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(54) BLOW-MOLDING DEVICE AND PRODUCTION METHOD FOR BLOW-MOLDED CONTAINER

(57) To effectively prevent a mouth portion of a pre-
form from being deformed and enlarged in diameter dur-
ing blow molding, provided is a blow molding device 1
that includes: a blow mold 8 inside which a cavity 7 is
provided for accommodating therein a preform 3, except
for a mouth portion 3a which is an orifice end of the pre-
form 3, the preform 3 being preformed in a bottomed
tubular shape; a blow nozzle 10 provided to supply a
pressurized fluid into the preform 3 through the mouth
portion 3a of the preform 3; a partition wall member 22
that tightly surrounds an outer wall surface of the mouth
portion 3a of the preform 3 with space 20 being formed
between the partition wall member 22 and the outer wall
surface; and a pressurized fluid supply unit 24 that sup-
plies a pressurized fluid into the space 20 during blow
molding.
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Description

TECHNICAL FIELD

[0001] The present invention relates to a blow molding
device that is configured to manufacture a blow molded
container by blow molding a preform formed in a bot-
tomed tubular shape and a method for manufacturing a
blow molded container, and in particular to a blow mold-
ing device and a method that are designed to prevent
deformation of a mouth portion of the preform during blow
molding.

BACKGROUND ART

[0002] A blow molded container is obtained by per-
forming a bottomed tubular preform with use of a ther-
moplastic resin material, and subsequently blow molding
the preform. Since such a blow molded container has a
high degree of flexibility in shape and is inexpensive, light
in weight, and excellent in recyclability, the blow molded
container is widely used as a container to be filled with
a cosmetic product, a pharmaceutical product, a bever-
age product, or the like.
[0003] Generally, when a preform is blow molded in a
blow mold, a trunk portion of the preform is accommo-
dated in a blow mold, while a mouth portion as an orifice
end of the preform is held by a holding jig from an inner
wall side or an outer wall side of the mouth portion. Then,
blow air is injected by means of the holding jig. Although
sealing is established between the mouth portion of the
preform and the holding jig so as to prevent leakage of
the blow air, in order to allow the preform or a blow molded
container to be detachable with respect to the holding
jig, the mouth portion of the preform is loosely fitted to
the holding jig. (Refer to Patent Literature 1 indicated
below.) As a result, in correspondence with play between
the mouth portion of the preform and the holding jig, there
is a concern that the mouth portion might be deformed
and enlarged in diameter due to a difference in pressure
arising inside and outside the mouth portion when the
blow air is injected.

CITATION LIST

Patent Literature

[0004] PTL 1: JP2003251685A

SUMMARY OF THE INVENTION

(Technical Problems)

[0005] In view of the above, the present invention is to
provide a blow molding device and a method for manu-
facturing a blow molded container that are capable of
effectively preventing the mouth portion of the preform
from being deformed and enlarged in diameter during

blow molding.

(Solution to Problems)

