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Computer Simulation of Isothermal Blow Molding for Plastic Containers

QIN Sheng-zue, DING Kai» REN Li-xin, YANG Qian

(Shandong University of Science and Technology, Qingdao 266510, China)

Abstract: The geometric model of isothermal blow molding process was established. Based on the material of
shear-rate dependence of viscosity model, the task was established by the simulation software Polyflow. The
computer simulation was implemented with the reset grid technology. The thickness change of parison, contac-
ting time of parison and mold in the blow, and the effect of blowing pressure on inflation time and wall thick-
ness were obtained. The purpose was to provide reference for wall thickness control of blow molding process.
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Fig. 1 Geometric model
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Fig. 2 Definition of boundary conditions
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Tab.1 The transient iterative parameters
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Fig. 3 Parison thickness distribution at different time
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Fig. 4 The thickness distribution of y direction
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Fig. 5 Contact time distribution of parison

and mold in the blow molding process
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Fig. 6 Required time of parison being filled with

mold cavity under different blowing pressure
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Fig. 7 Part thickness distribution under different blowing pressure
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