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Abstract: Parts with microstructure arrays have been widely used in biotechnologies and optical
technologies, and their performances are affected by replication uniformity. The uniformity of the
microstructure is still a challenge in micro-injection molded parts and is greatly affected by the cavity
thickness and process parameters. In this study, the replication uniformity of microstructures is
experimentally investigated. The relationship between the replication uniformity and cavity thickness
was explored through single-factor experiments. Additionally, the impacts of the process parameters
on the replication uniformity were also studied through uniform design experiments. A regression
equation was established to describe the quantitative relationship between the important parameters
and replication uniformity. The results showed that the replication uniformity of microstructures
increases by 39.82% between the cavity with the thickness of 0.5 mm and a cavity of 0.7 mm. In
addition, holding time is the most significant factor influencing the replication uniformity, followed
by mold temperature, melt temperature, and injection speed. It is concluded that the thickness
of cavity and the process parameters have significant influence on the replication uniformity. The
experimental results provide important data on how to improve the replication uniformity of parts
with microstructure arrays.

Keywords: uniformity; micro-injection molding; cavity thickness; microstructure array

1. Introduction

Parts with microstructure arrays have been widely used in biotechnologies and optical
technologies and are the subject of significant demand [1-4]. Polymers are widely used in
various fields, including the manufacture of parts with a microstructures array [5,6]. There are
several methods for manufacturing polymer parts with microstructure arrays [7-10]. Micro
injection molding (uIM) is the preferred manufacturing method because of its capability for
mass-production and its low production cost [11-13]. However, the uneven pressure and
temperature distribution during pIM usually introduces non-uniform microstructures in the
molded parts, especially for the microstructures with different distances from the gate [14,15].

The replication uniformity will significantly influence the performances of parts with
microstructure arrays [16-19]. To further improve the replication uniformity of parts, many
researchers have studied the influence of the pressure and temperature distribution on
microstructure replication of the molded parts [20-22]. There are many factors affecting
temperature and pressure distribution [15,23,24]. The cavity thickness and process parame-
ters will affect the melt temperature and cavity pressure distribution, as well as the final
replication uniformity of the microstructures [25,26].

Up to now, some researchers have reported the effects of cavity thickness on replication
quality [26-30]. Valtteri Kalima et al. [29] reported that the thick cavity thickness showed
better replication of the grooves than the thin one for both aspect ratios. Conversely, Davide
Masato et al. [30] indicated that a small cavity thickness is more conducive to improving
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the replication quality and that a higher cavity thickness tends to limit the replication
during the injection phase, due to a lower increase in cavity pressure. The effects of cavity
thickness are not consistent among different studies reported in the literature. Furthermore,
when considering the effects of cavity thickness on replication quality in micro-injection
molding, the effects on uniformity are often overlooked. Therefore, it is important to
investigate how cavity thickness influences replication uniformity to provide guidance for
improving uniformity.

In the last few years, several researchers have focused on the influences of processing
parameters to improve the replication uniformity of the injection-molded parts with mi-
crostructure arrays [16,17,20,31,32]. Lucchetta et al. [31] indicated that to maximize both
the average values and uniformity of the microfeatures, the process parameters need to
be performed at a low injection speed and a high holding pressure. Matschuk et al. [32]
explored the arrays of 40 nm wide pillars and optimized process parameters to enhance the
replication quality that is described by the height, width, and uniformity of the nanoscopic
features. Song et al. [17] investigated the effect of process parameters on the uniformity of
porous arrays. However, the existing research on the influence of process parameters on
the uniformity of rectangular microstructure arrays is not comprehensive. For this reason,
adjusting the process parameters of the molding process to improve the uniformity of the
part is an unexplored area of study.

This study discussed the effects of cavity thickness and process parameters on the repli-
cation depth and uniformity of microstructures. The relationship between the replication
uniformity and cavity thickness was investigated by single-factor experiments. In addition,
uniform design experiments were adopted to examine the effects of five process parameters
on replication depth and replication uniformity of microstructures. After experiments, the
cavity thickness and process parameters were analyzed to find out which of the major
parameters influence the replication uniformity of the microstructure array. The results will
contribute to a better understanding of replication quality for the microstructure array.

2. Materials and Methods
2.1. Experiment Material

Figure 1a shows the disk-shaped mold insert with a diameter of 30 mm, on which
rectangular microchannels with a width of 200 um and depth of 110 um are evenly distributed
and oriented horizontally to the melt-flow direction. In addition, the spacing of the array is
set as 100 um. The microstructure arrays on the insert were manufactured by micro-grinding.
Plastic parts with microstructure arrays were molded by uIM, as shown in Figure 1b.