[0006] The present invention has been conceived in
order to solve the aforementioned problem, and a first
aspect of the present invention resides in a blow molding
device, including: a blow mold inside which a cavity is
provided for accommodating therein a preform, except
for a mouth portion which is an orifice end of the preform,
the preform being preformed in a bottomed tubular
shape; a blow nozzle provided to supply a pressurized
fluid into the preform through the mouth portion of the
preform; a partition wall member that tightly surrounds
an outer wall surface of the mouth portion of the preform
with space being formed between the partition wall mem-
ber and the outer wall surface; and a pressurized fluid
supply unit that supplies a pressurized fluid into the space
during blow molding.
[0007] A second aspect of the present invention re-
sides in the blow molding device according to the first
aspect, preferably further including: a driving mechanism
that drives the blow nozzle together with the partition wall
member closer to and away from the blow mold.
[0008] A third aspect of the present invention resides
in the blow molding device according to the first or the
second aspect, wherein, preferably, the blow nozzle in-
cludes a flat surface facing an upper end of the mouth
portion, and a seal element is provided between the up-
per end of the mouth portion and the flat surface, the seal
element sealing an inside of the preform from the space.
[0009] A fourth aspect of the present invention resides
in the blow molding device according to any one of the
first to the third aspect, wherein, preferably, the blow noz-
zle includes a guide tube that is inserted into the mouth
portion and that has a tip end whose diameter is de-
creased.
[0010] A fifth aspect of the present invention resides
in the blow molding device according to any one of the
first to the fourth aspect, wherein, preferably, the preform
includes a neck ring in a lower end of the mouth portion,
and the partition wall member has a lower end that is
configured to tightly abut against the neck ring included
in the preform.
[0011] A sixth aspect of the present invention resides
in the blow molding device according to any of the first
to the fifth aspect, wherein, preferably, the pressurized
fluid supply unit supplies the pressurized fluid into the
space at a pressure that is substantially equal to a pres-
sure of the pressurized fluid supplied into the preform.
[0012] A seventh aspect of the present invention re-
sides in the blow molding device according to any of the
first to the sixth aspect, wherein, preferably, the pressu-
rized fluid supplied by means of the blow nozzle includes
a liquid, and the pressurized fluid supplied by means of
the pressurized fluid supply unit includes a gas.
[0013] An eighth aspect of the present invention re-
sides in a method for manufacturing a blow molded con-
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tainer in which a preform, except for a mouth portion of
the preform, is accommodated in a blow mold, and in
which a pressurized fluid is supplied into the preform
through the mouth portion for blow molding the preform,
the preform being preformed in a bottomed tubular
shape, the method including the step of: simultaneously
with the supply of the pressurized fluid into the preform
through the mouth portion, supplying a pressurized fluid
to an outer wall surface side of the mouth portion so as
to pressurize the outer wall surface.
[0014] A ninth aspect of the present invention resides
in the method for manufacturing a blow molded container
according the eighth aspect, wherein, preferably, the
pressurized fluid is supplied to the outer wall surface side
of the mouth portion at a pressure that is substantially
equal to a pressure of the pressurized fluid supplied into
the preform.
[0015] A tenth aspect of the present invention resides
in the method for manufacturing a blow molded container
according to the eighth or the ninth aspect, wherein, pref-
erably, the pressurized fluid supplied into the preform
includes a liquid, and the pressurized fluid supplied to
the outer wall surface side of the mouth portion includes
a gas.
[0016] An eleventh aspect of the present invention re-
sides in the blow molding device according to the first
aspect, wherein, preferably, the pressurized fluid that the
blow nozzle supplies is a first pressurized fluid, and the
pressurized fluid that the pressurized fluid supply unit
supplies is a second pressurized fluid. The blow molding
device further includes a pressurizing unit that supplies
the first pressurized fluid to the blow nozzle through a
pipe, the pipe from the pressurizing unit to the blow nozzle
being diverged to allow a part of the first pressurized fluid
to be utilized as a pressurizing means for the pressurized
fluid supply unit.
[0017] A twelfth aspect of the present invention resides
in the blow molding device according to the eleventh as-
pect, wherein, preferably, the first pressurized fluid in-
cludes a liquid, and the second pressurized fluid includes
a gas.
[0018] A thirteenth aspect of the present invention re-
sides in the blow molding device according to any one
the eleventh to the fourteenth aspect, wherein, prefera-
bly, a stretching rod is inserted and disposed in the blow
nozzle.
[0019] A fourteenth aspect of the present invention re-
sides in the method for manufacturing a blow molded
container according to the eighth aspect, wherein, pref-
erably, the pressurized fluid supplied into the preform is
a first pressurized fluid, and the pressurized fluid supplied
to the outer wall surface side of the mouth portion is a
second pressurized fluid. Furthermore, preferably, a
pressurizing unit is provided to supply the first pressu-
rized fluid into the preform through the mouth portion by
means of the blow nozzle, and a pressurized fluid supply
unit is provided to supply the second pressurized fluid to
the outer wall surface side of the mouth portion, the pres-

surized fluid supply unit utilizing a part of the first pres-
surized fluid as a pressurizing means.

(Advantageous Effects of Invention)

[0020] According to the present invention, with the
structure in which the sealed space is formed on an outer
side of the mouth portion of the preform and in which a
pressurized fluid is supplied to the space, a difference in
pressure between an inner wall surface side and the outer
wall surface side of the mouth portion is reduced. As a
result, the mouth portion is prevented from being de-
formed and enlarged in diameter due to the difference in
pressure.

BRIEF DESCRIPTION OF DRAWINGS

[0021] The present invention will be further described
below with reference to the accompanying drawings,
wherein:

FIG. 1 is a sectional view illustrating a part of a blow
molding device according to one embodiment of the
present invention; and
FIG. 2 is a sectional view illustrating a part of a blow
molding device according to another embodiment of
the present invention.

