 

1230 

 

 

1300 

 

1400 

 
 

1700 

 

Arrive at the company 

Punch in and located at production 

area 

 

Collected the finished product from 

the machine. 

 
 

Morning break 

 

Selected good product and defect 

product 

 

Moved the company’s product from 

the store into the lorry to be 

transported to the customer 

 

Lunch break 

 

Going with company staff to 

transport product to customer 

 

Punch out and went home 

 

i) Finished product are going to be 

collected from the machine and to be 

placed at the specific area before 

selected. 

 

ii) 

 
 

iii) One of the products that going to 

be selected 
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➢ Monday 

 

Time Entry Description / Remarks 

 

0800 

 

 

 

 

0830 

 

 

1000 

 
 

1030 

 

 

 

1300 

 
 

1400 

 

 

1700 

 

Arrive at the company 

Punch in and located at production 

area 

 
 

Collected the finished product 

from the machine 

 
 

Morning Breaks 

 
 

Changing mould plate for blowing 

machine 

 
 

Lunch breaks 

 
 

Help staff with repairing grinding 

machine 

 

Punch out and went home 

 

i) 

 

ii) 
 

 

 
iii) Remove old mould plate for blowing 

machine to be change into the new one 

 

iv) 
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➢ Tuesday 

 

Time Entry Description / Remarks 

 

0800 

 

 

0830 

 
 

0900 

 

 
 

1000 

 
 

1030 

 
 

1300 

 
 

1400 

 
 

1700 

 

Arrive at the company 

Punch in and located at production 

area 

 
Collected the finished product 

from the machine 

 

Putting the defected product into 

grinding machine to recycle it 

 

 
Morning breaks 

 
 

Changing mould plate for injection 

machine 1 & 2. 

 

Lunch Break 

 
 

Changing mould plate for injection 

machine 3. 

 

Punch out and went home 

 

i) 
 

 

 

ii)  Grinding machine, tool that employs a 

rotating abrasive wheel to change the 

shape or dimensions of a hard, usually 

metallic, body. 

 

iii) 
 

 

 
iv) 
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➢ Wednesday 

 

Time Entry Description / Remarks 

   

 

 

 

 

 

 

 

 

 

 

 

Independence Day 
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➢ Thursday 

 

Time Entry Description / Remarks 

 

8.00 

 

 

 

0830 

 
 

0915 

 

 

10.00 

 

1030 

 
 

1630 

 

1700 

 

Arrive at the company 

Punch in and located at 

production area 

 
 

Collected the finished 

product from the machine. 

 

Moved the company’s 

product from the store into 

the lorry to be transported to 

the customer 

 

Morning break 

 

Going with company staff to 

transport product to 

customer 

 

Arrive at the company 

Punch out and went home 

 

i) 

 
 

ii) 

 
 

iii) One of the company customer that 

buy product from the company 
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3.5.2 Week 8 (11/9/2022 – 15/9/2022) 

 
➢ Sunday 

 

Time Entry Description / Remarks 

 

0700 

 

0715 

 

 

2200 

Arrive at the company 

Going with company staff to 

delivery product for customer in 
Terengganu and Kuantan 

 

Arrive at the company. Punch out 

and went home 

 
 

i) Delivery company product to 

customer place in Kuantan \ 
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➢ Monday 

 

Time Entry Description / Remarks 

 

8.00 

 

 

0830 

 

 

10.00 

 

1030 

 
 

1300 

 
 

1400 

 
 

1500 

 

1700 

 

Arrive at the company 

Punch in and located at 

production area 

 

Putting the defected product into 

grinding machine to recycle it 

 
 

Morning break. 

 

Selected good product and 

defect product 

 

Lunch breaks. 

