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Abstract

:

The influence of micro-injection molding process parameters on a molded component’s quality is very prominent. Depending on the functional performance of the part, the desired quality is defined by several criteria which may include dimensional tolerances, shrinkage/warpage, fiber characteristics, and internal defects. A correlation of process parameters with the defined quality attributes needs to be investigated for a new geometrical component. In this work, a micro-component with a new V-shaped geometry is chosen, as this type of geometry finds potential applications in the medical industry. The parts are manufactured with polyoxymethylene resin with a full-factorial design of experimental plan with investigating parameters of mold temperature, melt temperature, injection speed, and packing pressure. The number of internal pores and amount of volumetric shrinkage are identified as the critical quality criteria and the effect of the process parameters is studied with respect to those criteria. The measurement results indicated that the presence of pores is inevitable within the chosen process window; however, the amount can be minimized with careful selection of process settings. Moreover, the statistical analyses demonstrated the significance levels of the process parameters.
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1. Introduction


The ease of replication capabilities makes micro-injection molding process the most preferred manufacturing technology in medical, surgical, automotive, electronics, and aerospace industries [1]. The development of new miniature products is highly dependent on manufacturing systems that can produce micro-components reliably and economically in large quantities with the desired precision. The precision and quality of micro-molded parts are mainly subjected to their geometrical and functional requirements. Different applications aim for different quality criteria of micro-molded parts and these criteria usually correspond to the ability to completely fill the micro-size cavities, which is controlled by processing conditions.



There have been several studies about application-based optimization of micro-injection molding parameters with respect to different quality criteria, as summarized in [2]. In particular, micro-fluidics are the most researched application with different desirable quality aspects: filling quality (part mass) and process variability (standard deviation) [2], filled volume fraction of microfilters [3], filling quality of micro-featured channels [4], width and depth of micro-channel [5] and height of micro-channels [6]. The effect of processing conditions on the quality of micro gears was studied with gear-outside-diameter and tooth-thickness as the quality parameters [7]. Shrinkage is also one of the most important quality aspects for micro-injection molded components and, therefore, it has been studied by various researchers. Annicchiarico et al. [8,9] implemented a statistical methodology to attempt optimization for both shrinkage and part mass in micro-injection molding. Shrinkage in fiber-reinforced thin-walled molded parts was examined in [10]. Reportedly, there is a lack of studies or information in the literature related to the effect of processing conditions on the presence of voids or pores in micro-injection molded components.



Nevertheless, all the quality parameters are required to be precisely measured and analyzed by using sophisticated characterization instruments to perform accurate correlation with the process settings. Traditionally, destructive methods are used to measure the quality parameters of micro-injection molded parts, which is because the parts are usually of large sizes compared to their micro-features. Hence, a subsampling of the molded parts is often required in order to characterize their micro-features. For example, in case of microfluidics, parts are cut to achieve high resolution to measure the channels. Over the years, X-ray computed tomography (CT) [11] has become an established technique for non-destructive quality control in industrial environments [12]. Thanks to the recent developments [13], it is also becoming very popular for dimensional metrology applications due to its strategic advantages such as the capability of performing measurements on a component’s surface as well as on volume, thus enabling inspection of otherwise non-accessible internal features. Reportedly, X-ray CT is being used for different quality aspects of micro-injection molded parts in various studies [14]. It was used for dimensional verification of industrial micro-injection molded components as reported in [15]. Furthermore, X-ray CT can also be used in combination with data from other sensors/techniques for micro-molded parts where both micro- and macro-measurements are required [16]. With regard to molded fiber composite parts, CT provides the fiber characteristics such as fiber distribution and their orientation in flow and transverse directions [10,17].



It is evident now that the various studies correspond to specific geometrical features and shapes. With ever-increasing demands of miniaturization, complex geometrical features are being introduced in micro-parts and, hence, there is a requirement to develop strong knowledge about the specific quality criteria corresponding to the specific molding geometries. In addition, accurate measurements of quality parameters are also very critical. Therefore, the current work aims to optimize the micro-injection molding of a component with a new V-shaped geometry by measuring the parts with the use of X-ray CT. A full-factorial design of the experiment plan is used to study the effect of processing parameters on external and internal quality of the part as represented by volumetric shrinkage of the manufactured part and the internal pores, respectively. A statistical approach is employed to identify the significant factors.




