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Abstract: Research on the reduction of plastic use to prevent environmental pollution is urgently needed. Accordingly,
studies on reducing the weight of polyethylene terephthalate (PET) bottles are currently being conducted. PET bottles are
fabricated by injection stretch blow molding. In this study, stretch blow molding for fabricating PET bottles using preform
studied through a computer simulation. Blowing characteristics are analyzed by varying the start time of the pre-blow, which
is one of the process conditions of stretch blow molding. Simulation results and the preform inflation process are presented,
and the parameters of stretch ratio, stretching path, thickness distribution, and weight distribution of blown PET bottles are

investigated.
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Figure 1. Pre-blow and main blow profile according to the process time in the stretch blow molding.
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Figure 2. Designation of stretch rod tip location according to the
pre-blow start time.
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Table 1. Designation of Stretch Rod Tip Location Corresponding
to Pre-blow Start Time
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Figure 3. Study model for preform and mold for PET bottle.
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Figure 4. Mesh shape for computer simulation.
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Figure 6. Stretch ratio of blown PET bottle according to the pre-blow start time.
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