 
 

Putting material into mixer 

machine 

 

Repairing grinding machine 

Punch out and went home 

 

i) 

 
 

ii) 

 

 
iii) 

 

 
iv) Material that stuck in the grinding 

machine 
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➢ Tuesday 

 

Time Entry Description / Remarks 

 

0800 

 

 

0830 

 
 

0930 

 

1000 

 

1030 

 

 

1130 

 
 

1300 

 

1400 

 

1800 

 

Arrive at the company 

Punch in and located at production 

area 

 

Putting defected product into 

grinding machine 

 

Sew product that has been selected 

Morning break. 

Moved the company’s product 

from the store into the lorry to be 

delivery to the customer 

 

Changing mold plate for blowing 

machine 

 

Lunch Break 

Selected product 

Punch out and went home 

 

i) 

 
 

ii) 
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➢ Wednesday 

 

Time Entry Description / Remarks 

 

0800 

 

0900 

 
 

1000 

 

1030 

 
 

1200 

 

1300 

 

1400 

 
 

1700 

 

Arrive at the company 

 

Changing mold plate for 

blowing machine 

 

Morning break. 

 

Repairing and cleaning nozzle 

for blowing machine 

 

Selected product 

Lunch break. 

Changing mould plate for 

blowing machine 

 

Punch out and went home 

 

i) 
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➢ Thursday 
 

 

 
 

Time Entry Description / Remarks 

 

0800 

 

0830 

 
 

0915 

 

 
 

1000 

 

1030 

 
 

1200 

 
 

1300 

 

1400 

 
 

1500 

 

1700 

 

Arrive at the company 

 

Weighing product that has 

been selected 

 

Moved the company’s 

product from the store into 

the lorry to be delivery to the 

customer 

 

Morning break 

 

Changing mold plate for 

injection machine 

 

Accompany supervisor to 

settle some job 

 

Lunch break 

 

Putting defected product into 

grinding machine 

 

Changing hydraulic oil 

Punch out and went home 

 

i) 

 
 

ii) 
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3.5.3 Week 10 (25/9/2022 – 29/9/2022) 

 
➢ Sunday 

 

Time Entry Description / Remarks 

 

0800 

 

 

0815-1000 

 

 

 

1000-1015 

 

1015-1300 

 
 

1300-1400 

1600-1700 

 

Arrive at company and 

punch in. 

 

Checking injection and blow 

machine if any leaking oil. 

Destroy the byside and damaged of 

cap into grinding machine. 

 

Morning breaks. 

 

Went to selection and packaging 

area to pick a good product. 

 

Lunch hour. 

Continues to choose and isolate 

between good product and damages 

product. 

Went home. 

 

 
Figure 1: Leaking oil 

 

*Injection molding machine use hydraulic 

pressure to force materials into mold. 

Normally, if an injection molding machine is 

leaking oil it is having a problem 

with a hydraulic gasket failure or a broken 

hydraulic 

hose. 

  

Damaged cap (left) and good cap (right) 
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➢ Monday 

 

Time Entry Description / Remarks 

 

0800 

 

 

0830 

 
 

1000 

 
 

1030 

 
 

1300 

 
 

1400 

 
 

1500 

 

 

1700 

 

Arrive at the company 

Punch in and located at production 

area 

 

Going with company staff to 

delivery product for customer 

 

Morning break 

 
 

Changing new mould plate for 

injection machine 

 

Lunch break 

 
 

Putting defect product into 

grinding machine 

 

Moved the company’s product 

from the store into the lorry to be 

delivery to the customer. 

 

Punch out and went home 

 

i) 

 

 
ii) Defected product in the grinding 

machine 

 

iii) 

 
 

iv) Product that been moved in the lorry 
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➢ Tuesday 

 

Time Entry Description / Remarks 

 

0800 

 

 

0900 

 

 

1000 

 

1030 

 
 

1300 

 

1400 

 

 

1800 

 

Arrive at the company 

Punch in and located at production 

area 

 

Going with company staff to 

delivery product for customer 

(Terengganu) 

 

Morning break. 

