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Abstract

In the present day, finite element method (FEM) is employed to simulate the extrusion blow molding of
bottles to reduce the trial and error for setting parison thickness. Finite element software such as B-SIM, Ansys—
POLYFLOW and RHEOWARE is favored to simulate the extrusion blow molding of plastic products. Lubricant oil
bottles are produced by high density polyethylene had complex shape therefore the calculation of parison
thickness is difficult and consumes time. The actual work for setting thickness of parison for blowing bottles is
unnecessary to use all of parison thickness from the simulation result. Thickness at any cross section of parison
is adequate to blow a complex shape bottle. This research aimed to propose technique to simulate the extrusion
blow molding in cross section of a complex shape bottle using the general finite element software-MSC.MARC.
The extrusion blow molding model of full shape of a bottle was compared with a cross section model. The cross
section technique had simply preparation and accuracy result more than the full shape model of a lubricant oil
bottle which obtained an average error of 17.07% when compared with thickness of real bottles.

Keywords : Cross Section, Blow Molding, Parison, Thickness, Bottle.

543




m'iﬂ'i:w%‘mmnﬂ%aﬂmu"imﬂssuLﬂ%mnal,mm'i:mﬂ"lm a399 29

CST-04

1. UNA
wuudtaadlwWludiafiund (Finite Element
Model) Iumzmumsé'@%Lﬂﬁ‘*‘ﬁugﬂ*’uaomzﬂaa
ﬁwﬁu%daﬁugnﬁﬂmlﬁﬁlaﬁ’mu@m’mumwﬁﬁu
(Parison) ‘ﬁmmsngmﬂﬁmﬁugﬂiwns:‘ﬂad
Wiursoauiiinnunuinieiininiidesns
TUAIUNIILAZHNLULI1R8IUsTNOUAIUL LR ES
WITT® uazuuuinaasvaatulfuw (Mold Cavity)
Lmuaﬁ"}aaawﬁﬁngnmavl,i'ﬁzmwl,l,umﬁmaaLﬂ"]
Wi nniwwiRuaslad e e dauignm
AuuaziunIau deumsmruausiauanelunis
FuzaulARTINTauNes wazaoroarlddain
WAL uaziilawisdusnadranduiudAnwias
lwldanunuvasns=ilesindundoaniidainis
LLuuﬁwaaovlwvluﬁLaﬁmu@Tmaamnﬂw%ugﬂm:ﬂao
gﬂiﬂaaummiauLmuﬁmsﬁwmLLa:ﬁwmlﬂumi
naanseilasnanadn [1] wazgdlddnisiinaiianis
WIFLRNNZEN (Optimization) wannwa1eds laud 33
WG (Fuzzy)  35lasessnedszaamifio (Artificial
Neural Network) Lm:"ﬁv'u@laueﬁl,%dﬁuﬁqﬂisu (Genetic
Algorithm)  tialFmanunsauaIa R NS §5
[2-4]
vlu@ﬁa'&muﬁmwﬁamaaﬂs:ﬂaagﬂs’waummiamnu

NIWIEANRWINTLT) E]x‘]@hi]LL'iJU"ﬁ"lﬂﬂx‘ivl,W

gasarldisuaznnuamainaauanmMInaas
39tasan wasrniuuuinaed W ludlodiuud
udid Ui wsanunuinszilasnIamausnaid
sUisliaunianTedudanazvinldlidrainy
ﬂmmﬂﬁ'augo Shinji waz Kosei [5] laltuuusiaasin
vlu@ﬁaﬁmmﬁmezﬁﬂizﬂadgﬂiwﬁm&‘w FInaa
WA IwIAEY (PolyPropylene)  w11aa1un 19X
AUENIXANWEY LA 140x190x300 mm WA
WUITNITENNAINTOUTERININITAUUASUNAUN
wazen g UTE AN U E AN IR auia L
100-260 W/m’K uaz 1 @udieu Liu [6] bevinng
ﬁhaaamuﬂﬁmmu:gﬂmaﬁmﬁw 2 @6 g1
FUNIATANLNU (Axisymmetric) 1@ sflfﬁl,l,uua‘jwaaﬁaq
Jaladanadn (Viscoelastic) lunsduitansmenns
°nmU@T’maawmaaﬂ%ﬁﬂiwﬁLaﬁﬁum’m%muﬂuga
(High wazliafiund