Micro-structured mold core

% Plastic part

Gate

~___ Runner

(a) (b)

Figure 1. Photographs of the micro-structured mold core and parts: (a) insert with microstructure
array; (b) injection-molded sample.
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To investigate the effect of cavity thickness on the microstructure uniformity of the
plastic part, a set of molds with removable inserts and adjustable cavity thickness were
designed as illustrated in Figure 2.

Moving part

~ Down block
~ Mold insert

Cavity
~— Upblock

’ Cavity block

Figure 2. Schematic diagram of the mold assembly.

In addition, only one cavity was designed, to avoid unbalanced filling. The mold
insert was placed on the moving half. The replaceable inserts have the aim of minimizing
mold manufacturing costs and increasing mold versatility [33], and they can eliminate the
influence of the cavity surface. The cavity thickness was determined by the combination of
up and down blocks, as shown in Figure 2. According to the team’s experience, when the
cavity thickness is less than 0.3 mm, the molding process window is very narrow, which
will limit the determination of the process parameter level in the experimental design.
According to the existing research, combined with the geometric structure of plastic parts
and the material characteristics of PMMA, three cavity thicknesses of 0.3 mm, 0.5 mm, and
0.7 mm were selected, as shown in Table 1 [15,28,34,35].

Table 1. Cavity thickness and block combination.

Cavity Thickness Up Block Down Block
0.3 mm 2.3 mm 6.9 mm
0.5 mm 2.5 mm 6.7 mm
0.7 mm 2.7 mm 6.5 mm

PMMA (HT55X, Sumitomo Chemical Co., Ltd., Tokyo, Japan) was selected due to the
wide application of this material in the optical field. The experiments were implemented
using an injection-molding machine (VE400(2)-80h-B, Ningbo Zhafir Plastics Machinery
Manufacturing Co., Ltd., Ningbo, China). To control the mold temperature, a mold temper-
ature machine (BTM-H, Shenzhen Borack Machinery Co., Ltd., Shenzhen, China) was used
in the experiment, which can control the temperature error within a range of =1 °C.
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2.2. Experiment Design

The single variable method was carried out with changed cavity thickness to analyze
the effects of cavity thickness on the uniformity of microstructure array. The uniform design
focuses on the uniform distribution of test points within the test range to obtain the largest
available information with the least number of tests [36]. The uniform design used in this
paper can ensure the validity of the experimental results while reducing the workload. Thus,
uniform design experiments were ideal for being introduced to investigate how process
parameters affect uniformity. Five process parameters were determined by the preliminary
reports [18,37-39]: melt temperature (X;), mold temperature (Xy), injection speed (X3),
injection pressure (X4), and holding time (X5). According to the recommendations and
production experience offered by the polymer supplier, the other parameters were set as
follows: holding pressure of 120 MPa and cooling time of 20 s. The levels and factors are
listed in Table 2. The first five samples were discarded. After the process was stable, three
parts were taken, and 45 parts were obtained under each cavity thickness. Specifically, the
DPS was introduced to design uniform design experiments, as shown in Table 3.

Table 2. Uniform table remarking U15 (32 x 53) in uIM.

Factor X
Number X; Q) X, (°C) X3 (mm/s) X4 (MPa) Xs (s) X¢ (MPa) X7 (s)
1 235 60 50 90 2 120 20
2 245 80 110 120 4 \
3 255 100 170 150 6 \
4 \ 230 180 8
5 290 210 10
Table 3. Uys (32 x 5%) mixed level uniform table.
Factor X (O X, (°O) X3 (mm/s) X4 (MPa) X5 (s)
N1 245 60 90 210 6
N2 245 80 90 90 8
N3 245 100 230 120 10
N4 255 60 290 150 8
N5 235 100 170 210 8
N6 235 60 110 120 10
N7 245 80 170 150 2
N8 255 60 170 90 4
N9 235 60 230 180 2
N10 235 100 90 150 4
N11 255 100 230 180 6
N12 255 80 110 180 10
N13 255 100 110 120 2
N14 235 80 290 90 6
N15 245 80 290 210 4

2.3. Evaluation of Replication Uniformity

An optical digital microscope (DSX1000, Olympus Co., Ltd., Tokyo, Japan) was utilized
to obtain the 3-D micro-morphologies and 2-D cross-section profiles of the parts with appro-
priate magnifications. The measuring device has been calibrated by the technicians during
installation, and the subsequent use process can ensure the accuracy and repeatability of
the measurement. The measuring device has been calibrated by the technicians during
installation, and the subsequent use process can ensure the accuracy and repeatability of
the measurement. Ten of the microstructures at the same intervals along the diameter
direction were selected and numbered from 1 to 10. The specific measurement method is
shown in Figure 3b; relatively flat points are selected on the top and bottom of the rectan-
gular microstructure. The d;; and d;, are measured, respectively, and the average value d;



Polymers 2022, 14, 5471

50f12

(i=1,2,...,10)is taken. The replication depth of the microstructure array was chosen as
the response variable for statistical analysis of the experimental result.