 

Delivery product to customer 

 
 

Lunch Break 

 

Visit one of the company branches 

to take material and product in 

Terengganu 

 

Arrive at the company 

Punch out and went home 

 

i) 

 
 

ii) 

 
 

iii) Product that want to pick up at the 

company branch 
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➢ Wednesday 

 

Time Entry Description / Remarks 

 

0800 

 

0900 

 

 

1000 

 

1030 

 
 

1300 

 

1400 

 
 

1500 

 
 

1700 

 

Arrive at the company 

 

Moved the company’s product 

from the store into the lorry to 

be delivery to the customer 

 

Morning break. 

 

Changing mould (plate) for 

blowing machine 

 

Lunch break. 

 

Changing mould (plate) for 

injection machine 

 

Sew product after weighing and 

selected 

 

Punch out and went home 

 

i) 

 
 

ii) In process of changing mould for 

blowing machine 

 

iii) 

 
 

iv) A few products that want to be sew 
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➢ Thursday 

 

Time Entry Description / Remarks 

 

0800 

 

0815-1000 

 

1000-1015 

 
 

1015-1300 

 
 

1300-1400 

 

1400-1645 

 
 

1700 

 

Arrive at company. 

Setup Blow machine. 

Morning break. 

 

Grin the damaged products. 

 
 

Lunch break. 

 

Change new mold for blow 

machine. 

 

Punch out and went home 

 

i) 

 
 

ii) BLOW MACHINE: 

➢ Multiple materials are used, including Low- 

Density Polypropylene (LDPE), High-Density 

Polyethylene (HDPE), Polyvinyl Chloride 

(PVC), Polyethylene Terephthalate (PET), and 

Polypropylene (PP). 
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CHAPTER 4 

TECHNICAL REPORT 

 

 

4.1 INTRODUCTTION 

 
Today, there is a very rapid growth in the use of plastic products in the manufacture 

industry due to its highly versatile and possessive economic value high. Therefore, AK DYNAMIC 

MANUFACTURING company makes plastic products because of knowledge and technology 

utilized for polymer easier, thus producing high quality plastic products and good quality. 

One of the techniques that is effective and widely used for substance processing is 

'Extrusion Blow Molding' and 'Injection moulding'. AK DYNAMIC MANUFACTURING 

company has become one of the suppliers of a large company namely AIN MEDICARE to supply 

plastic products. Moreover, the company also accepts orders from customers which is why we 

need well-functioning and high-tech equipment and machinery to produce quality products. 

Therefore, AK DYNAMIC company requires high-quality machines to supply company 

products to customers with high quality and produce enough products to ship to customers. In 

addition, AK DYNAMIC management also provides high-tech additional equipment to make it 

easier for employees to do work such as quality checking, leakage testing and endurance testing 

However, hand tools and other equipment facilities to facilitate repair and maintenance 

works by technicians immediately to ensure timely products to be delivered to customers 

The main machines in the AK DYNAMIC company are the 'Extrusion Blow Molding' and 

'Injection Moulding' machines. There are five 'Extrusion Blow Molding' machines and four 

'Injection Moulding' machines at this AK DYNAMIC company. However, the AK DYNAMIC 

factory also supplies grinder machines to recycle defect product and bottles that do not follow the 

desired quality specifications to be used as recycled plastic raw materials. 
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4.2 MATERIALS USED 

 
4.2.1 TYPES OF MATERIALS USED 

 
Raw materials are the main ingredients for producing a plastic product. There are three 

types of raw materials used which are high-density polyethylene (HDPE), polypropylene(PP) and 

low-density polyethylene (LDPE). The selection of raw materials is also crucial for producing 

quality and high-quality products. Among the selections are:- 

i. Characteristics of raw materials based on the product to be produced. 

ii. Handling of raw materials. 

iii. Procedures that have been prescribed during material selection. 

iv. Types of raw materials. 

