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I B3HayeHHs

[lonepeyHuit po3pi3 CTIHKM KOHCTPYKTUBHOI
NiHON/ACTOBOI YAaCTUHMU, LLLO MOKA3YE CYLiNbHY
000/10HKY Ta CTiNbHUKOBY CepueBunHy, 06M1aBi
chopmMOoBaHi OAHIED onepaLien 3 0g4HOro
mMaTepiany.



I KOHCTPYKUINMHO-MIHOC

Structural
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DOPMYBaAJSIbHI MpoLuecu

1. MNpouec AnTTA Nig HU3bKIM
TUCKOM

2. [lpouec nutTAa nig
BMCOKMUM TUCKOM

3. |HXeKuinHe auTTa nig
TUCKOM

4. nTTA Nig TUCKOM rasy

5. CninbHe nUTTA Nig TUCKOM
abo ceHaBiy



PekomeHgauil Mo gnsanHy: nepexig MixK
TOBLMHOK CTIHKU

Not this

Not this

i

This

T

This

[liaTpmymnTe ogHaKoBY TOBLLMHY CTIHOK,
HaCKI/IbKM Le MOXXAMBO, | AKLLO0 3MIiHU
TOBLUMHM CTIHOK HEMUHYUIi, pobiTb X
NOCTYNOBUMMU, @ HE PI3KNMMU,



PekomeHagauii no an3anHy: pebpa

— ~— 12 T max.
width at bose

- 1° drofi per stde

PekomeHgoBaHi Mex<i po3mipis
apMyoUnx pebep 419 KOHCTPYKLiMHUX
MiIHOMNAACTOBUX geTaneun.

‘/2 T radius

Material thickness = T



PekomeHaauii no an3anHy: 600ULLKK

[na Kpalol *KOPCTKOCTI Ta NOTOKY
MaTepiany NpuegHanNTe BUCTYNM 40
HaMBAMMXKUYOT BIYHOT CTiIHKK, AK
NOKa3aHo.

Usually possible
but not desirable

These are preferable.



PekomeHaauii no an3anHy: 600ULLKK

12 draft )
per side
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thickness
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# 1/2 T radius
Y %
T

Yo T
min.

PekomeHgoBaHi Mmexki po3mipis gna
6o6uLLekK.



PekomeHgauil Mo gn3anHy: esieMeHTn TUny
peLliTKa Ta C/10TU

Gate Gate
A ,
( _ A (" 7\‘ N
I J $ l OTBOpPU peLwiTKM NOBUHHI bBYyTW CNpAMOBaHi
\l:l l B HANpPAMKY NOTOKY MaTtepiany.
C_
] ‘ L _]f_J
N Iy - )

Not this This



NAACTMACOBI AETANI
MPOLECY POTALINHOIO
OOPMVYBAHHA



I TnnoBa xapaKTepucTmKa

Si=Rotational
_ ;.[Mnlclln

Hnw it wor
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PekomeHpgaulili No gn3anHy: 0OTBOPWU

Mold dome and cutoff

OguH i3 meToAiB BUrOTOB/IEHHA OTBOPIB
y AeTanax, BUroToB/ieHNUX MeTo40M
poTauinHoro opmyBaHHA: KyMnos
dopmu Ta BigpI3.

/ Cut on line

’ ') Part
v ¥
v )

L T 7 X T TN 77

[lpoeKuia Kpyrnoro BizepyHKa Ha NOBepXHi
npec-dopmMu YTBOPHIE AiHIKO pi3ay
dopmoBaHit yacTuHi (Aka byae
HanpaBAAYO0 NiCAA BUMMAHHA 3 dopmm).
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PekomeHagauii no an3anHy: pebpa

Part \
Moldf Vu

Bart () BukopuctaHHa pebep *KOpPCTKOCTI.
\ (a) He nobpe — By3bKe pebpo He 3an0oBHIOETLCSA |
\/ 32/1MLWLAKTLCA MOPOXKHUHM.
Molc: ii (b) He nobpe — rnnboke pebpo TakoxK 3anobirae