10 T~

el 9

™~

dll
di 2

(b)

Figure 3. Schematic diagram of microstructure measurement: (a) microstructure measurement
position; (b) methods for measuring microstructures.

3. Results and Discussion
3.1. Quantification of Replication Uniformity

For a single part, uniformity is the consistency of the size of the microstructures
at different locations. For different parts, it refers to the consistency of the size of the
microstructures in the same position on the parts. We measured the depth of the microstruc-
ture to reflect the size of the microstructure. The uniformity quantification method is
as follows.

For a single part, the uniformity of the microstructure u; at a certain position can be
calculated by Equation (1) in this study,

w—1- (1)

where i represents the number of microstructures selected on the plastic part, and d; is the
depth of the rectangular microstructure. The d is the arithmetic mean of the microstructure
depth, which can be calculated by Equation (2).

10
Y d;

i="= )

The larger the u;, the better the replication uniformity of the microstructure at this
position. To compare the replication uniformity between parts, the standard deviation was
introduced [10,17]. It was defined as Equation (3):

Toeptn = \/ Y. (@@ /(n 1) ®)
i=1
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where 7 is the total number of samples. The smaller the value of opgp;, the smaller the
depth difference between the various positions of the plastic part, which is better for the
overall uniformity of the part.

The replication depth was used as the response variable. The standard deviation of
the part was calculated by Equation (3) and the results are shown in Table 4.

Table 4. Experimental results for three cavity thicknesses.

Cavity Thickness 0.3 mm Cavity Thickness 0.5 mm Cavity Thickness 0.7 mm
RON Mean Depth  Standard Deviation Mean Depth  Standard Deviation Mean Depth  Standard Deviation
N1 85.61 6.82 98.92 7.21 102.53 5.71
N2 e 98.85 4.26 99.45 447
N3 101.15 7.35 106.16 243
N4 95.02 5.45 105.14 492 102.15 3.85
N5 101.07 6.92 100.31 7.24 97.49 4.42
N6 S T T 98.96 5.79
N7 94.18 7.78 92.11 5.66 106.64 4.56
N8 T 102.46 3.55 99.16 7.31
N9 105.39 4.83 105.09 9.77 101.31 6.72
N10 85.25 3.07 92.37 5.31 93.89 3.95
N11 97.00 6.86 96.71 5.89 106.55 3.54
N12 92.62 4.66 92.59 6.41 102.75 4.79
N13 88.20 7.06 90.97 7.09 101.74 5.61
N14 T 100.22 7.33 106.74 3.27
N15 103.16 4.05 103.13 7.87 105.72 591

When the molten polymer enters the mold cavities, the molten polymer in contact
with the cavity wall quickly solidifies due to the relatively low temperature of the wall. The
cooling rate for the molten polymer increases when the cavity temperature decreases [35].
Because the proportion of solidified plastic is relatively large compared to the macroscale
cavity, short shots are frequently induced at cavities corresponding to microstructures [16].
Therefore, when the cavity thicknesses are 0.5 mm and 0.3 mm, there were one and five
short shot groups, respectively, on the parts.

3.2. Effects of Cavity Thickness on the Replication Depth

Figure 4 analyzes the influences of the cavity thickness on the microstructure replica-
tion profile. The P; i=1, 2, ..., 10) in Figure 4 represents the cross-section profiles of the
10 microstructures selected in Section 2.3. As shown in Figure 4, the microstructure profile
is closer to the designed rectangle when the cavity thickness was 0.5 mm, while with cavity
thicknesses of 0.3 mm and 0.7 mm, the grooves were round-shaped. Due to the presence of
surface tension, the condensed layer cannot fully replicate the microstructure. The reason
for good replication in the cavity thickness of 0.5 mm may be due to suitable cavity pressure
and melt cooling rate during the injection. The replication profile at different positions
fluctuates to different degrees because the flow state of the melt at each position is different.

Through the depth measured in Figure 3b, the influences of cavity thickness on the
depth distribution are investigated, and the measured results are plotted in Figure 5.

