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ISBM(Injection Stretch Blow Moulding)-PP

49 %3883 T4 (Chang-Hyun Choi and Young-Woo Kim, Injection R & D Team, Samsung General Chemi-
cals, 103-6, Moonji-dong, Yusung-ku, Taejon 305-380, Korea)
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@© Preform mold A (A& 43)

@ Preform®] ol 9 (AFE mold — blow mold)

@ Blow mold @A (blow 4% )

@ o 3

71&9] EBM ujH], IBM 4% 71&9 54 o239
E 19 vehiigiet.

IBMe] A4H $§OZE BAE, QTEE, A4,
=
o

olE z}5o] k7t TIA got Ux,
SR9 preform& 71K-& wio] Y7 VAL
off ; MAoZ BY)H7} g7 W) T ¢
oMM HEFoR o] oz JYE £7)7} ofFEE £7)
(PS)el™, A¥71=  Netstal \H(— (£ EEHMHTE) 7}
THEATE e 3 (29 flip-flop system)o®

o] RoA UAY 1 FAZAE # &7 Yol
A = oFTEE 87 Ak 7179 AgEe] Hig
o] EREMM IS AFolH, vkt 3 28E 7)7)
EoJtt.

3% 2¢= 39 IBM 7}7]9) @i g w4y} ol ¢
2 P IBM 77| g8 2 4EE 49 8719
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2.2 Injection Stretch Blow Moulding (ISBM)

E83t1 e ETtaE S 9% ool 93 ex
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2 T #ARH o R Yl BHA, 34, 7
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stage %ol preformo EHEE ¥ 2% g 4 5
FoE 24T F e VIS Moz HE 4P EY
FHIEE FY 7 Us WY 25 2r).
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3.3 ISBM-PP Process

#2 o4 ISBM-PPS A& W7l Wolalx i
o= 71&9 stiffnesstt HDT % stress cracking
resistance, WeFEA 59 EA) A9 49 Fx] &
oA AH2oAle] AT BAE olF F YW wEe
g% #7199 WS e Qe £ddez
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SR FolgEleH 4Rt AK ge 7hE 77

ol23 #AIE HAsH] 3| single-stagert
reheating process& £{J8 23 9] sfute) =& s)-e A
of Ardeltt. ARt FH4e] HAXAY, price/per-
formance B]7} $-45}7] %SH A A4l g2 oEg

< AU

N

Bekum®] RBU series= 8]t $53F AL B
]ltt. 53] o] 7|7]= PETS} PPE ¥ue B9 wd

I2XokEn Il A 6d 6% 19953 129
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5 1L 1L
2y 305¢g 36g

% 6. PP} PET®] prefrom 2 bottle v]a

flol FAl AR Thesitte RS 7 ] ATt é
S50 wet AEN vrE GokeEx] st el g
A4 =71 Qi 13l 60 RBU-4458 A48 ISBM
bottled} AFEH preformE B)w3 ARRE Bgch 13
A HolZo] & F7]e] W& AYsy] 93 PP}
PET2] preform 348 stretching ratioo]] w} x}pol7}+
D= RAE G + ATt guty oz Emn 2 388 o
7] 9% stretching ratio= PP A$7l ©] mca
preform2 i1 FAE Feo|t}

o529 38 70) Yyehd Bekum® RBU-225% 3
el 2-stage YAS HATH

(1172l %Y== preformE-2 APdel A4 mold
oA AFZE AZE AEelt). o] preformEL2 [2]0)4]
vFEe [3]& Bl ©1F HLE load®T}. [4]% pre
form heating zone® 24 2709 chain®® FEAC}
[8]. 2} oven line2 RBU-2259] #<$ = 79| heating
panel® % 7§9] equilibration zoneo ® TAFCE, z+
heating lineg EfHA o2 2% 7} control®7] w&o
preform®] 255 AE3A 22 4 Yo 10]. [11]
2 ¥ d preform oven . ZEE| moldE o] A7 3}
Al #499 e ol$ste 9L dth. Stretchd}
blow7} FAlel dojibz o] [12]d], ¢ CKEE) S
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[1] preform container, [2] preform H#7], [3] preform ©|47], [4] IR heating zone, [5] control panel, [6] blow air A7), [71
streching rod 4°¢}%247], [8] preform ©)4:%83X%], [9] indexing chain drive, [10] IR temperature controler, [11] shuttle transfer,
[12] streching blow station, [13] bottle removal, [14] operator display

J&l 7. RBU-2259} lay-out (Bekum Maschinenefabriken GmbH, Germany).