(o) noTpanaaHHo GopMyBanbHOro NOPOLUKY Ha AHO.
)

Porf\ (c) He nobpe — HeBenuke HernnboKe i By3bKe pebpo
e 3aMN0BHKETHLCA MOBHICTHO.
Mold o (d) BukopucTosyinTe Lo dopMy — BenKa 0CaaKa 3

dopmMyBanbHMM NOPOLLUKOM | CTBOPHOBATHU 3a40BifbHE

Part
%ﬁ pe6po *KOPCTKOCTI.
Mold

{

18

(c) LUIMPOKMM 3a30P0M 03B0O/1A€ 3aN0BHIOBATH
d)
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PekomeHaauii no an3anHy: 600ULLKK

Boss T sechon; E%l

Not feasible

BrkaroueHHa BucTyniB i T-nogibHmx
CeKkuiny geTtani, BAroToB/EHI
Normal MeTO40M poTaLuiMHOro dopmyBaHHA,

:vhcellpzf” 33 40NOMOIroK MeTasieBoro ekpaHa.
2%2%§ / Metal screen
AN
e '

Feasible



PekomeHgauil Mo an3anHy: TOBLUMHA CTIHKA

More thun ‘/2 T

v%////////%///////; +

Not feasible

Less thon T

W T

This is possible.

Uniform

i A~ el

thickness
This is best,

ToBLWHA CTIHOK geTasien, BUroTOBACHUX
MeTO4A0M poTauiMHOro GopmyBaHHA, NOBUHHA
6yTV MaKCMMasibHO PiIBHOMIPHOHO.

1. bBarkaHa HOMIiHaNbHaA TOBLUMHA CTiHKK Bia 2,5 no
6 mm (110 go V4 aronma);

2. MiHiMmanbHa TOBLWMWMHA CTiHKM Biag 1,3 a4o 1,5 mm
(Big 0,050 oo 0,060 arorima);

3. MakcumanbHa TOBLMHA CTiHKKM, 13 mm (12
ANMa);

4. OnTumanbHa  TOBWMHA ANA  AeTaneu,
apMOBaHUX CknoBosnokHoM, 10 mm (3/8 aronma).
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PekomeHgauil no an3anHy: Nigpisn

Undercut
/

“ Not this unless material
is flexible or mold-parting
piane 1s perpendicuiar to
the undercut

BuToukn B getanax, BAroTOB/IEHMX
MeTO40M poTaLuiMHOro GopmyBaHHA,
36inbLWYHOTL BApPTICTb BUPOOHULTBA.

Preferred design
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PekomeHgaull Nno gn3anHy: ocagKa

= 0° draf?
L . ] Parting
1 ' {ine
NS BiuHi CTIHKM geTanen, BUroTOB/IEHUX METOA0M
Not this poTauinHOro popmyBaHHS, MOBUHHI MaTH

Be/IMKY 0CagKy A41A Ierkoro BUMMaHHA
aetanen iz popmu.

) < Oraft angle
'\ {most materials, 1°;

polycarbonate, ! Y — 2°)

This
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PekomeHagauii No An3anHy: rBUHTOBI Pi3bOU

2y e L2 b

All-purpose Modified buttress Crown or V thread
glass-boitile
threaad ,
Recommended Not recommended

Pisbba gna getanemn, BUroToB/IGHUX METOA40M
poTauinHoro opmyBaHHA.
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PekomeHpgaull No gn3anHy: BCTAaBKU

~ Holding bolt

/ / Mold

y , Molded part
T

~—Plastic insert with
feathered- edge flange

BKAKOYEHHA NNACTMKOBUX BCTABOK Y A€Tai, BATOTOBANEHI
METOA0M POTALIMHOrO pOpPMYyBaHHS.