By comparing the distribution of the microstructure replication depth, we can see that
the replication depth of the parts with a cavity thickness of 0.7 mm is generally higher
than the parts with a cavity thickness of either 0.3 mm or 0.5 mm. The results indicate that
increasing the thickness of the cavity can promote replication depth. By comparing the
fluctuation range of the replication depth at the same position under different thicknesses,
we were able to ascertain that, with the increase in the cavity thickness, the influence of the
process parameters on the replication depth of a single position is weakened.
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Figure 4. Microstructure profile: (a) cavity thickness is 0.3 mm; (b) cavity thickness is 0.5 mm; and
(c) cavity thickness is 0.7 mm.
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Figure 5. Replication depth: (a) the cavity thickness is 0.3 mm; (b) the cavity thickness is 0.5 mm; and
(c) the cavity thickness is 0.7 mm.
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3.3. Effects of Cavity Thickness on Replication Uniformity
3.3.1. Effects of Cavity Thickness on Uniformity of Each Position

To explore the replication uniformity of the microstructure depth, Figure 6 is plotted
according to the result calculated by Equation (1).
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Position
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Figure 6. Replicate uniformity: (a) cavity thickness is 0.3 mm; (b) cavity thickness is 0.5 mm; and
(c) cavity thickness is 0.7 mm.

Figure 6 exhibits the variation of the replication uniformity along the diameter. The
abscissa axis represents the position of the measured microstructure and the vertical axis
represents the replication uniformity. It can be seen that the uniformity for each position
is mostly above 0.9, especially when the cavity thickness is 0.7 mm. When the cavity
thickness is 0.7 mm, the fluctuation range of the replication uniformity at each position
is significantly smaller than at the thicknesses of 0.3 mm and 0.5 mm, indicating that the
increase in the cavity thickness can reduce the influence of the process parameters on the
replication uniformity.

3.3.2. Effects of Cavity Thickness on Overall Uniformity

The overall uniformity of the part is quantified by Equation (3). To more intuitively
analyze the effects of cavity thickness on overall uniformity, the results of three cavity
thicknesses are summarized and drawn in Figure 7. The experimental results indicated
that the effects of cavity thickness on overall uniformity can be divided into two situations
depending on the process parameters. As displayed in Figure 7a, under these three sets of
process combinations, the standard deviation decreases as the cavity thickness increases;
that is, the part uniformity becomes better. As displayed in Figure 7b, the standard
deviation increases first and then decreases as the cavity thickness increases, indicating
that the replication uniformity first deteriorates and then becomes better. When the cavity
thickness is changed from 0.5 mm to 0.7 mm, the standard deviation is reduced and the
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replication uniformity is improved under all process combinations. In general, as the
cavity thickness increases, the overall uniformity improves. Because of the increased cavity
thickness, the pressure distribution of the cavity is more uniform and the melt ensures
better fluidity during the filling process. Among them, under the N11 combination, the
standard deviation is significantly reduced by 39.82%. Indeed, the growth rate of cavity
pressure is related to the pressure drop in the cavity, which is greater with a smaller
thickness [30]. With the increase in cavity thickness, the pressure distribution became
more uniform. In addition, uniform distribution of cavity pressure in the holding phase is
achieved by increasing the cavity thickness [31]. When the cavity thickness is 0.3 mm, the
main flow area is very thin and the scale effect leads to the flow state change, which makes
the replication uniformity poor.

11
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Figure 7. The relationship between cavity thickness and replication uniformity: (a) uniformity law
under N4, N7, and N11; and (b) uniformity law under N1, N5, etc.

3.4. Effects of Process Parameters on Replication Uniformity
3.4.1. Establish Mapping Model

According to previous research, when the important parameters were defined, the
influences of the unimportant parameters on the uniformity could be ignored, including the
holding pressure and cooling time. With the range of parameters, the regression equation
between important parameters and uniformity is established by stepwise regression, which
avoided omitting the important parameters. The regression equation is shown in Table 5.

Table 5. Regression model between process parameters and replication uniformity.