E FEEHE "urt 2w dadg AT FAlel 42 wako g %7@% A Ak gitd o2 M<2CR
bar ojste] 7|9k o 2 WA} Wk blowinge)] o] 24 FA8k= Aol vigrAlsitt. =3 PP IR heatd] &4
o e o535 viEH S P437] A8l molde] AR &°] 40~45% HTE PETY 75%°ﬂ Hjaj Ario=s
TEE part7} AR|FHo| Qtt. A4H W [13]8 E3) woni, o] 2 <35 cycle tlme°] AFF AoixA "ot A
g o5, 4 blow T35 v7] 9leh 2% 23] preheating
$3}= ISBM-PP bottled] 4% & $s)A= preform time-2 PETS] 79l 30% om | 8]s] PP2] Aoql 2
o AR H LY AAV Basith £B W ~3Rog Loldth AMHOR A 4YS o] 9
o] mok, &5 whet Hultt preforme] AA|7F 28X 3t preform®] W2 (effective stretching tempera-
B2 customer/} Y5l= 1o 8¢ 9 moks AAE T ture):= homo PP2] A2 162~168°C, random PP<]
preform& AA5H= Ao] WRHAelt}. o= PPe] ¢ 7% 150°Colrt.
e A 2 2FEALE, top-loadd S 7= B2 A A9 94 % stiffnessE 7] 98 blowing
2ol preformo] A7} vlX = FFo) AUsts AL ratiok. T R2% 99| 7 604 RHo|%o] PP 1 &
S hkiss IL}EW ks preform?] 43 & SisiMe 2 g4 PETRI} & blowing ratiog 2H= o] Yubzo]
f%'«l 474 & preform AFEZA 01]A1_‘7‘_E«] Znggl Z=9 CHPET=1:8, PP=1:12).

71 &0} 3}, E5] PPo] A$= blow mold 9 AA7MA RBU series& Algo] 7153+ PP bhottle9)
°ﬂ*1—4 wE Yzt g vud e —’F%ﬁr% arets o A71E 200~2,000mLo]™ 2 &io] hottled 43
o] &8s}, gt e XY F92 d8 69 LERY QiEe] PP

44 E preform& AHE, stretch/blowdt?] )84 7} ¢F 15% 7PH$B 2 (1L square bottle 7[&) o]=Z
preform& IR-heating zoneo 2 S3A|A 7ldst= ¢ QJF A8 Hdo] guE ue 5 U
A€ AXA Hedl, 48 el FA, stiffness, F
A& A4 preform?] L% EEELS njo 293l
ggg 3o} HFEE blowing TS W] Y= 4. ISBME Polypropylene
preform Wi/2%9] &5 s Fole FAYo] o}y
AgdEofor dl=t ol $slA] preform?] o]%A) Polypropylene-& semi-crystalline polymer 4] cry-
heating panelAfo]o|A] fanS A5 &, preform] stalline 82 7S = 982 d= v amor-
FEE)} AFLE(L)Y (AN S AWF Fol= phous P& 342 R QS al= Ao Iy
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AT HIFA FRol7] wjRo| dukEel 38t B
A3 o] 738 stress cracking resistance® $-
o} 3 F& AAo] £+ hot filling L5 »Y
Qo ofgE THE AF F4 (sterilization)o] =
g Rop = 1 Hgo] 7MFdithe AE-g Ado
PP stretching 4 S ol &, A58 =9] 48
7HAE 4 Uvke Aol gl gEA e, o] ozt
PPe] A42A& o]&, monofilament (fiber, AF) Soj