Density  Polyethylene)

544

1-3 NINYIAN 2558 FIRIAUATITEN

(Element) 3%ia 6 1nu@ (Node) Debbant Lazame [7]
ladraasnisuhnszdlaswaa@nsfiafindvlasls
wuuaedirladaa@anlumdmiwimwnsvensaived
Iw’émﬁﬁumwwmuﬂuqa wazldafinudriaiuy
W% (Membrane) ¥ lA baRanII¥iwIaaNRUT
nazfloslndid@ssnunaniinaaeas uuudaesiagiala
8aa@nafia KBkz  gniluldlunisdraasmiaih
HaaS A TAadn g 1u fuiawlds uazaanen
Anuannunuwsand liadnauaiialdlunis
Fmaald (8, 9] ueniniaqialadanadinsfia KBKZ
LLﬁame‘imaovl,sjL%aLﬁumadi'aquaLﬂai’Emaan
(Nonlinear Hyperelastic) 283 Mooney-Rivlin lafinng
hunldusaanganssuniszeedivasizg Indiafidu
LINNILAN (Polyethylene Terephthalate) lunInae
NMTREUAN32T0IBITINITOTIRILA AUV
NRAA AN LA @LTUNAW [10]
LmuaﬁmadvlwvluﬁLaaLuuﬁmadmﬂﬂﬁﬂﬁugﬂ
MauenaIsuaznIziloswanadnanuaswisoile
fuduiiyuitudendesnimiadmsiluriosnaia
9q1i% (W.4.2558) Falmanisdmimanunmn
w'&mﬁmsﬁﬁmmmmmLﬂaaugaLﬁaﬁﬂuwiﬁoﬂu WA
FadaaldiianlunssaaduunuuiineswIuln wie
21AANIFDNYDIHALAAY Farnlwlisnansndians

= ) o
mahdugmauznailuiaginld

2. 3 5nMINAaas

2.1 ﬂi:ﬂ’)%ﬂ’]‘ilﬂ’]ﬁ%gﬂﬂizﬂﬂﬁf’\ﬁ%ﬁﬂlaﬁ'%

ﬂ’ﬁé’ﬂ%@Lﬂwmzﬂaam{'}ﬁumaﬁummq1 8919
(Eﬂﬁ 1) 51‘}\‘1Nammﬂi'aqiwﬁmﬁaumm%mLL‘LLuga
in3a H6140B  lagldia3asdasadrive Sinco n
5000DC aA3IANTIFWAIUAIAE (Die) $111% 3 Hadia
msthnszilossindunsedn 1 a5 (gﬂﬁ 2) WIIEH
w2 nasadavinanslag a:gné’@l,ﬁ"aﬁ'mﬁ'@
ANMNAWILALARUAGILAUINNTIA 12 39 ANULEY
39U Uazinuadunian1sia 10 99 auANNL
WWIH9 (Column) TBIWTZEH (g'ﬂﬁ 3)

naztlaginaunaoauswimisnua 30 1ol
mnm:mumsé’@%Lﬂﬁ%ugﬂﬁﬁmié?ammnﬂﬂu

v a g &£ A °
ﬂizﬂ’luﬂ?’iﬂﬂiﬂLﬂ’]‘HuEﬂLL?(@GI%@]’Y]‘WO‘Y] 1 Qﬂ%’]&n




msﬂszquﬁmmnﬂ%a‘mzﬁmﬂsmLﬂ%mnmmmszmﬂ"lm a399 29 m&m

CST-04 1-3 NINYIAN 2558 TRIAUATITRIN

Jaanunm lasiinuadiwriinialiseandasny

<9'°nLmum']si‘@mwwmmaawﬁé’uuam‘lé‘lugﬂﬁ 4

2.2 nuusnaadinludiofiane
o & a & b &£
wuuUd1aed bW ludafnduasnzuinnis it
junsedl aaﬁwﬁu%daﬁugﬂsfﬂd wnludsznaudae

