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A B S T R A C T

Microstructures with hydrophobic surfaces have been widely used in industrial fields such as self-cleaning and
drag reduction. With the aim of fabricating microplastic parts with a hydrophobic surface, the paper processed
the mould insert with micro-groove arrays from 304 stainless-steel plate through low-speed wire electrical
discharge machining (LS-WEDM). And the micro-groove arrays were designed to U shape with bottom radius of
70 μm and depth of 110 μm. Ultra-high molecular weight polyethylene (UHMWPE) powders were used as raw
material to fabricate microplastic parts with hydrophobic surface structures by micro ultrasonic powder
moulding (micro-UPM). The parameters of the micro-UPM process were obtained by the single-factor test
method. Under the ultrasonic energy of 1200 J, welding pressure of 100 kPa and pressure holding time of 8 s,
microplastic parts with well surface morphology (Ra =1.36 μm) and replication rate (97.76 %) were successfully
fabricated. The surface contact angle of the microplastic part was 135.4°, which indicated well surface hydro-
phobicity.

1. Introduction

Hydrophobic surfaces are receiving increasing attention because of
their application in waterproofing, self-clean, anti-corrosion and drag
reduction. Methods for fabricating hydrophobic surface structures
mainly include electrolytic anodization [1], chemical deposition [2],
the sol-gel method [3], etching [4] and the template method [5]. In the
above techniques, the template method is a simple, effective and eco-
nomical process, which can fabricate hydrophobic surface structures on
a large scale. Because of low surface free energy and excellent moulding
processability, polymer materials are widely used in processing of hy-
drophobic surface structures by the template method. Common
moulding processes for polymer materials include hot embossing [6,7],
injection moulding [8] and ultrasonic-assisted thermoplastic moulding
[9].

Ultrasonic plasticization is a novel process for moulding of polymer
materials. This method plasticizes polymer materials by ultrasonic vi-
bration energy. In order to provide a reference for mould design and
process development in ultrasonic microinjection moulding, Jiang et al.
[10] investigated the influence of process parameters on the fluidity of
the polymer melt. Masato et al. [11] studied the effects of ultrasound

melting on the mechanical and morphological properties of micro-
polypropylene parts and they found that the ultrasound injection
moulding process could be an efficient alternative to the conventional
process. Applying ultrasonic vibration in the polymer moulding pro-
cess, the additional heat was not needed and the polymer materials
were melted under the action of ultrasonic vibration. Therefore, the
polymer materials were not processed under a high temperature en-
vironment for a long time, which reduces polymer degradation. Con-
sequently, after ultrasonic vibration treatment, the microplastic parts
have the characteristics of higher dispersion and higher level of crys-
tallinity, whose mechanical properties can be improved [11]. In con-
clusion, ultrasonic plasticization method is suitable for the micro
moulding of small materials. Liang et al. [12,13] used ultra-high mo-
lecular weight polyethylene (UHMWPE) powders as the moulding
material and successfully prepared the micro-gear plastic parts by the
micro-UPM process. The microstructure of microplastic parts prepared
with different ultrasonic duration times was studied in detail by scan-
ning electron microscopy (SEM).

The thermoplastic moulding process can fabricate not only polymer
microplastic parts but also microstructures or micro-structured arrays
with special functions on the surface of microplastic parts. By using
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PLGA and polyvinylpyrrolidone (PVP) as raw materials, Park et al. [14]
fabricated layered microneedles by spray deposition. The layered mi-
croneedles can effectively penetrate the skin for biphasic drug release.
Yin et al. [15] prepared a two-dimensional nanofluidic device by hot
pressing of a polymethyl methacrylate (PMMA) sheet. Hu et al. [16]
prepared a microgroove lens array by hot embossing and applied the
microgroove lens array to the LED light guide plate to improve the light
transmission efficiency and uniformity.