DESCRIPTION OF EMBODIMENTS

[0022] The following describes embodiments accord-
ing to the present invention in detail with reference to the
drawings. FIG. 1 is a sectional view illustrating a part of
a blow molding device according to one embodiment of
the present invention. The blow molding device 1 is con-
figured to blow mold a preform 3, which is preformed in
a bottomed tubular shape, into a predetermined contain-
er shape. In the illustrated example, the preform 3 in-
cludes: a mouth portion 3a which is an orifice end of the
preform 3: a trunk portion 3b extending contiguously from
the mouth portion 3a to block a lower end; and a neck
ring 3c annularly projecting between the mouth portion
3a and the trunk portion 3b. However, the shape of the
preform 3 is not limited to the illustrated example. The
mouth portion 3a has an outer wall provided with screws.
However, the preform 3 may also include an engaging
portion such as an undercut instead of the screws.
[0023] As illustrated in FIG. 1, the blow molding device
1 includes a blow mold 8 of a matched metal mold type
and a blow nozzle 10. The blow mold 8 includes a mold
surface 5 corresponding to a final shape of the blow mold-
ed container such as a bottle, and with the mold surface
5, a cavity is defined inside the blow mold 8. The blow
nozzle 10 is provided to supply a pressurized fluid into
the preform 3 through the mouth portion 3a of the preform
3. In the figure, reference numeral 12 refers to a support
block configured to support the blow nozzle 10.
[0024] The blow nozzle 10 is connected to a pressure
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source 14. The blow nozzle 10 includes a passage 16
configured to define an inlet for receiving the pressurized
fluid from the pressure source 14 and an outlet for deliv-
ering the pressurized fluid into the preform 3. The blow
nozzle 10 also includes a guide tube 10a that is inserted
into the mouth portion 3a of the preform 3 and that has
a tip end whose diameter is decreased. It is preferable
that the guide tube 10a included in the blow nozzle 10
has an outer diameter that is smaller than an inner diam-
eter of the mouth portion 3a (i.e., gap is formed between
an outer wall surface of the guide tube 10a and an inner
wall surface of the mouth portion 3a). With the above
structure, when the guide tube 10a is inserted into the
mouth portion 3a of the preform 3, the guide tube 10a is
prevented from being rubbed against the inner wall sur-
face of the mouth portion 3a and damaging the inner wall
surface of the mouth portion 3a. Furthermore, the single
blow nozzle 10 may be used for preforms 3 with a variety
of mouth portion diameters, and the device is simplified.
It is preferable that the pressurized fluid to be supplied
from the pressure source 14 is a liquid, in particular, a
content liquid that is to be filled into the blow molded
container as a product. A gas (e.g. air) may also be used
as the pressurized fluid.
[0025] In the passage 16 included in the blow nozzle
10, a stretching rod 18 is coaxially inserted and disposed.
By driving an actuator (which is not illustrated) downward
while a tip portion of the stretching rod 18 is in abutment
with an inner circumferential surface of a bottom portion
of the preform 3, the preform 3 is vertically stretched.
Depending on conditions of blow molding, the stretching
rod 18 may be omitted. When the stretching rod 18 is not
used, an effective opening area (an opening area in which
the pressurized fluid may pass) in the passage 16 is in-
creased, and a speed of the pressure rise is increased.
Consequently, molding time is reduced.
[0026] The blow molding device 1 further includes a
partition wall member 22 and a pressurized fluid supply
unit 24. The partition wall member 22 is configured to
tightly (air-tightly or liquid-tightly) surround an outer wall
surface of the mouth portion 3a included in the preform
3, while forming space 20 between the partition wall
member 22 and the outer wall surface. The pressurized
fluid supply unit 24 is configured to supply a pressurized
fluid into the space 20 during blow molding.
[0027] The partition wall member 22, along with the
blow nozzle 10, is supported by the support block 12.
The partition wall member 22 is provided inside thereof
with a passage 22a that is connected to the pressurized
fluid supply unit 24 and that is open to the space 20. The
partition wall member 22 is also provided, in a lower end
portion thereof, with an annular rib 22b configured to tight-
ly abut against an upper surface of the neck ring 3c in-
cluded in the preform 3 that is supported by an upper
surface of the blow mold 8. Although not illustrated, it is
also possible to bring the lower end of the partition wall
member 22 into tight contact with the upper surface of
the blow mold 8, so that the tightly sealed space 20 is

