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The objective of this research was to study and analyze the effects of process
variables on thickness distribution of extrusion blow molded bottles. The three variables
studied were: a) screw speed, b) die gap, c) melt temperature, affect the formation of
the parison and two major processing parameters, d) blow time and e) blow pressure,
affect the formation of the final product of high density polyethylene bottles. It was
found thickness of parisons and botties effected by these parameter weré in
consistence with Basic polymer Rheology & application theory. The empirical models
for prediction parison thickness and bottle thickness were also developed. The
experimental plan based on 33 factorial design and Response Surface Methodology
technique was used to obtain the empirical models. All coefficients included in the
models were calculated from Origin Lab 7 software. The results showed that increasing
the die gap and screw speed cause the increase of the parison thickness whereas
increasing the melt temperature cause the decrease of the parison thickness. The
model for prediction parison thickness was found to be
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In additions from the results, the bottle thickness increased with the parison thickness

whereas increasing the blow pressure and blow time cause the decreasing of the bottle

thickness. The obtained model for prediction bottie thickness was
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