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Injection molding of micro structure using hot jet impingement
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Fig. 1 Before improvement of heating-system of molding surfaces
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Table 1 Properties of Polypropylene

Tensile Izod
strength VvsP Impact

270kg/cm? 150°C

Ml HDT

169/10min 110°C 9kg-cm/cm
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Table 2 Variable and constraints of experiment

Injection Packing Heating Cooling Furnace
temperature pressure time time temperature
(constraint)  (constraint) (constraint) (constraint) (Variable)

210°C 20bar 60sec 90sec 500-900°C
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Fig. 3 Comparison of temperature aspect : (a) stamper surface

temperature in improved structure, under Tgypace : 900°C, (b)
stamper surface temperature in existing structure Tgymace :
900°C

Fig. 4 Cross section for cooled channel of the products : (a) width
70, 55, 40um under room temp; (b) width 70, 55, 40pm
under Tgmace =500°C; (¢) width 70, 55, 40um under Tgymace
=600°C; (d) width 70, 55, 40um under Tgypaee =700°C; (€)
width 70, 55, 40um under Tgymace =800°C; (f) under Tgymace
=900°C
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