formed between the outer wall surface of the mouth por-
tion 3a included in the preform 3, the upper surface of
the blow mold 8, and the partition wall member 22.
[0028] The pressurized fluid supply mans 24 may be
anything that is capable of supplying the pressurized fluid
to the space 20 formed between the outer wall surface
of the mouth portion 3a and the partition wall member
22. Some examples of the pressurized fluid supply unit
24 include a pressurizing pump or a compressor that are
conventionally known. As the pressurized fluid, it is pref-
erable to use a gas such as air that is regulated at a
constant pressure. It is more preferable to use a gas at
a pressure substantially equal to a pressure of the pres-
surized fluid supplied into the preform 3. The phrase "sub-
stantially equal to" herein encompasses a case where
the pressure of the pressurized fluid supplied to the space
20 is perfectly equal to the pressure of the pressurized
fluid supplied into the preform 3, and a case where the
pressure of the pressurized fluid supplied to the space
20 is different from the pressure of the pressurized fluid
supplied into the preform 3 by a pressure difference that
is not great enough to deform the mouth portion 3a in-
cluded in the preform 3 during blow molding.
[0029] In the present embodiment, the blow nozzle 10
also includes a flat surface 10b extending radially out-
ward from a base end of the guide tube 10a to face an
upper end of the mouth portion 3a. Between the upper
end of the mouth portion 3a and the flat surface 10b,
there is also provided a seal element 26 such as an o-
ring that is configured to seal an inside of the preform 3
from the space 20.
[0030] In the present embodiment, the blow molding
device 1 includes a driving mechanism (which is not il-
lustrated) configured to drive the blow nozzle 10 together
with the partition wall member 22 closer to and away from
the blow mold 8 in an axis direction. As the driving mech-
anism, it is possible to use a known mechanism in which
an actuator such as an electrical motor, a hydraulic cyl-
inder, or the like is employed.
[0031] Next, a description is given of a method for man-
ufacturing a blow molded container with use of the blow
molding device 1 with the above structure. To begin with,
the heated and softened preform 3, except for the mouth
portion 3a included in the preform 3, is arranged in the
blow mold 8, and mold closing is performed. Subsequent-
ly, by operation of the driving mechanism, the blow nozzle
10 together with the partition wall member 22 is moved
closer to the blow mold 8, so that the guide tube 10a
included in the blow nozzle 10 is inserted into the mouth
portion 3a of the preform 3. As a result, the tightly sealed
space 20 is formed between the outer wall surface of the
mouth portion 3a included in the preform 3 and the par-
tition wall member 22. In the above state, the pressurized
fluid is supplied into the preform 3 through the mouth
portion 3a by means of the blow nozzle 10 for blow mold-
ing, and simultaneously, the pressurized fluid is supplied
to the space 20 by means of the pressurized fluid supply
unit 24. At this time, in a case of biaxial stretch blow mold-
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ing, the preform 3 is vertically stretched by means of the
stretching rod 8. When the blow molding is completed,
the supply of the pressurized fluid to the space 20 is
stopped. Then, the blow nozzle 10 and the partition wall
member 22 are driven upward by means of the driving
mechanism, and the blow nozzle 10 and the partition wall
member 22 are removed from the mouth portion of the
molded container. As described above, the pressurized
fluid supplied into the preform 3 and the pressurized fluid
supplied into the space 20 are preferably a combination
of a "liquid" and a "gas." However, a combination of a
"liquid" and a "liquid", a combination of a "gas" and a
"liquid", or a combination of a "gas" and a "gas" may also
be possible.
[0032] Thus, according to the blow molding device 1
of the present embodiment, with the structure in which
the tightly sealed space 20 is formed outside the mouth
portion 3a included in the preform 3 and in which the
pressurized fluid is supplied also to the space 20 during
blow molding, the difference in pressure between the in-
ner wall surface side and the outer wall surface side of
the mouth portion 3a is reduced or zeroed. As a result,
mouth portion 3a is prevented from being deformed and
enlarged in diameter due to the difference in pressure.
Furthermore, in a conventional method in which preforms
are held by means of holding jigs, it is necessary to ad-
ditionally prepare a holding jig in accordance with a mouth
portion diameter of each preform and a fitting shape of
the outer wall of the mouth portion. On the other hand,
according to the blow molding device 1, since the blow
nozzle 10 and the partition wall member 22 are not fitted
to the mouth portion 3a, the common blow nozzle 10 and
partition wall member 22 may be used for preforms 3 with
different mouth portion diameters and different fitting
shapes of the outer walls. As a result, the blow molding
device 1 that is inexpensive is provided.
[0033] Moreover, according to the blow molding device
1 of the present embodiment, since the blow nozzle 10
is provided with the flat surface 10b facing the upper end
of the mouth portion 3a, and since the seal element 26
configured to seal the inside of the preform 3 from the
space 20 is provided between the upper end of the mouth
portion 3a and the flat surface 10b, sealing is established
between the inside of the preform 3 and the space 20
near the outer wall surface of the mouth portion 3a by
means of the single seal element 26. As a result, the
structure of the blow molding device 1 is simplified.
[0034] Moreover, according to the blow molding device
1 of the present embodiment, since the blow nozzle 10
is provided with the guide tube 10a that is inserted into
the mouth portion 3a and that has the tip end whose
diameter is decreased, the blow nozzle 10 and the par-
tition wall member 22 are set up easily and reliably with
respect to the mouth portion 3a included in the preform 3.
[0035] Moreover, according to the blow molding device
1 of the present embodiment, since the lower end of the
partition wall member 22 is configured to tightly abut
against the neck ring 3c included in the preform 3, a po-

