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iﬂﬁ 2. 1 w1ava3 microneedles: Solid, Coated, Dissolving and Hollow[1]
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2.1.1 Solid microneedles
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2.1.2 Coated Microneedles
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2.1.3 Dissolving Microneedles
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2.1.4 Hollow Microneedles
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4.3 mstaenld polymer dviunasudiaunaaiile

a 1

n1sidenvila polymer vesdfiaidudend dnasenszuiunisdadusunaiadin

=

Wesanlunszuiunisaadusunanainuuazldainunueatia 80-100 bar uazgamgiladuin

Y

f4 200 pern Wunansdwdiunldazdesiuainuduwazgungingsuin winidenld
polymer Mliinunzausnadwaliiinaiudenisns  polymer 14 wagyinlinszuiunis
afaunuisgayein Ingluilazesuiefinisdenld polymer vlind1agflalddmsu

vaouUinnAude wazlamilanuannisidenty polymer wiantiu

4.3.1 nmsdentd polymer wiifinsisudefivianain PDMS (Polydimethylsiloxane)

Tun1sa$19%uaumeds injection Asawsnisleiiinis@atugududneivuingania
Uszinnnadtlagldusdinsiivdennatn PDMS lagannnan1saseduaunuinn1gnaaainnis

dananadnlunszuiunis injection molding Azl POMS Tulsifiunsudloiinainuidenie
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d! a a v d‘ [ a a 3 %
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4.3.2 mavdenld polymer wifinvisidefivihanann Epoxy (Epo-tek301)

desnndgmitsmulunisiduifinisudefivaeniain POMS wi3einiswdeu
wifwiiaduansidenaudaiatulasdenldifiu Epoxy (Epo-tek301) lasarnwanis
a¥stuaunuitiymudfisiiAeanudemeszninnisdananainduldvanly fagud
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4.3.3 mavdenld polymer wifinvisidefivhanan Epolam2010HT

NMITNAUTUU T RNAF T8 TaMEU19IN Epoxy WaInuITiliaiann epoxy

[

dudildmunzauiisanesonisidnusiavasn  polymer WuianiilanaudRuanyas

9 9

ninAulaaisudenldilu  Epolam2010HT F98A1 Flexible modulus 989 300 MPa,

=2

Tensile strength q\ﬁﬁ\‘i 65 MPa waz Glass Transition Temperature (TG) @489 160 8961

Y

ALYEE IR 1

asedl 1 Physical Wag Mechanical property 983 epoxy fldnae

Mechanical and Thermal Properties

Flexural Modulus | ISO 178: 2001 MPa 3000
Flexural Strength | ISO 178: 2001 MPa 65
Tensile Strength | ISO 527: 1993 MPa 65
Final hardness ISO 686: 2003 Shore D15 83
Glass ISO 11359: 2002 | °C 160
temperature

transition (Tg)

nHan1sasNTuIUnUilymaudemeiagn1sguinaNaulun1s Uy
Fuaulanuald IngnuIFuaudnuiI NS sukiazaiun152nTuuUNanainnasin PP
waz PE TUWusuiuunnndn 100 A59 3903l AN ki AnAMULESNNgTE M INNNTEUIUNTT

ApTugUTuNUFNAlAINFUTINTUL As3UR 4.13
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11 12:52;19 Unit: mm Magnification: 200x No Calibration
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JUT 4. 13 WuR¥WU PP 91nn15203ugY
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lun1sveaesdndusunatainlagld polymer %4 3 datumudn Polymer wiln

EpolamHT fianumngaunazldlunszuiunis Injection molding Afign uilunanisnaaes

dusayltuanisnaassilaannislgudiunaiiodsnasuiain  Epoxy (Epo-tek301)
Wesnnlavuauninnuauysaings luilagwiuisnisnaetuglves Epoxy (Epo-tek301)

Yunan Tngludiureanisuas PDMS uay Epolam2010HT Huasilduneuiliuniiouiunis
a0 Epoxy WAildnsdunsHauiaieiy waziiain1s Vacuum nanefuiiiesidnties @9

JuRDUNIIUED Epoxy (Epo-tek301) avasurglumelull
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Y