Zaidi et al. [17] developed a dry-patching platform surface on the
polyimide substrate. Cylindrical micropillar arrays were fabricated on
the substrate surface by the polymer casting method to produce a hy-
drophobic surface with a self-cleaning property. Rasilainen et al. [18]
prepared a hydrophobic micro-structured surface on polypropylene by
injection moulding. HuyNguyen et al. [19] demonstrated the fabrication
of a polyurethane-acrylate (PUA)-based hydrophobic surface with a
water contact angle of 146°. First, the PUA liquid was drop-dispensed
onto the mould and then the microarray structure on the mould was
replicated on the PUA surface. Finally, the PUA surface was modified
with a low-surface-energy siloxane. Yoon et al. [20] obtained a micro-
structured polydimethylsiloxane (PDMS) film with a contact angle in
the range of 157° to 161° by the etching method. Minarik et al. [21]
created nanostructures on the surface of polystyrene by tetra-
fluoromethane (CF4) plasma modification. The contact angle of the
modified polystyrene surface exceeded 155°. Brown et al. [22] prepared
an ordered honeycomb surface on a polybutadiene film by the solvent
casting method. The film was made superhydrophobic by the sub-
sequent CF4 plasma modification. Zhi et al. [23] embedded surface-
functionalized silica nanoparticles on an epoxy resin substrate to make
the substrate surface superhydrophobic.

In this study, the micro ultrasonic powder moulding (micro-UPM)
process was adopted to fabricate microplastic parts with a hydrophobic
surface. The mould insert with micro-groove arrays was fabricated from
304 stainless-steel plate by the low-speed wire electrical discharge
machining (LS-WEDM). The micro-groove arrays were designed to U
shape with bottom radius of 70 μm and depth of 110 μm. UHMWPE
powders were selected as the raw material. Under effect of suitable
process parameters in micro-UPM, the raw material powders were
melted and rapidly filled into the mould cavity to fabricate microplastic
parts. After the relevant equipment detection, it was found that the
microplastic parts had well moulding quality, high replication rate and
well hydrophobicity.

2. Experimental

2.1. Materials

The raw material is an ultra-high molecular weight polyethylene
(UHMWPE) powder (Z1700, SAMSUNG) with an average relative mo-
lecular weight of 3.5 × 106. The average particle size is approximately
150 μm.

2.2. Equipments

The experimental equipments used in this paper are shown in Fig. 1.
The mould insert (15 mm× 15 mm× 2 mm) with micro-groove arrays
was fabricated from 304 stainless-steel plate by LS-WEDM (AP250LS,
Sodick, Japan). The micro-groove arrays were designed to U shape with
bottom radius of 70 μm and depth of 110 μm. From measurement re-
sults, the bottom radius of the obtained micro-groove was from 68.5 μm
to 69.8 μm and the depth of micro-groove was from 108.2 μm to 119.5
μm. The mould consisting of an upper plate, a lower plate and a mould
insert was fixed on the ultrasonic welder (2000XCT, Branson, USA) to
fabricate microplastic parts. A through hole with diameter of 10 mm
was processed in the upper plate, which was used as moulding cavity. A
rectangular groove (15 mm × 15 mm × 2 mm) was processed in the
lower plate and it was used as mould insert cavity. The surface

morphology, normal cross-sectional area and surface roughness were
characterized by a laser confocal microscope (VK-X250 K, Keyence,
Japan). The static contact angle of droplets on the microplastic part
surface was measured with drop shape analyse (DSA100S, Krüss, Ger-
many) under the temperature of 26 °C.

2.3. Process flow

The micro-UPM process for preparing surface hydrophobic micro-
plastic parts is shown in Fig. 2 and its process flow is described as
follows.

(1) The 304 stainless steel was placed on the LS-WEDM (Fig. 2a) and
then it was processed to obtain mould insert with micro-groove arrays
(Fig. 2b). (2) The mould insert obtained from step 1 was installed into
the mould insert cavity and then it was fixed in the ultrasonic welder.
(3) The UHMWPE powders were filled into the mould cavity (Fig. 2c
and Fig. 2d) and compacted by moving the sonotrode up and down
(Fig. 2e). (4) After setting the ultrasonic process parameters, the ul-
trasound was applied to the UHMWPE powders (Fig. 2f). Under the
actions of ultrasonic energy and welding pressure, the UHMWPE
powders were rapidly melted and filled into the mould cavity. (5) After
a certain pressure holding time (Fig. 2g), the replication of the micro-
groove arrays was completed and a microplastic part with surface hy-
drophobicity was thereby obtained (Fig. 2h).