225y ot X o2 Rl v Audow v

e UEg /MT our g AFS 4¥T W fe
@ 20E 70 recycling® ¥ golsitk: g
& Adeh,

4.1 ISBM-PP2| Sgiy
PP Fde Sl 2R ISBM-PPo Hg&o}
& Wal7) SlalN V1R o= A1 $29 820} Bk
g 4 gtk dMHOoF random-PP7} homo-PPHT}
4% FEAE BATE AMS WY Fd o,
o] random-PP9 739 propylene®] chain Alo]of
ethylenec] Ev&zeoR FXHo Y& BaAgzst
crystalline domain®] A& Halsls AL Fo oy
Polxi AneT ¥ 4 Uk ol FHHe PPE
crystalline melt temperature ©]3}9] &XofA] QA4
PomH BAAR S o] Hud frl8Ae] BE
B 2ol S 45ENE U8 F AT 47 o
@ f719Ae) Hrlo) 2B e B w4l
ISBM& &3} PPe] FEx9} ZHBHLE L TA44A)
A PET $.°2 Boi2)i %ol 7Vsdith.
J2 82 PPe ISBM 3%o] doju = Wl
cycle UERATh. TRlolA HolRo] ANLE
crystalline melt temperature o}zfjol] 9x
+ /J\Oﬂi single-stage }419] H$-HT} 2-stage HH4]9)
ol B e ANLE WIS A1 5 Aok e B
—’F— Utk B 2-stage WAl2] 799 single-stage HFA]
9] BA¢ET crystald] 37]8 A e RAo) 7HssEi
% Qe Fgel S SRS + A .
4.2 ISBM-PPo] 25
PP2] ISBM &2 Aslis|L 2459 shigl 247
=(58] AH2o4)2] Adh= 2-stage ISBM 34 & =
YoM 2 /MM aTE @ £ Yo ARe] Bl
ot E 20l= 77] thE £79 PP9) PETY =854,
7+E process® §719] ZE7} nluso] 9t} ZoA] B
g A%o] extrusion blowing® 795t} ISBMe] 72
=] BAE €2 4 J2oH, PET vsise A
o 5T 4TS GEL Y= RS L 5 ok
E 1%03 AE PP bottled] XezARE
EXN dXsA A 4+ oo
43A ded EE??_ stiffness= W F72] 2.5%0) iz

o
rSL'

l

o
-
rr
)
m|o
w2 i

4]

¥

IFEXoED 7l Al 63863 19959 12¢

~ Meit
Manuracture » Temperature
Range //7
200 + t
r Single Stage
150 Stretching
Crystallite Range
Meit Range L
100 T L
Crystallite !
Soiidification zﬂ#age
Range 50 + |
RT r r
-
Raw Preform Injecton
Material /Blow
Moiding
%] 8. ISBM-PP9] 2% cycle.
B 2. 79 FH/34E Fxo) vz
. PP PP PP PP
Meterial | pandom) | (Rendon1) | (Rendom-2)| (Homo) | TET
Process Extrusion ISBM ISBM 1SBM
Blowing (2 stage) (2 stage) | (2 stage)
BHEA (g) 35 30.5 30.5 305 36
mE (g/em®) 0.900 0.900 0.905 0.900 1.362
Top Load(N)
1mm deform 12 30 30 38 39
3mm deform 42 81 60(2mm def.) 95 100
max 75 120 - 185 213
kAR (m)
23C 15 >3 >7 >3 >3
4T 1 >3 >7 >3 >3
0C 0.8 >3 >7 >3 >3
dthe 2% AT et Aok meke SR He) Jw
£ Zo)7] feixe FHEEr BHEE HRY SAS &

2A)3FHA] stretching ratioE Hthdh &g)= Ho] =93}

*

4.3 ISBM-PP2| Barrier4d

PP 2 (Hx0-vapor)o| dtiaiAle $3 barrier’

& BolX|gk Opub COzells AtA o & barrierido] 8
A= AL KL ok a3 9o UERG glEol
PPe] Eof W3t permeability:= Y} PET \:HH] 10%
TELE obF foslvh. wbd O” 10004 B 5 U
o] PP9] 0 & COzll i3} permeability= PETQJ 10
ool & A ol g SHIME(OPP)
A HolA]A] e Ag & AthY o3 §Fo]
PET bottle A1&9] 50% o]4S 2x|5l= RS E A
golle] PP 282 A3l £23 Yo ot wapA
FA2AE ISBM-PPY 24715 A48 O gk g
AAE A28 71= PET 2 PVC E9L7] A&o|gn
& 4= A}

=
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H,D Permeability(g/(m2° 24h))

3" 9. 7 £A2] Hy0ol et permeability.

