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of preparing a preformfroman injection-nolded, thick-wall closed-end

. parison by repeatedly and intermttently applying an air blow pressure to
the parison and releasing the air blow pressure therefrom and stretch bl ow
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shape is forned on the surface of the closed-end parison having a high
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heated to a predeterm ned tenperature, while the surface tenperature of the
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produce a H%J%%tqggLﬁbﬁ% d, thick-wall closed-end parison by repeatedly
and infermittently applying an air blow pressure to the
parison and releasing the air blow pressure therefrom, and
stretch blow molding the preform to a thin-wall large
container.

The closed-end parison is released from a mold
immediately after a skin layer keeping a parison shape is
formed on the surface of the cloéed-end parison having a high
inner temperature, and is then molded to a préform with a
preform mold heated to a predetermined temperature, while the
‘surface femperature of the parison is increased by the inner
temperature. The preform kept at a stretch blow molding
temperature is stietch blow molded into a blow mold to

produce a large container.
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