During micro-UPM, ultrasonic vibration was applied to the
UHMWPE powders and the ultrasonic vibration was directly related to
ultrasonic energy. Under the effect of the ultrasonic vibration, friction
between the UHMWPE powders could take place and thus the heat can
be generated for fabricating the microplastic parts. Therefore, the ul-
trasonic energy has a same effect to mould temperature and different
ultrasonic energies represent different mould temperatures. Under the
effect of the ultrasonic vibration, the UHMWPE powders were melted.
Then, under the effect of welding pressure, the melt was quickly filled
into the mould cavity. For ensuring the moulding quality of micro-
plastic parts, the welding pressure should be maintained for a certain
time and this process was called as pressure holding. The certain time
was called as pressure holding time.

3. Influence of micro-UPM on moulding quality of microplastic
parts

In the micro-UPM process, the process parameters of ultrasonic
welding have important influences on the quality of the microplastic
parts. The process parameters of the ultrasonic welding included ul-
trasonic energy, welding pressure, and pressure holding time. In this
paper, the single factor experiment method was used to determine the
appropriate process parameters. For investigating the stability of pro-
cess parameters, 5 microplastic parts were fabricated under each group
of process parameters. The moulding quality of microplastic parts was
mainly evaluated by the replication rate and the surface morphology.

3.1. Influence of ultrasonic energy on moulding quality of microplastic parts

In the paper, the micro-UPM used an ultrasonic welder to fabricated
microplastic parts. During the micro-UPM, the ultrasonic welder was set
in the energy control mode and ultrasonic energy can be inputted
through the instrument control panel. The ultrasonic energies used in
experiments were 800 J, 1200 J, 1600 J and 2000 J respectively. The
pressure holding time and welding pressure were kept at 8 s and 100
kPa respectively. The experimental results are shown in Fig. 3.

When the ultrasonic energy was 800 J, the ultrasonic energy was
insufficient and the UHMWPE powders existed in the form of lumpy
particles that adhered to one another. Under this circumstance, there
were a lot of marks on the surface of microplastic parts (Fig. 3a). With
the ultrasonic energy increased, the marks on the surface of micro-
plastics gradually decreased (Fig. 3b). When the ultrasonic energy was
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1600 J, the marks on the surface of microplastic part were almost in-
visible (Fig. 3c). However, if the ultrasonic energy continued to in-
crease, the microplastic part can be broken and the crack would appear
on the surface of microplastic (Fig. 3d).

During micro-UPM, ultrasonic energy was applied to the polymer
powders and the friction between the polymer powders could take
place, which can generate the heat for fabricating the microplastic part.
Therefore, with the ultrasonic energy increased, more and more
UHMWPE powders were melted until all the UHMWPE powders were
melted completely, which resulted in improvement of moulding quality
of the microplastic part. However, Excessive ultrasonic energy can
damage the surface of microplastic part.

3.2. Influence of welding pressure on moulding quality of microplastic parts

In micro-UPM, the ultrasonic welder was used to fabricate micro-
plastic parts. Before the experiment, the different welding pressures can
be inputted through the instrument control panel. The welding pres-
sures used in experiments were 70 kPa, 100 kPa, 130 kPa and 160 kPa
respectively. The pressure holding time and ultrasonic energy were kept
at 8 s and 1200 J respectively. The experimental results are shown in
Fig. 4.

When the welding pressure was low, part of the ultrasonic energy
would be lost on the sonotrode. Under this circumstance, friction

between UHMWPE powders can not take place adequately and thus the
heat required for UHMWPE powders fusion was insufficient.
Consequently, the UHMWPE powders were melted locally and stick
marks appeared on the surface of the micro plastic parts (Fig. 4a). When
the welding pressure was 100 kPa, the UHMWPE powders were fully
melted and the surface morphology of the micro plastic parts was well
(Fig. 4b). With the welding pressure increased to 130 kPa, the welding
pressure was higher, which can restrict the relative movement between
the UHMWPE powder. In this case, friction between UHMWPE powders
cannot effectively generated and thus the heat required for UHMWPE
powders fusion was insufficient. As a result, the UHMWPE powders
were melted insufficiently and stick marks appeared again on the sur-
face of the micro plastic parts (Fig. 4c). When the welding pressure was
160 kPa, the ultrasonic welding process cannot proceed smoothly be-
cause of the excessive welding pressure. Under the impact of the ex-
cessive welding pressure, the surface of the microplastic part was easily
damaged (Fig. 4d).