Permeability[ cm3/(m2-24h-bar) ]

1 T 1 |
- |
PET L '
OPET R J
PVC [
OpvC T L 1
Ps -

£C I——

Il
PAG e
P 66 —
EvoH f— ] |
a0t art 1T 10 100

B Oxygen & CO,

a3 10. 2= 319 0, 2 COyoll th permeability.

4.4 Al "ot

PPe] EHA 2@ 7Z4L 71& PET-ISBM bottle
o2 Foj&TEe H9 B2 x¥ o Aol ¥E
249 PP7} 7HA& 7FE Q1 Aol Ut PP&
PET diy] 459 714 Helx of$- FE8iy Ik
W] wio)] &g Fug 3% ASuE At(a™ 6
ZFz). o299 38l 1149} Bekum® RBU seriesE A}
2. 9 1718 A4¥E 73S PET, homo-PP, random-
PP z7] & Hg&g HLu_st s}, Qs HAL
PETY 7Z$ 2.60 DM/kg, random- PPA A 1.50
DM/kg, homo-PP9] 3¢ 1.10DM/kgs 7 ¢°§ 74]
At g9 ZHEATE 2xpH PP PETS 7
th 40% o] AATE AA 71HejA random-PPY 75‘
$ 14%, homo-PPe] A% 24%9) u1§87 AnF 1}
= AL PPYl EAA conditioning (preform®] =
7tg)el dojxi7] gl soiuvbe cycle timeo] wWE
AJAHY A8tE 23] wEeltt.

A S Aele ¢F A$E ALstus PPY
ISBM 7|&°] A3 o= A glo, ol ISBM-
PP 7]z tigt AA2Z3 AQzA e 7]& 7171 wiv]
HlaA w719l 7]719 71E wiEoz B 4 Qo). X
A= 7] DA A5 Aol A1 RE] *]ZLOHH FE

e 4y
RO

Cost
120

100
80
60

40 -

20

0 RN :
Oriented PET Oriented Random PP Oriente

a8 11 4 A8 vl 8l (30g, 1L B 71E).

A FoE FFE RO dFHe, A7} By L 7
2A7A Teis) & W T ISBM-PP Age) g%
Age oj$ vk @ 5 QA

4.5 ISBM& PPe| =

QoA AR Hlg}l o] ISBME $13 PP Chapst
592 Ao |y @ PEL deiA BAF gmol Vit
St S 4357 DAL PP Ao qloj ofe
9 22 Wrix) FEE wedshs Aol wasie.

£2 AFE grade’} v}

d 25 4e]
At ol FE4] BA B8 FRE AEANA
$E 28 Ash wold A4 WAE AXA crack

= h2 A4 g FHEEY A

AH7) wEo|th® wd {549 AR U cycle

time8] F7hs A& Holzgls A4S ¥ ¢ )

wFol ISBME PPoll A3t melt index= 8~25g/
10 minojt}.

%&HE molecular weight distribution (MWD)o] &

B3} o}&#] processing windowE
2 FHo] ATt
1 ISBM-PP&] 4&8 Fople] &S $)3iA
PP AzA| F15E A7 T/ 2 @l 2183 =
& 71&o} 3t FHIol= "‘717}«1 A% Folx
BT 499 ol Wrke JFL AR e
218 A 7} =] glen, JAZ extrusion blowE
o1&, Wo] ® Fudolxol Aol M AL PP}
A%y SEZ dge) BIHT k. YHo R A

o Bl 5,000 ppm& WA Wi Rol HRHT.

54 £

oA AR s} go] ISBM-PPE B2 488 7}
Qon WA o 4§ /b HobE Wrh. 18

|:I HS.

A
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500 ek 215l 7129 ohe x50 AeHL 3
353 ARl Mol H5oin] oHY obs
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