 

 

 

 
 

4.2.2 TYPES OF RAW MATERIAL GRADES USED 

 
The normal grades used here are only 3gred grades which are grades A, B, C and D.Each 

grade used is only for a product. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 
 

. 
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4.3 EQUIPMENT & SPECIFICATIONS USED 

 

 
 

4.3.1 MOLD TO PRODUCE PRODUCTS 

 
Mold plays an important role in producing products. This mold is a form to produce the 

product by following the measurements made. That way, it facilitates the work of machines to 

produce the desired product. The product produced is dependent on the mold. In order to produce 

product that is good in quality and perfect, the shape and condition of the mold must be taken care 

of and serviced in good condition. 

 

 

Figure 4.1: Example of mold 
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Figure 4.2: List of mold for injection machine 
 

 

Figure 4.3: List of mold for blowing machine 
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4.4 TYPES OF MACHINES 

 
4.4.1 Injection Molding Machine 

 
An Injection molding machine, or, also known as an injection press, is a machine for 

manufacturing plastic products by the injection molding process. It consists of two main parts, an 

injection unit and a clamping unit. There are four injection molding machines manufactured by 

AK DYNAMIC MANUFACTURING. 

 

 

Figure 4.4: Injection molding machine that been used 

in company 
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4.4.1.1 The uses of components on the molding injection machine. 
 
 

 
Figure 4.5: component injection machine 

 
o The hopper - Thermoplastic material is supplied to molders in the form of small 

pellets. The hopper on the injection molding machine holds these pellets. The 

pellets are gravity-fed from the hopper through the hopper throat into the barrel and 

screw assembly. 

o The barrel - As shown in figure 5, the barrel of the injection molding machine 

supports the reciprocating plasticizing screw. It is heated by the electric heater 

bands. 

o The nozzle - The nozzle connects the barrel to the sprue bushing of the mold and 

forms a seal between the barrel and the mold. The temperature of the nozzle should 

be set to the material's melt temperature or just below it, depending on the 

recommendation of the material supplier. 

o The reciprocating screw - The reciprocating screw is used to compress, melt, and 

convey the material. The reciprocating screw consists of three zones (illustrated 

below): 

• the feeding zones 

• the compressing (or transition) zone 

• the metering zones 
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4.4.1.2 Main part in injection molding machine 
 

 

 

Figure 4.6: part in injection molding machine 

 

 
 

FOUR BASIC PARTS OF INJECTION MOLDING MACHINE: 

 
The injection molding machine is consisting of four basic parts: the injection unit, the 

clamping and ejecting unit, electric and hydraulic control unit. The purpose of injection unit is to 

melt the plastic and conveys or forces the material into the mold. The clamping unit is to keep the 

mold in a closed position and to resist the pressures during injecting to form the material into a 

specific shape, and then opens after cooling to eject the product from the mold. The electric and 

hydraulic control units is to offer the power to injector and control the movement of injecting such 

as injection or clamping unit, screw movement or ejector action. 

Plasticizing and injection system 

 

The injection unit of the machine is used to plasticize the material at a rate consistent with 

the time. An exact amount of material for each shot is metered by volume or weight. The shot 

amount of material includes the sprue and runner system, and should not exceed 80% and less 20% 

the rated shot capacity of the injector. 
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In injection molding, an open-ended cylinder, referred to as a barrel, acts as a guide for the 

pellets to move the pellets and melt from hopper to the mold where the workpiece is made. The 

auger or screw conveys material down through the barrel to the mold. 

Clamping system 

 
It is the function of the clamp system to close the mold with moving platen which takes 

half of the mold, and hold it closed under pressure during shot and cooling, and then opens the 

mold so that the workpiece can be knockout from the mold. There are four clamping systems in 

injection molding machine: hydraulic clamping system, mechanical clamping system, 

hydromechanical clamping system and electric clamping system. 

Ejecting unit 

 
The knockout unit causes an ejection platen in the mold to change its location relative to 

the rest of the mold. Attached to this knockout plate is ejector or other devices such as ejecting 

pins, ejecting plate or ejection sleeve, which directly push against and eject the workpiece molded 

as the mold opens completely. 