sition of the preform 3 during blow molding is stabilized,
and the blow molded container of a better quality is man-
ufactured.
[0036] Moreover, in the blow molding device 1 of the
present embodiment, when the pressure of the pressu-
rized fluid supplied to the space 20 is substantially equal
to the pressure of the pressurized fluid supplied into the
preform 3, the mouth portion 3a is more reliably prevent-
ed from being deformed and enlarged in diameter during
blow molding.
[0037] Moreover, when the pressurized fluid supplied
from the pressure source 14 is the content liquid to be
filled in the blow molded container as the product, the
process of filling the content may be omitted, and a pro-
duction line may be simplified. When the fluid supplied
by means of the pressurized fluid supply unit 24 is a liquid,
it is preferable to additionally provide a means for col-
lecting the liquid within the space 20 after blow molding
is completed. However, when the fluid supplied by means
of the pressurized fluid supply unit 24 is a gas, there is
no need for providing such a means, and it is only nec-
essary to discharge the gas within the space 20 by mov-
ing the blow nozzle 10 and the partition wall member 22
away from the blow mold 8 after the blow molding is com-
pleted. As a result, the device is further simplified.
[0038] Next, a description is given of another embod-
iment of the present invention with reference to FIG. 2.
FIG. 2 is a sectional view illustrating a part of a blow
molding device according to the other embodiment of the
present invention. In
[0039] FIG. 2, the same structures as those illustrated
in FIG. 1 described above are denoted by the same ref-
erence numerals, and a description there of is omitted.
In the present embodiment, the pressurized fluid that the
blow nozzle 10 supplies is a first pressurized fluid Fp1,
and the pressurized fluid that the pressurized fluid supply
unit 124 supplies is a second pressurized fluid Fp2. As
the pressure source configured to supply the first pres-
surized fluid Fp1 to the blow nozzle 10, a pressurizing
unit 114 is used. As the pressurized fluid supply unit 124,
the one in the form of a plunger pump is used.
[0040] The pressurizing unit 114, which is configured
to supply the first pressurized fluid Fp1 used for blow
molding the preform 3 through a pipe P1, is convention-
ally an indispensable unit and is a large-sized unit such
as a pressurizing pump, a compressor, or the like.
[0041] On the other hand, the pressurized fluid supply
unit 124, which is configured to supply the second pres-
surized fluid Fp2 to the space 20, utilizes, as the pressu-
rizing means, a part of the first pressurized fluid Fp1 in-
troduced through a pipe P12. The pipe P1 diverges to
form the pipe P12. As described above, the illustrated
pressurized fluid supply unit 124 is in the form of a plunger
pump, and the pressure of the first pressurized fluid Fp1
introduced to an upper compartment through the pipe
P12 pressurizes the fluid in a lower compartment. Then,
the pressurized fluid Fp2 that is pressurized to an appro-
priate pressure is supplied to the passage 22a provided
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in the partition wall member 22 through the pipe P2. In
this way, the pressurized fluid supply unit 124 utilizes the
first pressurized fluid Fp1 as the pressure source, that
is, a power source. Accordingly, the second pressurized
fluid Fp2 is supplied without the need for additionally pro-
viding a pressurizing unit and for changing the structure
of a conventional molding device significantly. The pres-
surized fluid supply unit 124 may be formed in the form
of, for example, a cylinder with a built-in piston that in-
cludes two compartments instead of in the form of the
illustrated plunger pump.
[0042] Next, a description is given of a method for man-
ufacturing a blow molded container with use of the blow
molding device 101 with the above structure. To begin
with, similarly to the example illustrated in FIG. 1 de-
scribed above, the preform 3 is arranged in the blow mold
8, and the guide tube 10a included in the blow nozzle 10
is inserted into the mouth portion 3a included in the pre-
form 3. In the above state, the first pressurized fluid Fp1
is supplied from the pressurizing unit 114 into the preform
3 by means of the blow nozzle 10 so as to inflate and
deform the preform 3, and simultaneously, the second
pressurized fluid Fp2 is supplied from the pressurized
fluid supply unit 124 to the space 20 through the pipe P2
and the passage 22a. The pressurized fluid supply unit
124 utilizes a part of the first pressurized fluid Fp1 as the
pressurizing means. At this time, in the case of biaxial
stretch blow molding, the preform 3 is vertically stretched
by means of the stretching rod 8. Processes performed
after blow molding is completed are the same as those
in the example illustrated in FIG. 1 described above.
[0043] Thus, according to the blow molding device 101
of the present embodiment, the pressurized fluid that the
blow nozzle 10 supplies is the first pressurized fluid Fp1,
and the pressurized fluid that the pressurized fluid supply
unit 124 supplies is the second pressurized fluid Fp2.
The blow molding device 101 of the present embodiment
further includes the pressurizing unit 114 that supplies
the first pressurized fluid Fp1 to the blow nozzle 10
through the pipe P1. The pipe P1 from the pressurizing
unit 114 to the blow nozzle 10 is diverged to allow a part
of the first pressurized fluid Fp1 to be utilized as the pres-
surizing means for the pressurized fluid supply unit 124.
With the above structure, as for the supply means for the
second pressurized fluid Fp2, it is not necessary to ad-
ditionally provide a second pressurizing unit, such as a
compressor, a pump, or the like, that requires a large
power source. Furthermore, since the pressurizing unit
114 configured to supply the first pressurized fluid Fp1
is a unit commonly installed in blow molding devices, the
second pressurized fluid Fp2 is supplied without chang-
ing the structure of a conventional device significantly.
[0044] Although the blow molding device according to
the various embodiments of the present invention has
been described, as noted everywhere in the above de-
scription, the present invention is not limited to the above
embodiments. The above examples of the device accord-
ing to the present invention are suitable for molding a