PekomeHgauil Mo gn3anHy: pagiycm KyTiB |
ranrtent

Rounded corners
1.5 mm (0060 in) min;
[l u 6 mm (Y, in) preferred

Pagiycu KyTiB y getanax, BUroTOBAEHUX
MeTOoA40M poTauinHOro GopmyBaHHA.

7 Sharp corners

j

Not this



PekomeHpgaull No gn3anHy: By3bKI NpOXoau Ta
obmerKeHHAa dopmu

- Rotomolded part
«— Less than 13mm ('% in)
By3bKi npoxogn B getanax

Not this poTauinHoro opmyBaHHA.

%Mow than 13 mm '/2 in)

This




PekomeHpgaull No gn3anHy: By3bKI NpOXoau Ta
obmerKeHHAa dopmu

EEEEEE

Not these

YHUKanTe By3bKMX BUCTYNIiB abo BUIMOK y geTanax,
BUIOTOBAEHUX MeTOo40M poTauinHoro popmyBaHHA.

90° or
larger




Po3mipHI paKTopu

Molded cover

KoHcTpyKuia gna popmyBaHHA
EMHOCTI Ta Il KPULLKK 33 O4HY
Maolded

Cut here to comfo.ner onepauito.

detach cover



[JonycTumi BIAXUTeHHS

TABLE 6.4.1 Dimensional Tolerances for Rotationally Molded Plastic Parts

Dimension Tolerance

Length and width *+0.8 mm for first 25 mm (*Y% 1n for first in);
+0.4% thereafter

Wall thickness 0.4 mm (=% in)

Wall thickness buildup at corners Usually greater by 25%




BUAYBHI NMJIACTMACOBI
AOETAI



[lpouec

E xtruder
/E xtruded parison

~—= Knife Tadl
o O K 0 O
| Bottle 9
! 2N mold
| 2R
|
. Blown
Blow pin Molid closed bottie
and bottle blown

[MpyHUMNOBaA CXxema npouecy eKCTpys3ii-BnayBaHHA.



I TunnoBi XapakKTepucTuKM Ta 3aCTOCYyBaHHA

26



TunnoBi XapakKTepucTuKM Ta 3aCTOCYyBaHHA

-
240 to 480 mL Over 480 mL
240 mlL (8 oz) and under (8 =16 0z) (over 16 oz)
Injection ——— #——————————— F xtrusion

[NopiBHAHHA 3arasbHMX PO3MIpIiB i popm
KOHTenHepiB, BUrOTOB/AEHUX LWAAXOM
IHXKEeKUIMHOro po3ayBHOro opmyBaHHA Ta
eKCTPY3iMHOro po3ayBaHHA.

TAB/IMUA 6.5.1 NepeBaru meToais BMAYBaHHA

EkcTpy3iHe po3gyBaHHA

1. Binbl KOHKYPEHTOCNPOMOXKHMIN ANA BiNbLIOCTI KOHTelHepiB NoHag, 16
VHLUIN.

2. Hnykua noyaTkoBa BapTiCcTb popmMu.

3. Mo»XHa nerko BUroToBAATW NAALIKM 3 pyHKaMu,

4. binbw edbeKTUBHUM 3 *KopcTKmUMm NBX.

5. Mo»<e BMpo61aTH HaA3BNYAMHO HeMpaBUbHI KoHTelHepu (Hanpuknaga,
0Ba/IbHi 3 MAaKCUMa/IbHUM CMiBBiAHOLWEHHAM LWMPUHU 40 TOBLUMHN).
IH>KeKuinHe BugyBaHHA

1. BinblW KOHKYPEHTOCNPOMOXHa 419 KOHTenHepiB meHLwe 12 yHUin.

2. /lerko BMpoBAAE cneuianbHi 03406/1eHHA ropaoBuHM (3aXMCHI 3acTiBKK).
3. binbl TOYHI 4ONYCKM HA KPUTUYHI PO3MipK Ta Bary.

