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Design of Extrusion Blow Mould for Shampoo Bottle
He Liang', Zeng Xuedong®
(1. Guangdong Industry Technical College, Technology Development Center for Polymer Processing Engineering of Guangdong Colleges and
Universities, Guangzhou 510300, China ; 2. Jieyang Dali Plastics Mould Factory Co. Ltd., Jieyang 522013, China)
Abstract : The structure of high density polyethylene shampoo bottle was analysed. According to the design characteristics of
hollow extrusion blow mould structure, the shampoo bottle extrusion blow mould was designed based on the Pro/E software. The
key points including parting surface selection, cutting mouth and remainder slot, exhaust system and cooling system were discussed

in design. The production practice prove that the design of the mould structure is reasonable and reliable, plastic parts formed by the

mould have good quality, and the mould has good economic benefits.
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