3.3. Influence of pressure holding time on moulding quality of microplastic
parts

During micro-UPM, the welding pressure was firstly applied to the
UHMWPE powders and then the ultrasound was applied to the
UHMWPE powders. Under the actions of ultrasonic energy and welding

Fig. 1. The experimental facilities used in this paper.
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pressure, the UHMWPE powders were rapidly melted and filled into the
mould cavity. After that, the ultrasound stopped and the welding
pressure must be hold for a certain time to ensure the moulding quality
of the microplastic part. This time was called as pressure holding time.
The pressure holding times used in experiments were 2 s, 4 s, 8 s and 16
s respectively. The ultrasonic energy and welding pressure were set as
1200 J and 100 kPa respectively. The results are shown in Fig. 5.

When the pressure holding time was 2 s, the microplastic part was
not fully formed. In this case, the melt did not cool completely and thus
part of the melt was pulled out of the mould cavity with the reset of the

sonotrode, which caused damaged area to appear on the surface of the
microplastic part (Fig. 5a). With the holding time increased to 4 s, the
melt did not cool completely and there were some depressions on the
surface of the microplastic part (Fig. 5b). With the pressure holding
time increased to 8 s and 16 s, the melt cooled completely and surface
morphology of the microplastic part was well (Fig. 5c and Fig. 5d).
However, When the pressure holding time was too longer, deformation
of the microplastic part would occur.

Fig. 2. Schematic representation of the process flow. (a) Processing of mould insert; (b) Mould insert; (c) Ultrasonic welder; (d) Cavity filling; (e) Compacting
UHMWPE powders; (f) Applying ultrasonic vibration; (g) Pressure holding; (h) Microplastic part with surface hydrophobicity.

Fig. 3. The micro-UPM results of microplastic parts under different energies: (a) 800 J; (b) 1200 J; (c) 1600 J; (d) 2000 J.
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4. Results

4.1. Replication rate

To evaluate the quality of microplastic parts, six samples from
section 3 with better surface morphology were selected for the

comparison of cross-sectional replication rate. The selected samples
were shown in Fig. 3b, Fig. 3c, Fig. 4b, Fig. 4c, Fig. 5c and Fig. 5d. The
paper named the above samples as 1#, 2#, 3#, 4#, 5# and 6# re-
spectively. In the paper, the cross-sectional replication rate was defined
as the ratio of S1/S2, where S1 denoted the cross-sectional area of the
microplastic part and S2 denoted the corresponding cross-sectional area

Fig. 4. The micro-UPM results of microplastic parts under different welding pressures: (a) 70 kPa; (b) 100 kPa; (c) 130 kPa; (d) cross-section profile of Fig. 4c; (e) 160
kPa.

Fig. 5. The micro-UPM results of microplastic parts under different pressure holding time: (a) 2 s; (b) 4 s; (c) 8 s; (d) 16 s.
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of the mould insert. 5 microplastic parts were fabricated under each
group of process parameters and the unique mould insert was used for
each group of process parameters. 5 different positions in every

microplastic part and mould insert were randomly selected to measure
the cross-sectional areas by laser confocal microscope and its software
(VK MultiFile Analyzer). From the measurement results, arithmetic

Fig. 6. The cross-sectional replication rates of the 6 microplastic parts.
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mean of the cross-sectional area can be obtained, which can improve
the calculation accuracy of the cross-sectional replication rate as much
as possible. The measurement baselines of microplastic part and mould
insert are shown in Figs. 6 and 7 and the cross-sectional replication
rates of the microplastic parts are shown in Fig. 6.

According to the experimental results shown in Fig. 3, Fig. 4 and
Fig. 5, more and more UHMWPE powders were melted and the inter-
particle voids were gradually reduced under the appropriate process
parameters. Therefore, the stick marks on the surface of microplastic

part gradually disappeared and the moulding quality of microplastic
parts was improved. From the measurement results shown in Fig. 6, the
cross-sectional replication rate of microplastic part 1# (Fig. 3b) is
higher than that of 2# (Fig. 3c) in the ultrasonic energy group. The
cross-sectional replication rate of microplastic part 3# (Fig. 4b) is
higher than that of 4# (Fig. 4c) in the welding pressure group. The
cross-sectional replication rate of microplastic part 5# (Fig. 5c) is
higher than that of 6# (Fig. 5d) in the pressure holding time group.
Therefore, it can be concluded that UHMWPE microplastic parts with
well moulding quality can be produced via micro-UPM by using the
following parameters: ultrasonic energy of 1200 J, welding pressure of

Fig. 7. The measurement baselines of microplastic part and mould insert.