The Model Established in Minitab R? R%, djusted S

Standard deviation= —107.12 + 0.5775 Melt temperature + 0.2335 Mold temperature +
0.1004 Injection velocity + 5.137 Holding time + 0.004411 Mold temperature x Mold

temperature + 0.000109 injection velocity x injection velocity + 0.06121 Holding time x

99.97% 99.82% 5.61%

Holding time — 0.003998 Melt temperature x Mold temperature — 0.000407 Melt
temperature x injection velocity — 0.021305 Melt temperature x Holding time +
0.003617Mold temperature x Holding time — 0.007142injection velocity x Holding time

Additionally, the values of R? and R2 adjust are 99.97% and 99.82%, respectively, which
indicates that this model can explain the variable of replication uniformity well. Standard
error of estimate S measures the difference between the estimated value estimated using
the regression equation and the observed value of the standard deviation. The goodness
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of fit for this model is much higher than the goodness of fit reported in the literature
with regression analyses [36,40,41]. Thus, the model accurately describes the relationship
between the parameters and replication uniformity, and it is acceptable to discuss it in more
detail based on the result of regression analysis.

3.4.2. Influences of Process Parameters on Replication Uniformity

We used a main effects plot, as shown in Figure 8, to examine the differences between
level means for factors. Figure 8 shows that holding time is the most significant factor
affecting uniformity, followed by mold temperature, melt temperature, and injection speed.
The effect of holding time on the uniformity of the rectangular array was expected, since
increasing the holding time allowed compensation for shrinkage before complete freezing,
hence increasing its uniformity. The increased melt temperature was shown to be a source
for decreasing uniformity of the microstructure array. This is because the higher melt
temperature in the molding process, the filling end, and the gate position has significant
temperature differences, so the uniformity of the plastic parts becomes worse. Moreover,
as shown in Figure 8, with the increase in injection speed and mold temperature, the
uniformity of the rectangular arrays first increases and then decrease.

Main Fffects Plot for Replication Uniformity
Fitted means

Melt temperature(°C) Mold temperature(°C) Injection speed(mmys) Holding time(s)
E 45

£ 40

=

S 35

S 30

£

5 25

= 20

o

L 15

2]

235 245 255 60 80 100 100 200 a0 3 6 9

Figure 8. Main effects plot for replication uniformity.

4. Conclusions

The purpose of this study is to investigate the effects of cavity thickness and process
parameters on the replication uniformity of rectangular microstructure arrays. The relation-
ship between the replication uniformity of the rectangular arrays and the cavity thickness
is studied through experiments. A stepwise regression analysis is introduced to establish
the model of the relationship between process parameters and replication uniformity. The
main conclusions are as follows:

e Increasing the thickness of the cavity can promote replication depth. With the increase
in cavity thickness, the variation range of the replication depth at the same position
under the influences of process parameters becomes smaller. The profile is closest
to the designed rectangle when the cavity thickness is 0.5 mm, but the mean of the
replication depth at 0.7 mm thickness is the best.

e  There is a great correlation between cavity thickness and replication uniformity. With
the increase in cavity thickness, the fluctuation in uniformity of each position caused
by process parameters decreases. As the thickness of the cavity increases, the change
law of the overall uniformity of the copy is divided into two types: one is a linear
increase, the other first deteriorates and then improves, depending on the molding
process parameters. In general, the cavity thickness of 0.7 mm provides the best
replication uniformity. The replication uniformity is significantly increased by 39.82%
from a cavity thickness of 0.5 mm to a cavity thickness of 0.7 mm.
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e  The process parameters have effects on the uniformity of the plastic parts with the
microstructure arrays. Holding time is the most significant factor affecting uniformity,
followed by mold temperature, melt temperature, and injection speed.

In general, the thickness of cavity and process parameters will greatly affect the
replication uniformity. The experimental results provide important data for improving the
replication uniformity of parts with microstructure arrays. In future work, sensors could
be installed inside the cavity to interpret experimental phenomena.

Author Contributions: Writing, S.J. and Y.Z.; methodology, S.J., ].L. and H.M.; micro injection
molding experiments, Y.Z. and X.Z.; investigation, H.M. and X.P; validation, X.Z., J.L. and C.L. All
authors have read and agreed to the published version of the manuscript.

Funding: This research was funded by Zhejiang Provincial Natural Science Foundation of China
[grant nos. LY19E050004, LY20E050020], Key R & D Program of Zhejiang Province [no. 2021C01086,
2022C01096].

Institutional Review Board Statement: Not applicable.
Informed Consent Statement: Not applicable.
Data Availability Statement: Data share not applicable.

Acknowledgments: The authors would like to acknowledge the financial support from Zhejiang
Provincial Natural Science Foundation of China [grant nos. LY19E050004, LY20E050020], Key R & D
Program of Zhejiang Province [no. 2021C01086, 2022C01096].

Conflicts of Interest: The authors declare no conflict of interest.

