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8 14. Attachment of molds in extrusion blow molding
machine.
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& 18. Extrusion blow molding simulation by Poly—
flow.

(a) Thickness distribution (b} Temperature distribution

J8 19. Injection stretch blow molding simulation by
Polyflow.
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@l 23. Die design for profile extrusion.
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18! 24. Die for film and sheet extrusion.
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218 25, Prediction of die swell and velocity distribution
by Polyflow.

28} 26. Coextrusion simulation by Polyflow.
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