2. Materials and Methods


A micro-component with a V-shaped geometry is considered for this study since this type of geometrical feature is present in several medical applications, especially where hinging function is required. Presence of internal voids and pores is reported in many products with this type of geometry, which is the motivation behind this study. As shown in Figure 1 the part consists of two moving leg-like features joined at the cornerd to allow flexible movement of the legs. The component also includes several micro-scale features; however, the exact geometrical details and dimensions are omitted for confidentiality reasons. The aspect ratio in the perpendicular direction to cross section plane (shown in Figure 1) is of the 1/10th order of magnitude as compared to the lateral dimension.



The material used for manufacturing is polyoxymethylene (POM). POM possesses balanced combinations of the properties required for engineering plastics, in addition to ease of molding throughout the range of conditions generally employed for polyacetal resins. Furthermore, they combine low friction and high wear resistance with high stiffness and mechanical strength over a broad temperature range; the main physical properties of the material are listed in Table 1.



2.1. Design of Experiments


Design of experiments (DOE) is a systematic method to determine the relationship between factors affecting a process and the output of that process. In other words, it helps in identifying the critical factors affecting the desired output, thus enables optimization of the entire process. Based on the material recommendations and simulations, the parameters selected for the investigation are: melt temperature (Tm), mold/tool temperature (Tt), injection speed (Vinj), and packing pressure (Ph). Two levels of melt temperature, injection speed, and packing pressure each, and three levels of mold temperature have been chosen. The values of the DOE parameters were chosen so that they cover a wide range of variation for each one of the selected process parameters (see Table 2). The velocity/pressure switch-over point was set at 90% of the maximum injection pressure. Constant process parameters were back pressure, cooling time, and metering speed. The experiments were performed on a Wittmann Battenfeld, MicroPower 15 micro-injection molding machine.



A four-factor full-factorial design consisting of total 24 molding experiments was created. Ten test specimens were molded for every set of process conditions. The first five test specimens were discarded to allow the process to reach a steady state when changing from one experiment to another. For identification, group IDs were assigned with respect to melt temperature, injection speed, and packing pressure, and the mold temperature is specified separately along with the group ID as specified in Table 3. X-ray CT was used for part measurements and analysis, which is explained in the next section.




2.2. Characterization with X-ray CT


A metrological micro CT system (Nikon Metrology, MCT 225) was used for acquiring CT data for the molded parts. The metrological performances of the CT system were evaluated using specific procedures and a fiber-based calibrated object [18,19]. As shown in Figure 2, four parts are placed on a support to scan them at one time; the X-ray projections were acquired for a complete rotation cycle and subsequently reconstructed into a 3D volumetric dataset. Physical markings are used for identification as all parts look identical in appearance. The employed scanning parameters are provided in Table 4. For each process settings, two repetitions were performed.



The acquired CT projections are reconstructed into a 3D volumetric dataset using standard algorithms followed by a precise surface determination (ISO—50%) in CT analysis software VGStudio MAX 3.0 (Volume Graphics GmbH, Germany). The resolution of the CT data is defined by an isotropic voxel size, which is 10.47 μm in this case. The CAD model of the component is used for registration. Various analyses and evaluations are performed on the reconstructed CT volume.





3. Results and Discussion


The obtained CT measurement results for the design of experiment plan are presented and discussed in this section. The second part includes the statistical observations based on the DOE.



3.1. Measurements


As mentioned earlier, this type of geometrical component suffers from bad internal quality, thus pore volume (measure of the total volume of internal voids) is included as a quality criterion. In addition, the volumetric shrinkage (measure of the total part volume) is also studied in consideration of the overall quality of the part. The measurements of pore volume and volumetric shrinkage are obtained from the CT for the entire DOE plan. Two parts were measured for each set of process conditions and the standard deviations are also reported. Incomplete moldings resulted from settings B100, A120 and F120; therefore, these are excluded from the discussion.



3.1.1. Pore Volume and Morphology


The surface determination-based porosity module was used for the void volume analysis in the VGStudioMax 3.0. The quantitative results of the void volume are presented in Figure 3; the plot shows the mean values of the total pore volume and the standard deviations.