Fig. 8. The roughness of the mould insert and microplastic parts.

Table 1
The roughness of mould insert and microplastic parts.

Sample Ra (μm)

convex concave

Mould insert 2.81 2.62
Microplastic part 1# 1.39 1.64
Microplastic part 3# 1.42 1.57
Microplastic part 5# 1.36 1.63
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100 kPa and holding pressure of 8 s.

4.2. Roughness

From above experimental results, it can be known that microplastic
part 1# (Fig. 3b), microplastic part 3# (Fig. 4b), and microplastic part
5# (Fig. 5c) have well surface morphology and replication rate. The
line roughness Ra of the above samples was measured by the laser
confocal microscope. The above Ra values were measured at convex
surface and concave surface of the microgroove of the mould insert and
microplastic parts (Fig. 8). Each Ra value was measured 5 times in the
different convex surfaces and concave surfaces and then the measure-
ment data was averaged to obtain the final Ra value. During the mea-
surement, the shape error was removed. The measurement results are
shown in Table 1 and Fig. 8. The mean Ra of the concave region in the
mould insert is 2.62 μm (Table 1). The mean Ra of the corresponding
convex region in the microplastic parts is all less than 1.42 μm
(Table 1), which is 45.8 % lower than Ra of the mould insert. The Ra of
the convex region in the mould insert is 2.81 μm (Table 1). The Ra of
each corresponding concave region in the microplastic parts is less than
1.64 μm (Table 1), which is 41.6 % lower than the Ra of the mould
insert. According to the experimental results, the roughness of the mi-
croplastic parts is smaller than that of the mould insert.

The reasons for the above results are as follows. When the mould
insert was machined by the LS-WEDM, a pit-protrusion-porosity-flake
composite rough microstructure was constructed on the surface of the
mould insert. The composite rough microstructure was not filled com-
pletely by the molten UHMWPE under the comprehensive effects of
ultrasonic energy and welding pressure. Therefore, the microplastic
part fabricated by the micro-UPM process had a smaller Ra than that of
mould insert.

4.3. Hydrophobicity

The contact angle of water on the surface of solid material is an
important parameter to measure the hydrophobicity on the surface of
material. Generally, a material is hydrophilic when the contact angle is
less than 90° and a material is hydrophobic when the contact angle is
more than 90°.With the aim of fabricating microplastic parts with a
hydrophobic surface, the research fabricated microplastic parts by
micro-UPM. In order to investigate the hydrophobicity on the surface of
microplastic parts, the parallel contact angle was measured. 5 different
positions in every microplastic part and mould insert were randomly
selected to measure the static contact angle of droplets. Fig. 9a shows
that the mean contact angle of the mould insert is 129.1°. The mean
contact angles of microplastic part 1# (Fig. 9b), microplastic part 3#
(Fig. 9c) and microplastic part 5# (Fig. 9d) are 135.4°, 132.9°, and
130.2° respectively. The above results show that the mean contact an-
gles of the microplastic parts are larger than that of the mould insert
and the surface of the microplastic parts has well hydrophobicity. The
above experimental results indicate that micro-UPM can be used to
prepare microplastic parts with hydrophobic surfaces.

The surface hydrophobicity is mainly attributed to the rough surface
with special microstructures and the low surface free energy. The sur-
face energy of water is large. The droplet cannot be spread on low
surface energy materials and remains basically in the form of a sphere,
which shows hydrophobicity [17]. The micro-grooves are processed by
a low-speed wire electrical discharge machine, the secondary nano-
structured is also processed on the surface of the micro-grooves. This
co-existence of micro-nano structures may increase the specific surface
area of the sample and provide more air trapping, which makes the
material hydrophobic [24]. The microplastic parts have almost the
same microstructures as the metal mould insert. However, polymer
materials have lower surface free energy than metal materials. The

Fig. 9. The contact angle of the mould insert and microplastic parts: (a) Mould insert; (b) Microplastic part 1#; (c) Microplastic part 3#; (d) Microplastic part 5#.
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droplet did not spread on the surface of the microplastic parts and re-
mained basically in the form of a sphere. Therefore, the contact angle of
the droplet on the microplastic part is larger than that on the mould
insert.