On most injection machines there is an adjustable stationary ejector platen to which are 

attached the ejector pins, which go through the movable platen. As the mold closes or opens, the 

ejector bars contact and stop the ejection plate. 

Electric and hydraulic control system 

 
The electrical controls can be mounted in a separate enclosure or on the machine. The 

manual control panel is mounted on the machine for the operator’s convenience. Hydraulic gauge 

and controls are mounted for convenience in piping. The location of the hydraulic components and 

the electric motors depend on the individual machine. Most oil reservoirs are in the base of the 

machine. Fully hydraulic clamps can have tanks above the clamping end. 
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Product that been produced by injection molding machine 
 

 

 

 

 

Figure 4.7: example product that been produced by 

injection molding machine 
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4.4.2 Extrusion Blow Molding Machine 

 
In extrusion blow molding (EBM), plastic is melted and extruded into a hollow tube (a 

parison). This parison is then captured by closing it into a cooled metal mold. Air is then blown 

into the parison, inflating it into the shape of the hollow bottle, container, or part. After the 

plastic has cooled sufficiently, the mold is opened, and the part is ejected. In general, there are 

three main types of 'Blow Molding' which is 'Extrusion Blow Molding', 'Injection' Blow 

Molding' and 'Injection Stretch Blow Molding'. The main products produced through blow 

moulding techniques are plastic bottles that are further only produced with a variety of different 

types of plastic that are tailored to the demands of customers. 

 

 

Figure 4.8: Extrusion blow molding machine at 

company 
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4.4.2.1 The uses of components on the extrusion blow molding machine. 

 

 

 

 

Figure 4.9: Extrusion blow molding machine process 

 
 

o Extruder: to melt the plastic 

o Parison head: to create the desired size of the parison. 

o Parison cutter: to cut the length of the required parison. 

o Mold-biting unit: open, close and tie the mold and move the mold between the extruding 

center line and the station's blow(pin). 

o Blowing stations and ejection': (also known as calibration stations). This section should 

be connected to compressed air resources to expand parison. 

o Hydraulic system: to operate in the correct order for the mold tracking unit - open mold, 

close and flank. 

o Pneumatic system: to operate in the right order 
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Product that been produced by injection molding machine 
 

 

 
 

 

Figure 4.10: example product that been produced by 

extrusion blow molding machine 
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• Blowing moulding machine no.4 ( bottle 1.85 lt) 

IN 12 HOUR TIME 

 

 
Quality 

 
• 27 bags produced 

 
• 125 Pcs defects 

 

(45 𝑃𝑐𝑠 × 27 𝑏𝑎𝑔𝑠) − 125 𝑃𝑐𝑠 = 1090𝑃𝑐𝑠 
 

Quality of the products: 1090/1215 𝑃𝑐𝑠 = 0.897 

 

 
Machine 

Total Mins Of Operation: 55 𝑚𝑖𝑛 × 12 ℎ𝑟𝑠 = 660 𝑚𝑖𝑛𝑠 

Total Mins Of Machine Broke: ~60 𝑚𝑖𝑛𝑠 Total 

Mins Of Machine Well Function: 

660𝑚𝑖𝑛𝑠 − 60𝑚𝑖𝑛𝑠 = 600𝑚𝑖𝑛𝑠 

Efficiency of the machine: 600/660 = 0.909 

 
 

Labour 

 
 

Total Mins Of Labour Operates: 660mins 

Total Mins Of Labour Stops: ~45mins 

Total Mins Of Labour Well Function: 615mins 

Efficiency of the labour: 615/660 = 0.932 

Table 5: Table of Efficiency calculation 

 
 
 
 
 

• Total Efficiency Of The Production Line 

 
 

(0.897 x 0.909 x 0.932) × 100% = 75.99% 
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4.4.3 Grinding Machine 

 
Grinding machines (crusher) plastic materials are a type of machine that works to 

destroy the recycling (crushing) of plastic materials that have been in the reject or 'runner' to be 

used as local material. Bottles that have problems such as quality that are not in the desired state, 

have defects, slight leaks and perhaps other problems can be solved with this machine. Because 

with the availability of this machine it is able to refresh the product to be used as a local material. 