BUUINReITa I MARUW LATUUUINREIVBINTTEY

(UN 5) ANURWILARIAULWIANNENVBINITEUIZ

8 1 nsedlaginsunsaauaiius 1 36 naanSae anihanlfiduanuniizudurauidusouszeswi
U q q
WA LA R AN A WL EILNTa HE6140B sulasmsuaaaduiaa® (Contour) 189ANNRINDDI
u

LUUTIR0INITIY mwwmm'&'ﬂmﬂﬁqm:uamﬁm
ERERE LLa:mm%mﬁaﬂﬁqm:uam@hy?ﬁnﬁu
AUANAL  LaRLNUATRALNKLNS (Shell  Element)
. 4d A o a & o
JUTNEMADNTININ 2,880 LaALNUA Qﬂiﬂuﬂﬁsmw
LUUINRBINIIRY I@ﬂﬁmiﬁmu@qmauﬁﬁmaﬁaq

YDINIFRLEAS LAILRNMT (1) W (2)

Ci' 1 1 J +| :’ L 1 d’
AN 1 mmimwugﬂnizﬂaaumwaaauqu

- o . X
18613 1um:mumm@%mﬂ1mugﬂ

Condition Value Unit

Parison Diameter 52 mm

) . Blowing Time 20 sec
31U 2 NMIATANITFUNNRIANY 3 K2 GRELAIDIEA —

U ¥ . . Pre-Blowing Time 0.3 sec

Fauhausdnszilasiniunaonn ,
a Blowing Pressure 6 bar
Pre-Blowing Pressure 0.1 kPa

<— Circumference

Column (Cy)_|

311 3 ugAIMIIMBAALE TR R AU 3Uf1 4 usaaidunsnasmianummnszllasindu
U q

. e oA a _
AN WAZLEUTOLIIVBINITA MaBauANNY 1 aa3 (n =1, 2, 3,..., 6)

545



m'iﬂ'i:‘gu%mmnﬂ%“ﬂwu’imﬂisuLﬂ%ﬂdnal,l,mﬂ's:mﬂ"lm a399 29

CST-04

Mold Cavity

Parison

Mold Cavity \j Unit: mm

2.54
2.44
2.33
2.23
2.13
2.02
1.92
1.82
1.72
1.61
1.51

U 5 uwudna a9 W AL RN UAVBINITZUIBAITOA

a 1 A/ +| :‘ “’ 1 dl 3
mLﬂwugﬂm:ﬂ asinNwraaRwLUULAN Y

G(t)=GO—Zn:Gi (1—e‘”’i) (1)

i=1
_Cl (T _Tref )

Cy+(T-Trer )
G(t) fa lugasmInauaansaudwian

loga; = (2)

T fa LA IHauAaY
ar
Tref

a

& & dl
fa Wdﬂ%uﬂqiLﬂauL’]a’]ma@qm%ﬂw

U

a

Ao amnnidanass

{UNT (1) Lﬂuaumimaﬁaq%aiﬂamaaﬂ%ﬂﬂu
MILRAIHANITVLIDAIVBINARAN IWALaAEUAINN
Mmtmugaﬁqmwgﬁ 180°C lapauns (2) tuauns
284 Williams-Landel-Ferry (WLF) gnianlglunis
LLamwaﬂs:‘nwaaﬂ'mﬂ?iﬂuLLﬂmqmﬁgﬁwﬁﬁummz
Insenae [8]

wuudtaedlnwludiefiuudaesnseios
ﬁﬂﬁu%daﬁuluumﬁ@mnLLa@ﬂugﬂﬁ' 6 WUUINRDI
anEPIDULILENINATAIUUKILNG X UATRITIN
LLméf@mwﬁ@‘hLmuomwgai’@mﬂﬁumzﬂao 115
mm uupiraasinWludiefindrasnnisuazgnaing
@Ta:Jmﬂ‘*fi’t,aaLuuﬁmﬁmmumagﬂs”mﬁmﬁlﬂmjﬁ@

