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ABSTRACT : The flow characteristic in micro injection molding is different from that in traditional injection molding,
and the morphology of the parts was affected by the thermal history and shear history in the molding process. It is
significant to investigate the influences of the processing conditions on the morphology of the parts to control the
morphology and improve the properties of the parts. Isotactic polypropylene (iPP) was chosen for the experiments,
and the single-factor experiments were conducted to investigate the influences of the two main process parameters
(melt temperature and injection speed) on the morphology as well as some special morphology phenomena of the parts
with the thickness of 1Imm and 0.2mm. The results indicate that the parts with thickness of 1mm show a typical
skin-core structure, while the parts with thickness of 0. 2mm represent the core-free structure with shish-kebab

structure in the whole thickness.
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