Perhaps with this method it is a savings measure for the company and avoids being discarded 

which could disadvantage a company. 

The use of this machine should be included with security measures. Its use is limited 

because its reservoir container cannot accommodate too much ground amount of material with 

too much quantity. The machine should also be well taken care of to ensure that it can function 

for a long time and to ensure the grinder process runs smoothly 

 

 

 

 

Figure 4.11: Grinding machine in company 
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4.4.4 Mixer Machine 

 
Plastic Material Mixer Machine is a type of machine that works to mix plastic raw 

materials to turn the raw materials used into well before being used for production processes on 

molding injection machines and 'Extrusion Blow Molding' machines. 

 

 

 

 

Figure 4.12: Mixer machine in company 
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4.4.5 Sewing Machine 

 
This sewing machine serves to facilitate sewing activities and packaging using sacks and 

large and medium-sized plastics. These machines can save in terms of time and energy to be 

used rather than sewing parcels that by hand. 

 

 

 

 

Figure 4.13: Sewing machine in company 
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4.5 WAY OF USING AND PROCESSING 

 

 
 

4.5.1 Process of Injection Molding Machine 

 
The process cycle for injection molding is very short, typically between 2 seconds and 2 

minutes, and consists of the following four stages: 

1. Clamping - Prior to the injection of the material into the mold, the two halves of the 

mold must first be securely closed by the clamping unit. Each half of the mold is attached 

to the injection molding machine and one half is allowed to slide. The hydraulically 

powered clamping unit pushes the mold halves together and exerts sufficient force to 

keep the mold securely closed while the material is injected. The time required to close 

and clamp the mold is dependent upon the machine - larger machines (those with 

greater clamping forces) will require more time. This time can be estimated from the dry 

cycle time of the machine. 

2. Injection - The raw plastic material, usually in the form of pellets, is fed into the 

injection molding machine, and advanced towards the mold by the injection unit. During 

this process, the material is melted by heat and pressure. The molten plastic is then 

injected into the mold very quickly and the buildup of pressure packs and holds the 

material. The amount of material that is injected is referred to as the shot. The injection 

time is difficult to calculate accurately due to the complex and changing flow of the 

molten plastic into the mold. However, the injection time can be estimated by the shot 

volume, injection pressure, and injection power. 

3. Cooling - The molten plastic that is inside the mold begins to cool as soon as it makes 

contact with the interior mold surfaces. As the plastic cools, it will solidify into the shape 

of the desired part. However, during cooling some shrinkage of the part may occur. The 

packing of material in the injection stage allows additional material to flow into the mold 

and reduce the amount of visible shrinkage. The mold cannot be opened until the required 

cooling time has elapsed. The cooling time can be estimated from several thermodynamic 

properties of the plastic and the maximum wall thickness of the part. 
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4. Ejection - After sufficient time has passed, the cooled part may be ejected from the mold 

by the ejection system, which is attached to the rear half of the mold. When the mold is 

opened, a mechanism is used to push the part out of the mold. Force must be applied to 

eject the part because during cooling the part shrinks and adheres to the mold. In order to 

facilitate the ejection of the part, a mold release agent can be sprayed onto the surfaces of 

the mold cavity prior to injection of the material. The time that is required to open the 

mold and eject the part can be estimated from the dry cycle time of the machine and 

should include time for the part to fall free of the mold. Once the part is ejected, the mold 

can be clamped shut for the next shot to be injected. 

