Fabrication of Hydrophobic Nanostructures by Injection
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Second Process: Injection Molding

Polypropylene
Hydrophobic nanostructures

o4
:

Molding Using Gas-permeable Mold

Collaboration of injection molding and nanoimprinting

*Low cost *Mass production *High resolution

* High machine popularity
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Hydrophobic Nanostructures
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Molding was possible

Continuous molding of
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The potential to be applied to all
kinds of products in our daily lives.

Flat Nano structures

Nanostructures could be fabricated 3000 times. Contact angle: +46°

We suggest advanced microfabrication technology
using nanoimprint and injection molding.
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Filling speed 17.5 mm/s
Repeat: 3000 cycles Melt temperature 220 °C
Molding temperature 30°C
Only a partial change in mold structure Holding pressure 20 MPa
(no need for major equipment changes) Holding pressure fime | 10
Cooling time 10s

| Applications -------------- .

{ Advantage ‘ .

Injection molding
3000 cycles and more

Resolution: 300 nm
1. Low cost
2. Mass production

Antifouling plastics