The lower pore volume corresponds to better internal quality of the component. As can been seen in Figure 3, the process settings A80 yield the maximum void volume and the process settings H120 yield the minimum void volume; eventually, that corresponds to all four factors at their lowest level and highest level, respectively. At 80 °C and 100 °C mold temperature, a decreasing trend in the pore volume is observed when going from setting A to H. However, this decreasing trend becomes irregular at 120 °C mold temperature, which shows the effect of packing pressure; the lower packing pressure of 625 bar results in considerably higher pore volume than that of 1000 bar. Moreover, the pores are distributed mainly along the central symmetrical plane (parting plane) of the part and individual pore volume ranges from 0.010 mm3 to 0.10 mm3. This pattern of pore distribution can be attributed to the fact that the material around the central plane is the last to solidify and, therefore, it is more prone to air/gas entrapment and/or differential shrinkage.



To understand the morphology of the pores, the cross sections along the parting plane have been examined. Figure 4 and Figure 5 include the cross sections (the portion in the dashed region in Figure 1) of all the parts manufactured at mold temperature 80 and 120 °C, respectively. At mold temperature 80 °C, the presence of large voids of volume of 0.07 mm3 and above is very evident especially with combination of lower melt temperature and lower packing pressure (A and C), which could be attributed to material insufficiency. At mold temperature 120 °C, the voids are comparatively smaller and remains lower than 0.03 mm3; however, the number of bigger voids is reduced with the increment of mold temperature. Furthermore, the pores are of irregular shapes, especially the bigger pores, which show elongated shapes due to the merging of small neighboring pores. The mold temperature 100 °C exhibits an intermediate effect.




3.1.2. Volumetric Shrinkage


The determined surface helps in measuring the part volume and geometrical deviation in the part geometry as compared to nominal geometry (CAD). The part volume is aligned against the CAD using the best-fit alignment approach. The part exhibits larger deviation at both the ends and the central portion shows minimum deviations. This could be due to the flexibility at the open ends. However, the deviations are not very crucial from the quality point of view; the important aspect is the overall volumetric shrinkage of the part. The volumetric shrinkage of the component is the estimation of the overall shrinkage in the material volume with respect to the nominal cavity volume, which is calculated using the below equation:


Vs[%]=|Vpart-Vnominal|Vnominal×100



(1)




where, Vs, Vpart and Vnominal are the calculated volumetric shrinkage, measured part volume, and the nominal cavity volume, respectively.



The measured mean values of Vs and the standard deviations for the DOE plan are shown in Figure 6. For all the experiments, the shrinkage ranges between 5.5 and 8%. As the initial observation, the settings A80, C80, E120 and G120 resulted in higher volumetric shrinkage (>7%); interestingly all of them correspond to lower packing pressure of 625 bar. However, at settings A80 and C80 the effect of high packing pressure is countered by higher mold temperature, while at settings E120 and G120, lower mold temperature results in lower shrinkage. This trend suggests that both low melt-mold temperature and high melt-mold temperature are not favorable from the shrinkage point of view. Thus, a balance of the temperature parameters (melt and mold temperature) is required for minimizing shrinkage. The minimum shrinkage of the component was came at D100.





3.2. Statistical Analysis


As reported, the results from the experimental campaign were analyzed considering the two response variables (pore volume and volumetric shrinkage). A General Linear Model was used in order to use a univariate analysis of variance (ANOVA) for identifying the factors and their first-order interactions that significantly affect each response. The statistical analyses were carried out using the statistical software Minitab 17. The significance of the factors and their interactions corresponds to obtained p-values, for which the threshold value was fixed at 0.05 (Table 5). The factors with a p-value inferior to 0.05 are statistically significant to the selected response. Table 5 presents the results of the statistical analyses of the DOE plan.



The results depict that packing pressure and melt temperature affects the pore volume significantly. No significant interactions are observed for pore volume except slightly significant interaction of mold temperature and packing pressure. On the other hand, mold temperature, melt temperature, and packing pressure seem to be affecting the shrinkage significantly; however, the degree of significance varies (corresponding to p-value). The interactions of melt temperature with mold temperature and packing pressure are also significant for shrinkage results. The main effects of parameters and their interactions are discussed in detail in the following section.