Tupisndenldarsivasidundfiuisiisfe Epoxy viim  Epo-tek301 @sdian

AaNTANING karAnaNURNIIANNTIUNTIYIINNNUTENERGR AI5UN 4.14 ndsndla

donvieansildlunisuasuliunAionds Jusuaunsvasuliunslslnen1smsuuans
epoxy THnSaulasSNAUIINNITNANATT epoxy InunaLlaBUMInTIonsIdIu Part A: B 9
20 :5 dienavludnsdiungnaes udrderuliasiiaemauiulagaisauasduiaiegns

Woe 2 uikitelvianskauiuegauysal willandinInAuLEI01EAANe40IN1ATIUIULIN

° =

faguil 4.15 Fsdndurzdevinisihansinaudundsluiinig Vacuum iefdavasenniea

lnga19vi1 2-3A39 ATIAE 10U1T AegUR 4.16 WisldasnToundiTasunssuiunisvaslay

13191NN3UTENB UMMM UnaRuiALTeU1 UL 91NUUIWIINI5IN epoxy Nnawld

Al RLNAIT Y MHIINUUIIUTENBULUNUNANSTUNAD WU RN AL T LU ULLRNN S L8
WewiuivisaesagluanimiusenaunisatinuaiFadudrlulumasungamgi 50 aeen

= Id ) Y =% 1a ¢ & [y v A [ A
walradua 16 TluuaI0enuiliuiisdateananiy WQNSUUG]E)UWQE‘UVI 4.17

Product Description: EPO-TEK® 301 is a two component, room temperature curing, medical grade
epoxy featuring very low viscosity, and excellent optical-mechanical properties.

Typical Properties: Cure condition: varies as required *denotes test on lot acceptance basis Data below is not guaranteed.

To be used as a guide only, not as a specification. Different batches, conditions & applications yield differing results.
[PHYSICAL PROPERTIES:
* Color (before cure): Part A: Clear/Colorless  Part B: Clear/Colorless
" Consistency: Pourable liquid
" Viscosity (23°C) @ 100 rpm: 100-200 cPs
Thixotropic Index: N/A
" Glass Transition Temp: 265 °C (Dynamic Cure:20-200°C/ISO 25 Min; Ramp -10-200°C @ 20°C/Min)
Coefficient of Thermal Expansion (CTE):
Below Tg: 39 x 10% infin°C
Above Tg: 98 x 10 infin°C
Shore D Hardness: 85
Lap Shear @ 23°C: > 2,000 psi
Die Shear @ 23°C: 210 Kg 3,400 psi
Degradation Temp: 430 °C
Weight Loss: @ 200°C 012 %
@ 250°C 0.13 %
@ 300°C 0.39 %
Suggested Operating Temperature: <300 °C (Intermittent)
Storage Modulus: 327,463 psi
" Particle Size: N/A
[ELECTRICAL AND THERMAL PROPERTIES:
Volume Resistivity @ 23°C: 21 x 10" Ohm-cm
Dielectric Constant (1KHz): 4.00
Dissipation Factor (1KHz): 0.016
[OPTICAL PROPERTIES @ 23°C:
Spectral Transmission: 2 99% @ 382-980 nm
= 97% @ 980-1,640 nm
2 95% @ 1,640-2,040 nm
Index of Refraction: 1.519 @ 589 nm
poxies and A I for Dv i A i ™

This information is based on data and tests believed to be accurate. Epoxy Technology, Inc. makes no warranties (expressed or implied) as
to its accuracy and assumes no liability in connection with any use of this product.

EPOXY TECHNOLOGY, INC.
14 FORTUNE DRIVE, BILLERICA, MA 01821 (978) 667-3805, FAX (978) 663-9782

www.epotek.com Page 1 0f 2

'gﬂﬁ 4. 14 Physical Wag Thermal property 984 epoxy ldnae (Epoxy technology,INC.