References

1.  Lu Y,;Luo, W.,; Wu, X.; Xu, B.; Wang, C.; Li, J.; Li, L. Fabrication of Micro-Structured LED Diffusion Plate Using Efficient Micro
Injection Molding and Micro-Ground Mold Core. Polymers 2020, 12, 1307. [CrossRef] [PubMed]

2. Zhang, H.; Zhang, N.; Han, W.; Gilchrist, M.D.; Fang, F. Precision replication of microlens array using variotherm-assisted
microinjection moulding. Precis. Eng. 2021, 67, 248-261. [CrossRef]

3. Lu Y; Chen, F; Wu, X.; Zhou, C.; Zhao, H; Li, L.; Tang, Y. Precise WEDM of micro-textured mould for micro-injection molding of
hydrophobic polymer surface. Mater. Manuf. Process. 2019, 34, 1342-1351. [CrossRef]

4. Rajab, FH,; Liu, Z.; Wang, T; Li, L. Controlling bacteria retention on polymer via replication of laser micro/nano textured metal
mould. Opt. Laser Technol. 2019, 111, 530-536. [CrossRef]

5. Nasrollahzadeh, K.; Afzali, S. Fuzzy logic model for pullout capacity of near-surface-mounted FRP reinforcement bonded to
concrete. Neural Comput. Appl. 2019, 31, 7837-7865. [CrossRef]

6. Lu, Y, Chen, F; Wu, X.; Zhou, C.; Lou, Y,; Li, L. Fabrication of Micro-Structured Polymer by Micro Injection Molding Based on
Precise Micro-Ground Mold Core. Micromachines 2019, 10, 253. [CrossRef]

7. Kuo, C.-C,; Hsu, H.-J. Development and Application of Hybrid Mold with Microfeatures in Micro-Hot Embossing. Mater. Manuf.
Process. 2013, 28, 1203-1208. [CrossRef]

8.  Sumaru, K,; Takagi, T.; Morishita, K.; Satoh, T.; Kanamori, T. Fabrication of pocket-like hydrogel microstructures through
photolithography. Soft Matter 2018, 14, 5710-5714. [CrossRef]

9. Loaldi, D.; Quagliotti, D.; Calaon, M.; Parenti, P.; Annoni, M.; Tosello, G. Manufacturing Signatures of Injection Molding and
Injection Compression Molding for Micro-Structured Polymer Fresnel Lens Production. Micromachines 2018, 9, 653. [CrossRef]

10. Liu, J.; Chen, X; Diao, S. Ultrasonic vibration technology for the polymer replication of high aspect ratio micro-structured surface.
Microsyst. Technol. 2018, 24, 2253-2264. [CrossRef]

11. Becker, H.; Girtner, C. Polymer microfabrication technologies for microfluidic systems. Anal. Bioanal. Chem. 2008, 390, 89-111.
[CrossRef] [PubMed]

12. Zhuo, C,; Ji, K; Xie, J.; Cheng, X.; Jiao, X.; Ye, S.; Fu, J.; Zhao, P. Non-intrusive ultrasonic measurement of tie-bar stress for molding
equipment. Meas. Sci. Technol. 2022, 33, 115111. [CrossRef]

13. Gao, R;; Chen, H.; Hu, Z,; Cheng, X; Gao, S.; Zhou, S.; Zhao, P. An integrated simulation method for analyzing mechanical
properties of injection molded fiber-reinforced polymers. Polym. Compos. 2022, 43, 4530-4543. [CrossRef]

14. Yoo, Y.-E.; Kim, T.-H,; Je, T.-].; Choi, D.-S.; Kim, C.-W.; Kim, S.-K. Injection molding of micro patterned PMMA plate. Trans.
Nonferrous Met. Soc. China 2011, 21, s148-s152. [CrossRef]

15. Giboz, J.; Dubelley, F.; Carrier, S.; Tenchine, L.; Molmeret, Y.; Mele, P. Real-time analysis of polymer flow under real processing
conditions applied to microinjection molding. J. Manuf. Process. 2022, 75, 565-572. [CrossRef]

16. La, M, Lee, ].G.; Park, S.J. Numerical and experimental investigation of plastic injection molding of micro-engineered surfaces.