TTWILANNLATEA (Plane Strain) luszuy X-Y

546

1-3 NINYIAN 2558 FIRIAUATITEN

Mold Cavity
Parison

E‘Uﬁ 6 uuusaed W ludlafiunduainszuiunmsea

'%@1Lﬂﬂﬁugﬂm:ﬂau{'}ﬁwdaﬁﬂmmﬁmmw
Fwn 120 Rud mItwualagisudoaiy
Lmua‘jmaam:ﬂa\‘lgﬂiw\uﬁﬂu ANUR IO ULFWIOL
WURINITAWIUIZUIL XY Avua ldaranisaing
wuUdaeInISRUlAT T e HNITERIN L EUTa LS
neluusznianenindoanunuwiaislundas
WA A ULFRIaUITITaA ldan w3 ERaSe 1N
LL&i‘ﬁEJ‘WrGI’]&ILL%’Jﬁ@mlﬂd%:gﬂﬁﬁﬁuﬂiﬁﬂu’?@lqLL%\‘]
Ln39 (Rigid Body) LLa:Qﬂ'J’NIWﬁ’ILmﬂ\‘lﬁl,l,ﬁjﬁllﬁﬂ@
Tagfinsiinuadirarudsvesnisidiniiouny
LLuuﬁmadm:ﬂaaﬁﬂﬁwdaa"ugﬂiﬂuﬁﬂu

wuusiaedlWludiefiuuduasnisidinszilas
ﬁﬁifu‘ma’aﬁuqu 1 805 MaFasuUUIIaasld
FaNGuwI5 MSC.MARC Tunsiases laols
ﬂam‘hma%@%’mqﬂﬂaﬁﬁﬂmﬂﬂszmawaﬂmo Core
i5 A2NWL57 3.3 MHz uazltwiiuaiuisiia DDR Il

ANY 4 GB

3. HAaN1INAABILALITDE

NANTITIAATUAUIVDIWIIRBETUIIDURAIA L
ATMNANNFNANBTIERINIANAUILAZANU LIV
wﬁé?uvlﬁ'[ugﬂﬁ 7 Taganunuiadsauaanugile
LLmawm@‘hLmumﬁﬁmau6] WISABUEAIAT L6 b1
a139% 2 ﬂ'ﬂmﬁ'mJaamm%mwﬁé’m:gﬂﬁﬂﬂ%
Judsudusasuuusassnludiodund

wamiﬁ‘haaammﬂ’uﬁugﬂmzﬂaaﬁwﬁu%ﬁaﬁlu
Eﬂi"mLﬁwlummsnLLama"'lé'fun'ﬁwaaﬁwaawﬁﬁu
aumzﬁ'&ﬁgﬂi’wﬂum:ﬂaammq 1803 Vl,éi’l,ugﬂ‘ﬁ' 8
ANITNTZLAMUAWIVBINITAUV UL NBIAILFAI LG
Mowed  lasfnieszldianunugiga wazdin

L’Eua:ﬁﬂ'wmwwmﬁaﬂq@muéwﬁu




ﬂﬁ‘iﬂi:‘g&ﬁ‘ﬂ’m’]ﬂﬂ%a“ﬂ’]Fﬁﬁ’mii&lLﬂ%adﬂaLMdﬂi:mﬂ‘l‘ﬂEJ a399 29 M&“

2410

Thickness (mm)
o ra

0ar

c2 ~

c1]

w1

c3 | c4
- . C5

| C6

—8— C2
—5— C3
— G4

Y

——

g 1 1 1 1 1 ! ! 1 1 1
1] 20 40 B0 a0 100 1200 140 160 180 200 220
Length {mrm)

g'ﬂﬁ 7 AWANUFNNUTIZTAINANNAUILAZAIY

HNVDINTIFU

ANTHN 2 LFAIAIANURWILARLATNAMULIIVBINT

Fuluuaaziui@e (Column) AULEHIALI

Parison Thickness (mm)