2015. Available at: http://www.epotek.com. Accessed July 14, 2017.)


http://www.epotek.com/

U7 4. 15 Weso N ATAAINNTTNEX

U7 4. 16 113 vacuum Tu chamber Liamidanasanie
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daiasadutunounIsnaewiinidndoudiaelasusednvalud iuvddledgua
4.18 wazld mold Nneusonisinluldudusdsiuafinnluvugvausudienssuiunis
injection molding laglun1s@nnsatiazldiaias injection molding aseaandanungaulu

mMsdnfuguruauidvunadnlagldiniosanneu3en babyplast fgui 4.19 lneYagild

Y

£
=

lun138nTusUTuaIuAe Polyethylene waz Polypropylene finau additive  Fanisiden

NAEARNAITLABNNANARNTTAT melt flow rate NUINLNBINDLNB IANAARNAIUITO LALTN

o e oA

goeinenigly mold legneiiuilesanndunusifivuiain @ condition lun1sda
wananmIsUSulvilgaumaiivangauauanmnaradiniaglvauduisiniiieane lngly

A ndenlinana@inidan melt flow rate NdAWINNTT 18 ¢/10min wagldamnusulunis

anlug9 75-120 bar

U7 4. 19 1A383dMUNTS injection molding
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4.4 HaMIEFUVUEAE1VUINFANIAUTUANNGAD
4.4.1 namsasradudeevuinganialszunnnadslduifiuisadeivdennan PDMS

mnnsaadudnenauinganialaglduifuidudefivaeunain Poms luasiie
Twanafin 2 viiafe HDPE (HD1600J) uas LDPE (LL8A20A) fin151371 2 Tnelunisdn
wanaRnASausnazldwanadn HOPE imanusuwiniu 67 bar dsildn Melt flowrate svinli
Fulsiaunsatuguldidy dufuluaifnundaiinisdananafin LLOPE Aifid1 melt flow rate

= [y = < [ [y A a ) =
qﬂmmuwmwmummmﬂu 74 bar wﬂiﬁlmmmuwammmmmu IUﬂ’liﬁﬂﬂﬁﬂﬂ@ﬂﬂ"\]\‘m’]

Y
14 ¥
=

a o 1 X a = Ao A v & aa ] ¢
ﬂ'?iLW@Jﬂ'J']@JﬂusL'Vm']ﬂsUu@ﬂLﬂu 80 bar "?Nfﬁ\‘iNalum'mﬂ@ﬂu@]al@LmﬂﬂﬂzﬂﬁqﬂﬁﬂuiﬂJN']ﬂGUu
AU 4.20

M15W9 2 Properties vaananainiiandugy

Melt Flow Tensile Flexible Operating
rate Strength Modulus Temp (°C)
(g/10min) (MPa) (kg/cm?2)
HDPE 12 28 13500 165-190
LLDPE 20 15 4100 170-190




47

U7 4. 20 (a) ms“ﬁugﬂwmaaﬂ HDPE fimnusiu 67 bar (b)ms%ugﬂwmaaﬂ LLDPE #imn

fu 74 bar (OM5TugUNaNERN LLDPE fimnasiu 80 bar
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a A I

Tun1snaaeeas1aBuulpeklAunAdiennaaain  PDMS wuan tuaseddelule

'
v a 1

Funumunnensiiasniinaudsmensudifiuidanna1ililuiiden 4.3.1 wiannwua
n1snaaesansauslaiinisiienianiian Melt flowrate gauazn1siiuaufuinase
M3tusUsventndnenvuinganialantusazaninsatuselesdlunisuiuuanmsdntugy

assdaldle

4.4.2 wansasadudeenvuinganialssiavnanddlduifiuisudeivasunain

Epolam2010 HT

a '

lun1snaaesaatiazysulsenseuiunisaialagayldnatainiden Melt flow g
WINNTNFY Uagkily pressure Wag gauniilunszuiunisaanatain weliiuladowanadin
arursasintulanidendAunidie Tnenisasiansefazldnanadn 2 ¥lia Ae

= . A O wa 19

Polyprepyelene, Polyethylene lay Polypropelyne kg Additive 8nv989:n15UIUUT

a o vy & = | A o v ! ° A
wuvisglilivundnadaeiyngavaneiieanvuinvessuasaeansiisedludumiangs
nguuINNINGY Tudiuaanisda Polypropylene wuldmnusulunis@niuinia 120 bar
uwargumniaede 240 samgal@ed, n152a Polyethelyne Tdmiuduiunniis 115 bar uay
aun)faa200 ssrngaidea wannnisiavwinvatsidunuinvuinlaieduiivuiaaie
Uszanas 60 lulasiumsiviniulainazusuanuaumaws 80-120 bar wsaUsuunlinaramnlei
A1 Melt flowrate 3NNNINAYN FIHANTNAGDIUITIN A1AIUAY, BaunILag melt flowrate
o I~4 2 a0 %) d! = é’ @ 14 s 1 dl QI 1 U
JnduagdesiidruinnosvauniedaazaunsaTuglilulaauysal willlowiuaiaiueu,

