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Table 1 Injection molding condition of first molding

Melt Mold Injection Injection Injection Holding Holding Cooling
temperature temperature pressure speed time pressure time time

/C [ /MPa [mm/s [sec MPa [sec [sec

210 60 60 40 4 20 10 10
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Figure 1 Schematic drawing showing the cutting methods to obtain the samples
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Figure 2 Polarized light micrographs of the interface crystal structure of different regions
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Figure 3 Polarized light micrographs of the interface crystal structure of different distance from gate
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Figure 5 Polarized light enlargement micrographs of different injection pressure and injection speed
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Shear Induced Interfacial Morphology Development of
Polypropylene During over-Injection Molding
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Abstract :The effects of shear on interfacial morphology evolution of over-injection molded polypropylene were
investigated in this article- The interfacial morphologies at different distance from the gate under different shear
effects, induced by different injection pressure and injection speed. was observed by polarized light microscopy
(PLM) and differential scanning calorimetry (DSC)- It was found that injection pressure played more predominant
role in the interfacial morphology development than injection speed- The PLM results also showed that less trans-
crystal was found at the interface due to high injection pressure, indicating that enhanced molecular orientation by
increasing injection pressure was unfavorable for the crystallization at the interface during over-injection molding- The
interfacial morphology can be controlled by changing injection pressure and injection speed -
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