bottle made of a synthetic resin such as PET resin, poly-
propylene resin, or the like, by biaxial stretch blow mold-
ing. However, the device according to the present inven-
tion is not limited to biaxial stretch blow molding and may
be used for blow molding in which preforms are inflated
and deformed to be shaped into containers in a general
manner.

INDUSTRIAL APPLICABILITY

[0045] The present invention makes it possible to ef-
fectively prevent the mouth portion of the preform from
being deformed and enlarged in diameter during blow
molding.

REFERENCE SIGNS

[0046]

1 blow molding device
3 preform
3a mouth portion of preform
3b trunk portion of preform
3c neck ring
7 cavity
8 blow mold
10 blow nozzle
10a guide tube
10b flat surface
14 pressure source
18 stretching rod
20 space
22 partition wall member
24 pressurized fluid supply unit
26 seal element
101 blow molding device
114 pressurizing unit
124 pressurized fluid supply unit
Fp1 first pressurized fluid
Fp2 second pressurized fluid
P1, P12, P2 pipe

Claims

1. A blow molding device, comprising:

a blow mold inside which a cavity is provided for
accommodating therein a preform, except for a
mouth portion which is an orifice end of the pre-
form, the preform being preformed in a bottomed
tubular shape;
a blow nozzle provided to supply a pressurized
fluid into the preform through the mouth portion
of the preform;
a partition wall member that tightly surrounds an
outer wall surface of the mouth portion of the
preform with space being formed between the
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partition wall member and the outer wall surface;
and
a pressurized fluid supply unit that supplies a
pressurized fluid into the space during blow
molding.