C1 C2 C3 C4a C5 Ccé

2.191 2.363 1.581 1.748 2.062 2.202

t=0.2 sec

t=0.0 sec

t=4.0 sec t=20.0 sec

t=2.0 sec

{ o 1 lg/ +| :’ L 1 {
gﬂﬁ 8 wamsmaaamimwugﬂﬂi:ﬂaamuwaaﬁu
Ul wvmlag

1-3 NINYIAN 2558 FIRIAUATITEN

wuudnaedlwludiofiuudluiuianinives
ﬂizﬂaaﬁ’]ifu%daﬁuﬁm’mgqmnﬁumzﬂaa 115 mm
UNANIIA I ULEAIAIAUNITV L AIVBINIT A
aum:ﬁ"aﬂ:mﬁwaaLﬁﬁLLajﬁuwﬂlﬁ’lugﬂﬁ9 3
NIZANUAMURWIVDINITUT UV NL AT TOUFA
Hwanfuasdinnuasea (Strain) laguSimfiie
ANULATLAFIFAILURAIGILTLNAD wasUS Sl
mmm%m@iﬂqmmamﬁau%’ﬁfwﬁu AMNAUIVD
ﬂi:ﬂaw%nmguﬂi:ﬂaq’«a:ﬁmﬁfaﬂﬂim%nmgu6]
I@mzé’qmmvl,@i”’j']Lﬂuu‘%nmﬁﬁmmmm‘%mgaq@
waziladiaszar e ninntisduwenuanuazeule
vaInteiasazilildmanunuizasnizilasanns
$raadlWludiofiund enunmniisaldanuuusiaas
nazflasgUiadnluuazuwidannahuiyTouiioy
fuanuwwiadsdldannsianszilesidunsein
fﬁ?ammmuamﬁwnmﬂlugﬂﬁ 10 NAaNI3
Lﬂ%ﬂuLﬁﬂummwng@ﬁmmmm:ﬂaoﬁwﬁu%daﬁ'u
pasunuinaslnludiefwudvainiziosgUiaauly
wasluunadanns Senanuanuamanianannug

NINARDY RANARULINY 31.61% WAy 17.07%

MuS1AY
t=0.0 sec

t=2.0 sec Unit: -
1.50
; ) 1.35
/ \ 1.20
\ 1.10
0.90
t=4.0 sec 0.75
0.60
0.45
v 0.30
LX 0.15
t=20.0 sec 0.00

3N 9 NMVLLAIVBINTIWUaIULT 180 W ludie
NN PULUINAUIINIAT 0, 2, 4 LAz 20 Jufl




ﬂ’]iﬂi:‘g&l%‘ﬂ’m’]ﬂﬂ%a“ﬂ’]Fﬁﬁ’m‘iiuLﬂ%adﬂmmaﬂizmﬂ‘l‘ﬂﬂ a399 29

CST-04

15 T

Thickness (mm}

Mz

o

4]
T
L

Exp
in.
—=&— FEA (Full Shape)

