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1.4 &

A F4d L EES A ¥(blow molding)S H-?‘ 4% 44E& 7HA o,
HZ AAY " Fet2ge Adolv gl 22 A¥WH T M2 AFH A
ol oja] x7, &R obugt AF Ak FFolu G #AC S&HI Us
FAelth gt B2 43 71H T ALEA4] B Z P(injection-stretch blowing) *3
P S B EFS 7= Hbottle)? T2 FF AFS AIstcd HE&EHY
FEFY wMFS Astd 93 A" SASFEES 2e AF FL3% Ut B
T4 de e ATk AE-A EE2F 4 T 28 Jtwo-stage) FHS A=
dEow AME ZEEs HAd 8 7I7E A stdstal A vtgd zEES £
29 FEb FAT F 1¢Y IUIE FAMAA BY FAE AAH E /A A
AN 28 EE29 AP A Eo] 100 o]de] =] wiEe] HFT FA &
XE dFste Aol wl$ o HYMCEVOY, ARMSTRONG, and CRAWFORD, 1998;

PHAM, THIBAULT, and LIM, 2004). wjetr @43 FAE 712 § e ZHPE ¥
4 AASIE Besttk AF7HA HEEY] A= Al oo s don, FAlH
AR S7F R A A28 oY g ERE oY FAE A Hal &
ol AAA WS Fotol dirk o] Y& EAHE A7 st B AFA
= G+ 4% A W FXF BALE A A8 AT Haessly? Ryane Ab=-E

T AEHAY AT 2PH AFE IY AR aRE BASEH WL
T4 WAL =Yt hHaessly and Ryan, 1993). 234 A5 HIHE RFS
Ag3) HAL ste=dls AIsEAch Hartwig2 78 FEM Z =273 <¢ ABAQUS/
STANDARDE ©]&3te] A4 &2 A4S 33 AthHartwig and Michaeli,
1995, SONG WANG and AKITAKE MAKINOUCHI 1998, Z. J. Yang, E.
Harkin—-Jones, G. H. Menary, C. G. Armstrong 2004).
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constitutive W42 o} 9} 2t

. V (Velocity Vector)
7. = 1
V IT/ 0 @ g (Gravitational Acceleration)
DI T (Stress)
p Dr =VT+pg .............................. () p(Density)
) t (Time)
o . W(Viscosity)
For visco-plasticity T = 2T]D D (strain rate)
. $¥24 vd, Az R TE2
22 4P A4 Bl 4 §7) $E2 ASHE Befova)FE el 5
E grloltk TelE Yo J1Eo ASE R4 8719 A% F4e o gsiglon,
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<Abstract>

Numerical study on the effect of the PET bottle
thickness difference for blow molding process

conditions

Jeong-soon Kim® - Jong-duck Kim**

This study presents the blow molding of injection stretch-blow molding process for PET
bottle. The numerical analysis of the blow molding of PET bottle is considered in this paper
using CAE with a view to minimize the thickness difference. In order to determine the
design parameters and processing conditions in blow molding, it is very important to
establish the numerical model with physical phenomenon.

In this study, a shell model with thickness has been introduced for the purpose and
blow simulations with 3-type blow process condition are carried out.

The simulations resulted in the thickness distribution in good agreement with the
physical phenomenon. Also, from the result of numerical analysis, we appropriately
predicted the thickness distribution along the PET bottle wall and Using the result of
numerical analysis we apply the preform design and blow molding process condition for
optimization

Keywords : Injection stretch-blow molding, preform design, thickness

difference

* Correspondence : Professor, Ajou motor college, jskim@motor.ac.kr
** KITECH, Bucheon digital molds and dies technology center