5. Conclusions

In this paper, A mould insert with micro-groove arrays was fabri-
cated by LS-WEDM. According to the mould insert and using UHMWPE
powders as raw material, microplastic parts with surface hydro-
phobicity were successfully prepared by the micro-UPM process. The
main conclusions of this study are as follows:

(1) Under the ultrasonic energy of 1200 J, welding pressure of 100 kPa
and pressure holding time of 8 s, microplastic parts with surface
roughness Ra of 1.36 μm and the replication rate of 97.76 % were
prepared by micro-UPM process.

(2) The maximum and minimum contact angles of the microplastic
parts prepared by micro-UPM were 135.4° and 130.2° respectively.
The droplet did not spread on the surface of the microplastic parts
and remained basically in the form of a sphere, which indicated
well surface hydrophobicity. Micro-UPM provided a simple and
quick method for fabricating microplastic parts with surface hy-
drophobicity.

(3) The single factor experiment method was used to determine the
appropriate process parameters and the iteration effect between
process parameters was considered in the paper. In the future re-
search, the authors will discuss the iteration effect and use it to
optimize the process parameters of the micro-UPM. Moreover, mi-
crochannel inserts with different cross-section shapes and simu-
lating their moulding process with FLUENT software will be studied
in detail.

Declaration of Competing Interest

The authors declare that they have no known competing financial
interests or personal relationships that could have appeared to influ-
ence the work reported in this paper.

Acknowledgments

This work is supported by the National Natural Science Foundation
of China (Nos. 51971150, 51605304 and 51871157), the Natural
Science Foundation of Guangdong Province (Nos.2017A030313309,
2016A030310036 and 2016A030310043), the Science, Technology and
Innovation Commission of Shenzhen Municipality (Nos.
JCYJ20170817094310049, JSGG20170824111725200 and
JCYJ20170412111216258), and the Natural Science Foundation of
Shenzhen University(No. 2017034).

References

[1] Zheng SL, Li C, Fu QT, Hu W, Xiang TF, Wang Q, et al. Development of stable

superhydrophobic coatings on aluminum surface for corrosion-resistant, self-
cleaning, and anti-icing applications. Mater Des 2016;93:261–70.

[2] Trujillo-Vazquez E, Pech-Canul MI, Guia-Tello JC, Pech-Canul MA. Surface chem-
istry modification for elimination of hydrophilic Al4C3 in B4C/Al composites. Mater
Des 2016;89:94–101.

[3] Kumar D, Wu XH, Fu QT, Ho JWC, kanhere PD, Li L, et al. Hydrophobic sol-gel
coatings based on polydimethylsiloxane for self-cleaning applications. Mater Des
2015;86:855–62.

[4] Jeong HE, Kwak MK, Park CI, Suh KY. Wettability of nanoengineered dual-rough-
ness surfaces fabricated by UV-assisted capillary force lithography. J Colloid
Interface Sci 2009;339:202–7.

[5] Sun MH, Luo CX, Xu LP, Ji H, Qi OY, Yu DP, et al. Artificial lotus leaf by nano-
casting. Langmuir 2005;21:8978–81.

[6] Ulrich R, Weber HP, Chandross EA, Tomlinson WJ, Franke EA. Embossed optical
waveguides. Appl Phys Lett 1972;20:213–5.

[7] Chou SY, Krauss PR, Renstrom PJ. Imprint of sub-25 nm vias and trenches in
polymers. Appl Phys Lett 1995;67:3114–6.

[8] Weng C, Wang F, Zhou MY, Yang DJ, Jiang BY. Fabrication of hierarchical polymer
surfaces with superhydrophobicity by injection molding from nature and function-
oriented design. Appl Surf Sci 2018;436:224–33.

[9] Seo YS, Park K. Direct patterning of micro-features on a polymer substrate using
ultrasonic vibration. Microsyst Technol 2012;18:2053–61.

[10] Jiang BY, Zou Y, Liu T, Wu WQ. Characterization of the fluidity of the ultrasonic
plasticized polymer melt by spiral flow testing under micro-scale. Polymers
2019;11:10.

[11] Masato D, Babenko M, Shriky B, Gough T, Lucchetta G, Whiteside B. Comparison of
crystallization characteristics and mechanical properties of polypropylene pro-
cessed by ultrasound and conventional micro-injection molding. Int J Adv Manuf
Technol 2018;99:113–25.