C2 C3 C4 c5

c1 cé )
—S— FEA (Section Shape)
0 1 1 1 1 1 1
0 1 2 3 4 g 3 7
C-Position

Eﬂ‘ﬁ 10 ﬂi’W‘lLLﬁ@Nﬂ’J’]Nﬂ%Wqﬂﬁ’]U‘H?J\‘iﬂitﬁiﬂ\‘i

ﬁﬁﬁumaﬁummq 18019

4. d3
a & o A y X

MyAaninszuIwntaataliiuzlues
+ Y o oA . o o = oo a A
nizilosihlundaduidinetrudan m‘[maq‘[wmaﬂ
a 1 a v ad 6 a
AUNMURUIUUNFIANNY 1 §AT a7 ludLed
L;J%@Tﬁﬂﬁﬁ']mim‘hmmmwwmqﬂﬁwzmnm:‘ﬂaa
Z’ G 1 d' v a a o 6 a
N uAaefUlanaunINEATI wuUd1aad bW ludied
LA LA R TN A ATINIRINITDANUI IR VAWV DI
nyetlasrindunaafn lauiwdIuInnITwuLIIe0ILaN
Tu %aﬁgw‘”t@”mnmnﬂ%’muLﬁmummv\mm:ﬂaa
mwé’amnﬂwamgmamuuaﬁﬁaaummﬁulmm:
LUUE1809 1 WIIAaT1INUAINNRRIVEINT T B9
:/ a oA a ' A o 6
U UREANITIAAAALAR UV BILUUT 809 I Tud
a 6 +| 1 3 Qs a
Laamu@mszﬂaogﬂiwmaflmmzummmwum
31.61% Wa 17.07% GMNA1ALU WaNINNAINLAIKEN
Tunisdrmr o NIl ulnaa 1T IIBUUI8 09

@ A 1 J + a 1 o U
nsdasaihiugunizdeswaadnydiedudeulu
WIRINAaUNILR A LMY Tz NI RaR AR EN I

me‘jmaqmnﬂwmzﬂaawmaammuLﬁulu

5. indn3sadsend
a v g et a a
NWITERlaTuRunuuaziagauninilunminasas
WamiuaywnsIdvanuIEndyaiawinanadn

N6 (WARITW)

6. Lana139199
(1 S., Uday, V., AS.,
Chowkshey, S., Das S.N. and Suresh, S. (2013).

Gupta, Raghuwanshi,

548

Simulation of Blow Molding Using Ansys Polyflow,
APCBEE Procedia, vol. 5, pp. 468-473.
2] Yu, (2009).

1-3 NINYIAN 2558 FIRIAUATITEN

J.H. and Juang, J.Y. Design
Optimization of Extrusion-Blow-Molded Parts Using
Prediction-Reliability-Guided Search of Evolving
Network Modeling,
Science, vol. 117(1), pp. 222-234.

[3] Yu, J.C., Chen X.X., Hung, T.R., and Thibault, F.

(2004).

Journal of Applied Polymer

Optimization of extrusion blow molding
processes using soft computing and Taguchi's
method, Journal of Intelligent Manufacturing, vol.
15(5), pp. 625-634.

[4] Huang, G.Q. and Huang, H.X. (2007). Optimizing
parison thickness for extrusion blow molding by
hybrid method, Journal of Materials Processing
Technology, vol. 182(1-3), pp. 512-518.

[5] Shinji, I. and Kosei, K. (1995). Direct observation
and simulation of blow molding process, Nippon
Steel Technical Resort, vol. 67, pp. 43-48.

[6] Lin, S.J. (1999). Computer simulation of the
inflation process in blow molding, Journal of
Reinforce Plastics and Composites, vol. 18(8), pp.
759-774.

[7] Debbaut, B., Homerin, O. and Jirraj, N. (1999). A
comparison between experiments and predictions for
the blow molding of an industrial part, Polymer
Engineering and Science, vol. 39(9), pp. 1812-1822.

[8] Laroche, D., Kabanemi, K.K., Pecora, L. and
Diraddo, R.W. (1999). Intergrated numerical
modeling of the blow molding process, Polymer
Engineering and Science, vol. 39(7), pp. 1223-1233.

[9] Tanifuji, S.l., Kikuchi, T., Takimoto, J.I. and
Koyama, K. (2000). Overall numerical simulation of
extrusion  blow  molding process, Polymer
Engineering and Science, vol. 40(8), pp. 1878-1893.

[10] Marckmann, G., Verron, E. and Pesenx, B.
(2001). Finite element analysis of blow molding and
thermoforming using a dynamic explicit procedure,
Polymer Engineering and Science, vol. 41(3), pp.

426-439.