4. BigcyTHIiCTb diHiIWHMX onepau,in.

5. NigBuLLeHa ekoHOMIYHICTb (6e3 Biaxoais).

6. Binbl epeKTUBHUI 3 }KOPCTKUMK MaTepianamu (nonicTmupon,
nonikap6oHar).

7. EpeKTuMBHiILIe 3 KOHTeMHepamMmu 3 LWMPOKUM ropaom noHag 43 mm.
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PekomeHaaLil No An3anHy: TOBLWWMHA CTIHKU

-
"‘ ’1- 2 T max

AKLLO WKMNHA YaCTMHA NNALWKN MOBMHHA MaTK BinbLu
TOBCTY CTiHKY ANne 3abe3neyeHHA XKOPCTKOI
repmMeTmn3youol KOHCTPYKLUII, CNiBBIAHOWEHHA
TOBLUMHM CTIHOK MiX LUMMKOKO Ta KOPNYCOM He
NOBMHHO Nepesunuysatn 2:1.

-— T




PekomeHgauil Mo gn3anHy: ocagKa

6] AT

Possible Preferable

3abe3neyTe 0CaaKy Ha NOBepPXHAX, NeprneHaAnKYAapHUX
A0 AiHil po3aineHHAa dopmu



PekomeHagauii no an3anHy: baxkaHi bopmu

Wld'fh

™ 1

+

QOverall
height

B

0030 in
average

wall
thickness

Size range

Ovol: 3cm® to 12 0z
Round: 3 crn3 to 16 02

Shopes
I height
Overall heig =131 max ratio
10
Width .
= -1 max. ratio
Thickness 2.0 X

Width or diameter

D) =31 Imax rotio

KOHCTPYKTUBHI 0bmeKeHHSA
KOHTENHEPIB, BUTOTOB/IEHUX 33
AOMOMOrOH NNTTA Nig TUCKOM



PekomeHaau

KOHCTPYKLUII KPULLOK

Il N0 AU3anNHYy: CTAHAAPTHI

— — -

—fI
m
: |
e

~

CTaHA4apTV Ha FBUHTOBI KPULLKMU
ANA NNAWOK, POPMOBAHMX
BMayBom (pisbba 11/2).

L, in Thread
Size T, in E, in H, in S, in (min.) turns
18 0.694 = 0.010 0.610 = 0.010 0.508 + 0.008 0.034 + 0.013 0.345 175
— 0.007 —0.012
20 0.773 £ 0.010 0.689 = 0.010 0.539 + 0.008 0.034 + 0.013 0.345 175
— 0.007 —0.012
22 0.852 = 0.010 0.768 = 0.010  0.570 + 0.008 0.034 + 0.013 0.360 1V
— 0.007 — 0.012
24 0.930 = 0.010 0.846 = 0.010 0.631 + 0.008 0.046 + 0.016 0.421 2
— 0.007 — 0.015
28 1.075 = 0.013 0.981 = 0.013 0.693 + 0.008 0.046 + 0.016 0.405 1Y4
—0.012 —0.012 — 0.007 — 0.015




I Po3mipHI paKTopu

TABLE 6.5.2 Recommended Dimensional Tolerances for Blow-Molded
Plastics Parts

1. Neck areas of injection-blow-molded containers: Use tolerances from tables
in Chap. 6.2, “Injection-Molded Thermoplastic Parts.”

2. Other areas of injection-blow-molded parts and all areas of extrusion-blow-
molded parts:

Dimension, mm (in) Recommended tolerance, mm (in)
0-25 (0-1.0) +0.5 (=0.020)
25-100 (1-4) +0.9 (+0.035)
100-200 (4-8) +1.3 (=0.050)
200400 (8-16) +2.3 (£0.090)

3. Wall thickness (outside of container neck areas): £50% of nominal wall
thickness.

32
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