Polym. Eng. Sci. 2018, 58, E73-E81. [CrossRef]


http://doi.org/10.3390/polym12061307
http://www.ncbi.nlm.nih.gov/pubmed/32521739
http://doi.org/10.1016/j.precisioneng.2020.09.026
http://doi.org/10.1080/10426914.2019.1660784
http://doi.org/10.1016/j.optlastec.2018.10.031
http://doi.org/10.1007/s00521-018-3590-2
http://doi.org/10.3390/mi10040253
http://doi.org/10.1080/10426914.2013.832305
http://doi.org/10.1039/C8SM00865E
http://doi.org/10.3390/mi9120653
http://doi.org/10.1007/s00542-017-3632-1
http://doi.org/10.1007/s00216-007-1692-2
http://www.ncbi.nlm.nih.gov/pubmed/17989961
http://doi.org/10.1088/1361-6501/ac843f
http://doi.org/10.1002/pc.26710
http://doi.org/10.1016/S1003-6326(11)61079-0
http://doi.org/10.1016/j.jmapro.2022.01.030
http://doi.org/10.1002/pen.24652

Polymers 2022, 14, 5471 12 of 12

17.

18.

19.

20.

21.

22.

23.

24.

25.

26.

27.

28.

29.

30.

31.

32.

33.

34.

35.

36.

37.

38.

39.

40.

41.

Song, M.C.; Wang, X.L.; Hou, S.J.; Liu, Y,; Liu, J.S. Investigation of injection molding parameters on the uniformity of porous
array of polymer microfluidic chip. J. Braz. Soc. Mech. Sci. Eng. 2018, 40, 6091. [CrossRef]

Song, M.; Zhao, H.; Liu, J.; Liu, C.; Li, J. Replication of large scale micro pillar array with different diameters by micro injection
molding. Microsyst. Technol. 2017, 23, 2087-2096. [CrossRef]

Joo, B.-Y.; Ko, ].-H. Simulation Study of Injection-Molded Light Guide Plates for Improving Luminance Uniformity Based on the
Measured Replication Quality of Micro-Patterns for LED TV Backlight. J. Opt. Soc. Korea 2015, 19, 159-164. [CrossRef]

Yokoi, H.; Han, X.; Takahashi, T.; Kim, W.K. Effects of molding conditions on transcription molding of microscale prism patterns
using ultra-high-speed injection molding. Polym. Eng. Sci. 2006, 46, 1140-1146. [CrossRef]

Hobak, T.C.; Matschuk, M.; Kafka, J.; Pranov, H.].; Larsen, N.B. Hydrogen silsesquioxane mold coatings for improved replication
of nanopatterns by injection molding. J. Micromech. Microeng. 2015, 25, 35018. [CrossRef]

Liparoti, S.; Speranza, V.; Pantani, R. Replication of Micro- and Nanofeatures in Injection Molding of Two PLA Grades with Rapid
Surface-Temperature Modulation. Materials 2018, 11, 1442. [CrossRef] [PubMed]

Speranza, V.; Liparoti, S.; Calaon, M.; Tosello, G.; Pantani, R.; Titomanlio, G. Replication of micro and nano-features on iPP by
injection molding with fast cavity surface temperature evolution. Mater. Des. 2017, 133, 559-569. [CrossRef]

Jalili, B.; Ghafoori, H.; Jalili, P. Investigation of carbon nano-tube (CNT) particles effect on the performance of a refrigeration cycle.
Int. |. Mater. Sci. Innov. 2014, 2, 8-17.

Young, W.-B. Analysis of filling distance in cylindrical microfeatures for microinjection molding. Appl. Math. Modell. 2007,
31, 1798-1806. [CrossRef]

Han, X.; Yokoi, H. Visualization analysis of the filling behavior of melt into microscale V-grooves during the filling stage of
injection molding. Polym. Eng. Sci. 2006, 46, 1590-1597. [CrossRef]

Surace, R.; Trotta, G.; Bellantone, V.; Fassi, I. New Technologies Trends, Innovations and Research; InTech: Rijeka, Croatia, 2012; pp. 65-90.
Zhang, N.; Browne, D.J.; Gilchrist, M.D. Effect of Design on the Replication of Micro/Nano Scale Features in the Micro Injection
Moulding Process. In Proceedings of the 8th International Conference on Multi-Material Micro Manufacture, Stuttgart, Germany,
8-10 November 2011.

