Abstract An injection stretch bl ow nol di ng apparatus and net hod
wherein while the preforns (1) are anply cool ed the injection nol di% %ééjem
time is shortened and furthernore a snall nunmber of blow cavities a 2 2033
and the operation rate of these blow cavities is increased. In an

i njection nolding section (14), N (N>_2) preforns (1) are injection nolded
and then rel eased fromthe injection cavi)]%srmld (42) at a relatively high
nol d-rel ease tenperature. Wile the pref ~ (1) are cooled by the

i njection core nold (50), they are carried to a preformejecting section
(16). After the preforns cool to a teipeif®are at which they can be

ejected, the preforns (1) are ejected fromthe injection core nold (50). In
a transfer station (200), n (1_<n<N) of the sinultaneously nolded N
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preforms (
5 of blow cavities are used and the operation rate of these blow

cavities is increased.
In an injection molding section (14), N (N22) preforms
‘ (1) are injection molded and then released from the injection
cavity mold (42) at a relatively high mold-release
10 temperature. While the preforms (1) are cooled by the
injection core mold (50), they are carried to a preform
ejecting section (16). After the preforms cool to a
temperature at which they can be ejected, the preforms (1) are
ejected from the injection core mold (50). In a transfer
15 station (200), n (1sn<N) of the simultaneously molded N
preforms (1) at a time are transferred to a blow molding
station (300) in (N/n) transfer operations. In the blow
‘. molding station (300), each preform (1) 1is carried by a
carrier member (330) through a heating section (306) and a
20 standby section (308) into a blow molding section (310). 1In
the blow molding section (310), n botties (6) are

simultaneously blow molded from n preforms (1).
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