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A Study on the Birefringence Distribution of Pre-form Using Blow-Molding
Under the Various Processing Conditions.
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Fig. 2 Optimal injection time for wide Pre-form
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Table 1 Process conditions for injection molding
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Fig. 4 Measurement of birefringence using the polariscope
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Fig. 5 Distribution of birefringence for 3 different melt temperature
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Fig. 6 Distribution of birefringence for 2 different mold temperature
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