 

 
 

4.5.1.1 Changing Mold Plate for Injection Machine Process 

 
Production of the product is stop. The injection portion nozzle is spaced from the 

clamping. The mold shooter part is closed, and the mold is attached to the chain lock using a 

mold hanger. Nut on each side of the mold opens using a spanner tool. Subsequently the mold 

was lifted out using chain lock. Then the new mold is inserted using the chain lock. Nut mold 

will be tightened, and machines can be re-operated. Security measures must be observed such as 

wearing gloves and shoes. 
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4.5.2 Process of Extrusion Blow Molding Machine 

 
In Extrusion Blow Molding (EBM), plastic is melted and extruded into a hollow tube (a 

parison). This parison is then captured by closing it into a cooled metal mold. Air is then blown 

into the parison, inflating it into the shape of the hollow bottle, container, or part. After the 

plastic has cooled sufficiently, the mold is opened, and the part is ejected. Continuous and 

Intermittent are two variations of Extrusion Blow Molding. 

In Continuous Extrusion Blow Molding the parison is extruded continuously and the 

individual parts are cut off by a suitable knife. In Intermittent blow molding there are two 

processes: straight intermittent is similar to injection molding whereby the screw turns, then 

stops and pushes the melt out. With the accumulator method, an accumulator gathers melted 

plastic and when the previous mold has cooled and enough plastic has accumulated, a rod pushes 

the melted plastic and forms the parison. 

In this case the screw may turn continuously or intermittently. with continuous extrusion 

the weight of the parison drags the parison and makes calibrating the wall thickness difficult. The 

accumulator head or reciprocating screw methods use hydraulic systems to push the parison out 

quickly reducing the effect of the weight and allowing precise control over the wall thickness by 

adjusting the die gap with a parison programming device. 

 

 
4.5.2.1 Changing Mold Plate for Extrusion Molding Machine Process 

 
Production of products temporary stop and clamping parts opened. To remove the mold, 

the nut on each side of the mold is opened using a spanner tool and the binder straps are used to 

hold the mold in order for it not to fall. The mold is removed and placed on a cart to be taken to 

the mold store. New molds that want to be installed on machines are taken and taken to 

machines. Next the mold is placed on the clamping and the nut is tightened. After that, the 

machine can operate as usual. Security measures must be followed such as wearing gloves and 

shoes. 
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4.5.3 Grinding Machine Process 

 
The first thing that must be done is to press the green switch available on the machine. 

Next the motor on the machine will move roundly to distribute the reject product. Leave the 

machine up to speed for those bearing points to move at normal speeds, not over-fast and not too 

slow. Then, it is only inserted the runner to grind the reject product into small pieces and turned 

into a recycled material. 

 

 

Figure 4.14: Product reject that been used for 

grinding 
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4.5.4 Mixer Machine Process 

 
Add all the raw materials that need to be inserted and which will be used into the mixer 

machine, once all raw materials are required according to the syllabus that has been set inserted 

into the machine, the machine must be closed in advance. 

Next, the button to move the machine should be opened and left for a few minutes to let 

the machine mix all the raw materials in the machine until well. Finally, if the raw material in the 

machine has been matched, it should be charged using the sack to be used but during the 

application of the completed raw material mixed, the iron cover found on the outflow part of the 

raw material should be taken care of or opened to facilitate the production of completed raw 

materials mixed. 

 

 

 

 
 

 
Figure 4.15: Raw material in mixer machine Figure 4.16: Material that has been mix 
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4.5.5 Sewing Machine Process 

 
i. Before performing the operation, make sure that the voltage level is at a level that is 

suitable for the specifications of the motor. 

ii. Hold the machine using the right hand and place the finger on the start button. 

iii. Hold the sack/bag using the left hand and insert the sack/bag on the ‘mouth’ between 

‘feed dog and foot presser’. 

iv.  Turn on the machine when the sack is in a straight state. Prohibited from pulling or 

reversing the sack. 

v. Upon sewing, the thread will be cut using a knife or scissor. When cutting the thread 

make sure the thread has an over 3cm to prevent the occurrence of flexibility at the seam. 
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Chapter 5: 

 

FINDING & RECOMMENDATION 

 

 

5.1 FINDING AND RECOGNITION 

 
Industry training held by the UTM is a smart move to foster and train the students in their 

respective fields. Based on the objective of the Industrial Training Program does have the 

advantage that more than ugliness. 