[12] Liang X, Wu XY, Xu B, Ma J, Liu ZY, Peng TJ, et al. Phase structure development as
preheating UHMWPE powder temperature changes in the micro-UPM process. J
Micromechanics Microengineering 2016;26:9.

[13] Liang X, Wu XY, Zeng K, Xu B, Wu SY, Zhao H, et al. Micro ultrasonic powder
molding for semi-crystalline polymers. J Micromechanics Microengineering
2014;24:10.

[14] Park SC, Kim MJ, Baek SK, Park JH, Choi SO. Spray-formed layered polymer mi-
croneedles for controlled biphasic drug delivery. Polymers 2019;11:13.

[15] Yin ZF, Sun L, Zou HL, Cheng E. Two dimensional PMMA nanofluidic device fab-
ricated by hot embossing and oxygen plasma assisted thermal bonding methods.
Nanotechnology 2015;26:12.

[16] Hu MF, Xie J, Liu JN, Si XH. Precision grinding and Micro hot embossing of the
microgroove Lens array for light transmitting and uniforming. J Mech Eng
2017;53:190–6.

[17] Zaidi SAA, Song JY, Lee JH, Kim SM, Kim YJ. Experimental investigation on micro-
fabrication of wearable dry-patching flexible substrate using transparent super-
hydrophobic polyimide. Mater Res Express 2019;6:15.

[18] Rasilainen T, Suvanto M, Pakkanen TA. Anisotropically microstructured and micro/
nanostructured polypropylene surfaces. Surf Sci 2009;603:2240–7.

[19] Nguyen BQH, Shanmugasundaram A, Hou TF, Park J, Lee DW. Realizing the flexible
and transparent highly-hydrophobic film through siloxane functionalized poly-
urethane-acrylate micro-pattern. Chem Eng J 2019;373:68–77.

[20] Yoon Y, Lee DW, Lee JB. Fabrication of optically transparent PDMS artificial Lotus
leaf film using underexposed and underbaked photoresist mold. J
Microelectromechanical Syst 2013;22:1073–80.

[21] Minarik M, Wrzecionko E, Minarik A, Grulich O, Smolka P, Musilova L, et al.
Preparation of hierarchically structured polystyrene surfaces with super-
hydrophobic properties by plasma-assisted fluorination. Coatings 2019;9.

[22] Brown PS, Talbot EL, Wood TJ, Bain CD, Badyal JPS. Superhydrophobic hier-
archical honeycomb surfaces. Langmuir 2012;28:13712–9.

[23] Zhi DF, Wang HH, Jiang D, Parkin IP, Zhang X. Reactive silica nanoparticles turn
epoxy coating from hydrophilic to super-robust superhydrophobic. RSC Adv
2019;9:12547–54.

[24] Zhou CL, Wu XY, Lu YJ, Wu W, Zhao H, Li LJ. Fabrication of hydrophobic Ti3SiC2
surface with micro-grooved structures by wire electrical discharge machining.
Ceram Int 2018;44:18227–34.

X. Liang, et al. Journal of Manufacturing Processes 56 (2020) 180–188

188

http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0005
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0005
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0005
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0010
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0010
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0010
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0015
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0015
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0015
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0020
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0020
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0020
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0025
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0025
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0030
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0030
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0035
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0035
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0040
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0040
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0040
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0045
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0045
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0050
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0050
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0050
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0055
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0055
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0055
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0055
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0060
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0060
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0060
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0065
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0065
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0065
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0070
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0070
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0075
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0075
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0075
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0080
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0080
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0080
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0085
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0085
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0085
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0090
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0090
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0095
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0095
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0095
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0100
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0100
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0100
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0105
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0105
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0105
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0110
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0110
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0115
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0115
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0115
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0120
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0120
http://refhub.elsevier.com/S1526-6125(20)30308-X/sbref0120

	Fabrication of microplastic parts with a hydrophobic surface by micro ultrasonic powder moulding
	Introduction
	Experimental
	Materials
	Equipments
	Process flow

	Influence of micro-UPM on moulding quality of microplastic parts
	Influence of ultrasonic energy on moulding quality of microplastic parts
	Influence of welding pressure on moulding quality of microplastic parts
	Influence of pressure holding time on moulding quality of microplastic parts

	Results
	Replication rate
	Roughness
	Hydrophobicity

	Conclusions
	Declaration of Competing Interest
	Acknowledgments
	References




