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Study of Development for Multi-Cavity Preform Mold

T.I. Seo, Y.M. Heo, S.H. Lee, Y.H. Lee and Y.S. Park

Abstract

The paper presents our study of development for multi-cavity preform mold system which consists of

hot runner system and valve gate. For this purpose, stretching blow molding process and preform
injection process were simulated by Polyflow and Moldflow. Based on various results of the preform
injection process analysis, process planning was established The sectional thickness distribution of
preform was optimized. Preform injection mold system was designed by these technical analysis data.
Finally, 24-cavity preform mold system was successfully developed.
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3.3 Bulk Temperature Analysis
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3.6 Orientation at skin Analysis
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