Kalima, V.; Siitonen, S.; Karvinen, P.; Suvanto, M.; Kuittinen, M.; Pakkanen, T.T. Semi-crystalline poly(4-methyl-1-pentene)
polymers for replication of high aspect ratio diffractive features. J. Micromech. Microeng. 2008, 18, 25020. [CrossRef]

Masato, D.; Sorgato, M.; Lucchetta, G. Analysis of the influence of part thickness on the replication of micro-structured surfaces
by injection molding. Mater. Des. 2016, 95, 219-224. [CrossRef]

Lucchetta, G.; Sorgato, M.; Carmignato, S.; Savio, E. Investigating the technological limits of micro-injection molding in replicating
high aspect ratio micro-structured surfaces. CIRP Ann. 2014, 63, 521-524. [CrossRef]

Matschuk, M.; Larsen, N.B. Injection molding of high aspect ratio sub-100 nm nanostructures. J. Micromech. Microeng. 2013,
23,25003. [CrossRef]

Bellantone, V.; Surace, R.; Trotta, G.; Fassi, I. Replication capability of micro injection moulding process for polymeric parts
manufacturing. Int. J. Adv. Manuf. Technol. 2013, 67, 1407-1421. [CrossRef]

Trotta, G.; Stampone, B.; Fassi, L; Tricarico, L. Study of rheological behaviour of polymer melt in micro injection moulding with a
miniaturized parallel plate theometer. Polym. Test. 2021, 96, 107068. [CrossRef]

Ito, H.; Kazama, K.; Kikutani, T. Effects of Process Conditions on Surface Replication and Higher-Order Structure Formation in
Micromolding. Macromol. Symp. 2007, 249-250, 628-634. [CrossRef]

Jiang, S.; Li, T; Xia, X; Peng, X.; Li, J. Reducing the Sink Marks of a Crystalline Polymer Using External Gas-Assisted Injection
Molding. Adv. Polym. Technol. 2020, 2020, 3793505. [CrossRef]

Sha, B.; Dimov, S.; Griffiths, C.; Packianather, M.S. Investigation of micro-injection moulding: Factors affecting the replication
quality. J. Mater. Process. Technol. 2007, 183, 284-296. [CrossRef]

Xu, G.; Yu, L; Lee, L].; Koelling, K.W. Experimental and numerical studies of injection molding with microfeatures. Polym. Eng.
Sci. 2005, 45, 866—875. [CrossRef]

Liou, A.-C.; Chen, R.-H. Injection molding of polymer micro- and sub-micron structures with high-aspect ratios. Int. J. Adv.
Manuf. Technol. 2006, 28, 1097-1103. [CrossRef]

Wu, C.-Y,; Lui, W.-B,; Peng, J. Optimization of Extrusion Variables and Maleic Anhydride Content on Biopolymer Blends Based
on Poly(hydroxybutyrate-co-hydroxyvalerate) /Poly(vinyl acetate) with Tapioca Starch. Polymers 2018, 10, 827. [CrossRef]
Ozcelik, B.; Ozbay, A.; Demirbas, E. Influence of injection parameters and mold materials on mechanical properties of ABS in
plastic injection molding. Int. Commun. Heat Mass Transfer. 2010, 37, 1359-1365. [CrossRef]


http://doi.org/10.1007/s40430-018-1053-4
http://doi.org/10.1007/s00542-016-3006-0
http://doi.org/10.3807/JOSK.2015.19.2.159
http://doi.org/10.1002/pen.20519
http://doi.org/10.1088/0960-1317/25/3/035018
http://doi.org/10.3390/ma11081442
http://www.ncbi.nlm.nih.gov/pubmed/30111736
http://doi.org/10.1016/j.matdes.2017.08.016
http://doi.org/10.1016/j.apm.2006.06.003
http://doi.org/10.1002/pen.20615
http://doi.org/10.1088/0960-1317/18/2/025020
http://doi.org/10.1016/j.matdes.2016.01.115
http://doi.org/10.1016/j.cirp.2014.03.049
http://doi.org/10.1088/0960-1317/23/2/025003
http://doi.org/10.1007/s00170-012-4577-2
http://doi.org/10.1016/j.polymertesting.2021.107068
http://doi.org/10.1002/masy.200750447
http://doi.org/10.1155/2020/3793505
http://doi.org/10.1016/j.jmatprotec.2006.10.019
http://doi.org/10.1002/pen.20341
http://doi.org/10.1007/s00170-004-2455-2
http://doi.org/10.3390/polym10080827
http://doi.org/10.1016/j.icheatmasstransfer.2010.07.001

	Introduction 
	Materials and Methods 
	Experiment Material 
	Experiment Design 
	Evaluation of Replication Uniformity 

	Results and Discussion 
	Quantification of Replication Uniformity 
	Effects of Cavity Thickness on the Replication Depth 
	Effects of Cavity Thickness on Replication Uniformity 
	Effects of Cavity Thickness on Uniformity of Each Position 
	Effects of Cavity Thickness on Overall Uniformity 

	Effects of Process Parameters on Replication Uniformity 
	Establish Mapping Model 
	Influences of Process Parameters on Replication Uniformity 


	Conclusions 
	References