2. The blow molding device according to claim 1, further
comprising:

a driving mechanism that drives the blow nozzle
together with the partition wall member closer
to and away from the blow mold.

3. The blow molding device according to claim 1 or 2,
wherein
the blow nozzle includes a flat surface facing an up-
per end of the mouth portion, and a seal element is
provided between the upper end of the mouth portion
and the flat surface, the seal element sealing an in-
side of the preform from the space.

4. The blow molding device according to any one of
claims 1-3, wherein
the blow nozzle includes a guide tube that is inserted
into the mouth portion and that has a tip end whose
diameter is decreased.

5. The blow molding device according to any one of
claims 1-4, wherein
the preform includes a neck ring in a lower end of
the mouth portion, and
the partition wall member has a lower end that is
configured to tightly abut against the neck ring in-
cluded in the preform.

6. The blow molding device according to any one of
claims 1-5, wherein
the pressurized fluid supply unit supplies the pres-
surized fluid into the space at a pressure that is sub-
stantially equal to a pressure of the pressurized fluid
supplied into the preform.

7. The blow molding device according to any one of
claims 1-6, wherein
the pressurized fluid supplied by means of the blow
nozzle comprises a liquid, and the pressurized fluid
supplied by means of the pressurized fluid supply
unit comprises a gas.

8. A method for manufacturing a blow molded container
in which a preform, except for a mouth portion of the
preform, is accommodated in a blow mold, and in
which a pressurized fluid is supplied into the preform
through the mouth portion for blow molding the pre-
form, the preform being preformed in a bottomed tu-
bular shape, the method comprising the step of:

simultaneously with the supply of the pressu-

rized fluid into the preform through the mouth
portion, supplying a pressurized fluid to an outer
wall surface side of the mouth portion so as to
pressurize the outer wall surface.

9. The method for manufacturing a blow molded con-
tainer according to claim 8, wherein
the pressurized fluid is supplied to the outer wall sur-
face side of the mouth portion at a pressure that is
substantially equal to a pressure of the pressurized
fluid supplied into the preform.

10. The method for manufacturing a blow molded con-
tainer according to claim 8 or 9, wherein
the pressurized fluid supplied into the preform com-
prises a liquid, and the pressurized fluid supplied to
the outer wall surface side of the mouth portion com-
prises a gas.

11. The blow molding device according to claim 1,
wherein
the pressurized fluid that the blow nozzle supplies is
a first pressurized fluid, and the pressurized fluid that
the pressurized fluid supply unit supplies is a second
pressurized fluid, and
the blow molding device further comprises a pres-
surizing unit that supplies the first pressurized fluid
to the blow nozzle through a pipe, the pipe from the
pressurizing unit to the blow nozzle being diverged
to allow a part of the first pressurized fluid to be uti-
lized as a pressurizing means for the pressurized
fluid supply unit.

12. The blow molding device according to claim 11,
wherein
the first pressurized fluid comprises a liquid, and the
second pressurized fluid comprises a gas.

13. The blow molding device of claim 11 or 12, wherein
the blow nozzle includes a guide tube that is inserted
into the mouth portion and that has a tip end whose
diameter is decreased, and
the blow nozzle includes a flat surface facing an up-
per end of the mouth portion, and a seal element is
provided between the upper end of the mouth portion
and the flat surface, the seal element sealing an in-
side of the preform from the space.

14. The blow molding device according to any one of
claims 11-13, wherein the preform includes a neck
ring in a lower end of the mouth portion, and
the partition wall member has a lower end that is
configured to tightly abut against the neck ring in-
cluded in the preform.

15. The blow molding device according to any one of
claims 11-14, wherein a stretching rod is inserted
and disposed in the blow nozzle.
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16. The method for manufacturing a blow molded con-
tainer according to claim 8, wherein
the pressurized fluid supplied into the preform is a
first pressurized fluid, and the pressurized fluid sup-
plied to the outer wall surface side of the mouth por-
tion is a second pressurized fluid,
a pressurizing unit is provided to supply the first pres-
surized fluid into the preform through the mouth por-
tion by means of the blow nozzle, and
a pressurized fluid supply unit is provided to supply
the second pressurized fluid to the outer wall surface
side of the mouth portion, the pressurized fluid sup-
ply unit utilizing a part of the first pressurized fluid as
a pressurizing means.
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