a

gamniiuaz melt flowrate linndniudy susrsvesdululunisadsaglufinnuuansiiu

9 Y

o o

AN ERRTN
HAY1NNT5AT19TUIUAIN Polypropylene wuingadsasenagludumniangduuazd
[ 1y [ v a 1% 1% 1a f o vYal A & | 1%
uaLEnas uadlanudaaulpsauiiosaninlaeenuuulviwifuiddilvuniidnasdanale
nsvuvesuifitesas lagludiuvesnaninainnisasraduninunann  Polyethylene
wuhhundsgdsngeeggelunaziinnudaiauananduiiediy uarludiuveinanisaing
& a o ~ . I o I | | 1 49( a
LUNNNNIIN Polypropylene Mgl Additive WUINBLAUIFENN1881DLFIVURATUAIN

YALIUANDT LYULREINY ﬁqgﬂﬁ a.21
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U7 4. 21 (@dudildannnisda PP finnudiu 120 bar (o)duiiléiannisia PE finatudy

115 bar (QWuiildannisan PP Additive fimanusy 115 bar

NATATNTUULAUIANNG 1111910 EpolamHT2010 wuaiifuilaiina3

Weneainlunseuiun1sasne (njection molding) weitusulaifisddisendaauway

° = 1o [ o Ao 14 [
dULEUD RNVLZLIU’]N']L‘lJuNa‘VlaﬂV]u’]iUI‘ULLﬁ%VﬂﬂWﬁV]ﬂﬁ@U

a

4.4.3 namsasadudaonvuinganiaussiamnalsddddusifinsisniflefivasunain Epoxy
(Epo-tek301)

saelinaduidifudundnlunisnsvaeusuiaduuagyhnsmadey Feiunuiu
5U11970 Polyethylene uay Polypropylene fina Additive fimusi 80bar NMNEIRN

NseeMmenaed SEM uag Dino wandluguil 4.22 uay 4.23 audwy
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HloviN1sTUFUTNRAZa N INEN BUL LT USRELAY L51A1U750TATUINEIUA9Y
vouduionsvaeuInduiilalidnuuredlsuasiinulndifesiuuseiilieonuuul funn
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use (N) | szeznsnesede (um) | SD
0.25 16.6 7.5
0.5 31 7.6
0.75 57.6 10.1
1 81.6 13.0
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LS9 (N)uluAg U UNUAUDITUIU

ANEY | AR ons1nslua | SD
(cm) (N/m2) Fuvinu 9.08 cm (mU/s) (mU/s)
10 981 0.8906 0.2126 0.0283
20 1962 1.781 0.3960 0.0257
30 2943 2.672 0.5990 0.035
40 3826 3.563 0.7691 0.0193
Relationship between
flowrate

(ml/s) pressure and flowrate
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N1 AN39NISTAVUIAGITNIUINGANIA

U
[

afaf 1 | pdait 2 | A%edi 3 | ASefi 4 | aSedt 5 | ave | sd
Tip Diameter | 61 61 57 68 53 60 4.98
Hole width 160 184 167 165 172 169.6 | 8.16
Hole height 200 250 234 203 215 220.4 1 19.02
Needle Height | 776 754 166 775 768 7678 | 791
Hole position | 184 243 194 181 191 198.6 | 22.7
N2 MMIN1SVAEBUAUEDETNIWINanIA (Failure test)
w39(N) JEHLNITNAG
Gud 1| Budi 2 | Fudi 3 | Gud 6 | Wudi s | Ave | SD

0.25 5 12 21 18 27 166 | 7.5

0.5 23 22 33 35 42 31 7.6

0.75 49 45 74 61 59 57.6 | 10.1

1 83 62 99 91 73 81.6 | 13.0




N3 AITNNITNAFDUNITRANZHIUNINI (Skin penetration test)

Force Sruufuianunsanznzald
Al 1 adsit 2 Aadl 3
300N 0 0 0
400N 2 2 2
500N 3 3 3
600N a4 4 4
700N q q 4
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