In my observations during the training period (LI) in this company for 12 weeks, I have 

listed some comments and suggestions about this university. This opinion is not intended to hurt 

the feelings of certain parties or degrade the university. This is true from my observations during 

3 months of training in the industry and I want to give constructive comments so that the university 

can improve the quality of all aspects. 

The opinions and views I have listed are: 

 

• During the training period, I was exposed to an environment that is professional in 

identifying the task - the task of a worker. From there, I can see how a technician 

may play a role. 

• The relationship between me pretty good, friend - friends and staff at the AK 

Dynamic Manufacturing Sdn. Bhd has created an atmosphere that was so cheerful 

and fun between us all and indirectly strengthen the ties and promote friendship 

that would leave a lot of memories, joy and sorrow. 

• Industrial Training is to train us in combining knowledge-knowledge or theories 

we have learned in the past and apply it in daily practice so that it can expand our 

knowledge. As a result of what we have learned in the UTM can help me in the 

work using machine such as lathe, milling and welding machine and employment 

- other employment. 
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5.2 RECOMMENDATION & SUGGESTION 
 

I also give some suggestions and I hope that this proposal can be considered. Among them 

are: 
 

i. The university should stay in touch with the organization or firm to keep up with current 

students who are undergoing industrial training. With this, we can forge a closer 

relationship between the university and organizations. The Organization easier to take 

students from the UTM to undergo industrial training in place. This was to avoid confusion 

or misunderstanding between the organization and UTM. 

ii. A lot of companies do not really understand the scope of some courses at the university. 

Therefore, I would like to suggest to the UTM explains more clearly. This will enable the 

firm to deliver the tasks related to our course so that we do not deviate from our course. 

Provide special places for students to undergo industrial training in these companies 

regularly and successfully. 

iii. Companies or firms also play an important role in providing guidance to students about 

things that are appropriate to the courses studied by students. Thus, the firm should provide 

employment opportunities such as assignments to students. The firm should also provide 

any form of reward on the work done by them. With the reward or effective guidance from 

the firm itself can spur students and can also attract them to the field. 

iv. In addition, the company or firm should be focused on the problems of students undergoing 

Industrial Training sessions (LI). As the students are still new in the pre-employment, the 

guidance and observation of the firm needed. If this cannot be done, then the students 

assume the management of the firm is not concerned about the work they have done. Each 

student should be advised by a supervisor. Supervisors are responsible for helping students 

to undergo industrial training to show guidance as guidance to students who undergo 

industrial training for 3 months. 
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CHAPTER 6: 

CONCLUSION 

 

 

6.1 CONCLUSION 

 
After my industrial training at AK Dynamic Manufacturing Sdn Bhd in 12 weeks. I already 

know and learn the working depth. As a result, I am very proud of what I have learned, and I am 

grateful for ending the practice of this industry with very useful experience for the future. This 

experience not only introduced me to something new, but it was an early exposure to nature before 

I had a real job. 

 

 
In addition, I also wanted to prove that what you learn in class is useful for putting yourself 

in the real job someday. Students will also be more aware of the importance of the subject being 

studied as a stake in continuing ambition to be required even if the theory learned is not necessarily 

the same as those carried out during the period of industrial training but passion and enthusiasm 

are very important before venturing into the working environment. 

 
 

Many knowledge that I gained during their training program this industry. All the 

knowledge learned during the training to apply and I will use my best to step up to the job later. 

This training guides many students are not aware of the additional costs to be taken and studied at 

UTM. 

 

 
In conclusion, the industrial training program is very good and can create the potential for 

students to better quality in the field they want to operate in the present. During the training, I had 

a taste of how the real atmosphere in the workplace, as well as a good relationship of mutual help 

- help and cooperation during my industrial training. 
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INDUSTRIAL TRAINING PERFORMANCE 

EVALUATION FORM (BLP03) 
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