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Abstract

This research was conducted to find out the suitable pressure and relevant
factors in the extrusion blow molding machine regarding product quality. The
purposes are to decreasc time setup in pressure sctting, which would increase
accuracy of product thickness control, and to decreasc raw material quantity and
cnergy used in the process.

From product thickness control method using various values of distance
between gab and NUT 1, NUT 2, and NUT 3, the results and graphs indicated that the
third-setting provided best values as illustrated below:

4.5 mm in distance between gab and NUT 1

4.5 mm in distance between gab and NUT 2

3.0 mm in distance between gab and NUT 3

The findings also pointed that the appropriate value for pressure setting 1s 0.4

MPa, while the temperature should be 40 °C in order to dry the hopper. The speed of

parison provided from tube die should be set within 30-32 rpm.  These could

cflectively help decrease the product cost and time setup, and therefore producce

quality products,