3.2.1. Main Effects Plots


The main effect plots for pore volume are shown in Figure 7. It can be seen that the greatest effect on the pore volume is of packing pressure followed by effect of melt temperature. Increasing packing pressure from 625 to 1000 bar reduced the void content by around 10%. Indeed, higher pressure helps in removing the trapped air inside and densifies the melt. A reduction (−4.8%) in the pore volume is also observed when increasing the melt temperature from 190 to 210 °C. The effect, with respect to injection speed and mold temperature, is around 2% each, which is negligible as compared to other effects.



Figure 8 contains the main plots for shrinkage. The shrinkage is significantly affected by the packing pressure; increasing packing pressure from 625 to 1000 bar reduces the shrinkage considerably (ca. 10%). This reduction can be due to the fact that increasing packing pressure increases the amount of material entering the cavity; as a result, shrinkage decreases. Increasing mold temperature from 80 to 100 °C is resulted in a reduction of shrinkage; but increasing mold temperature to 120 °C shows an increment. This complex effect could be related to the crystallinity of the POM polymer as temperature (both mold and melt temperature) are known to drive the rate of crystallization by controlling the transition from melt to solid state [9,20]. The effect of melt temperature is around 2.5% and even smaller for injection speed, thus the effects are not significant.




3.2.2. Interaction Effect Plots


Interaction plots are used to visualize interactions among the factors; parallel lines in an interaction plot indicate no interaction, and the greater the difference in slope between the lines, the higher the degree of interaction. The significant interactions of the parameters can be identified from the p-values (<0.05) reported in Table 5, which are also discussed here in detail. Although no significant interactions are identified for pore volume, the interaction between mold temperature and packing pressure (with p-value = 0.053) seems to be slightly significant as visible in Figure 9. There seems to be no interaction up to mold temperature 100 °C; but increasing the mold temperature to 120 °C with combination of higher packing pressure lowers the pore volume considerably.



Regarding the shrinkage, the first-order interactions between melt temperature and mold temperature (Tm·Tt) and packing pressure and melt temperature (Ph·Tm) were significant as presented in Figure 10a,b, respectively. In particular, the combination of higher mold temperatures (100 and 120 °C) with lower melt temperature resulted in the lowest shrinkage of molded parts. Increasing the melt temperature to 210 °C increases the shrinkage (13%) considerably at 120 °C mold temperature. Moreover, the low melt temperature and high packing pressure exhibits a reduction of around 15% in the volumetric shrinkage of the part.






4. Conclusions


The paper presented a study towards optimization of micro-injection molding process parameters for manufacturing a component with a new V-shaped geometry, since this type of geometrical feature is found in various medical components. The aim was to minimize volumetric shrinkage and the number of internal pores with design constraints in the mold geometry. Four important processing parameters were investigated with the help of design of experiment approach and the manufacturing parts were measured and analyzed with microfocus X-ray computed tomography.



The statistical analyses demonstrated that the greatest effect on the pore volume is of packing pressure followed by the effect of melt temperature. Increasing packing pressure from 625 to 1000 bar reduced the number of pores by around 10%. A reduction (−4.8%) in the pore volume is also observed when increasing the melt temperature from 190 to 210 °C. The shrinkage is significantly affected by the packing pressure as increasing packing pressure from 625 to 1000 bar reduces the shrinkage considerably (ca. 10%). A reduction in shrinkage is also exhibited with increasing mold temperature. The first-order interactions between melt temperature and mold temperature (Tm·Tt) and packing pressure and melt temperature (Ph·Tm) was significant for shrinkage, while no significant interactions are identified for pore volume.



The results showed that the presence of pores is inevitable within the selected process window. However, this study helps to understand the correlation of the process parameters with the number of pores and shrinkage; hence, optimization of the process settings can be achieved. The knowledge obtained from this study will be used for further research on the industrial products with V-shaped geometrical features.
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	Analysis of Variance







References


	



Surace, R.; Trotta, G.; Bellantone, V.; Fassi, I. The micro injection moulding process for polymeric components manufacturing. In New Technologies-Trends, Innovations and Research; InTech: London, UK, 2012. [Google Scholar]

	



Attia, U.M.; Alcock, J.R. Optimising process conditions for multiple quality criteria in micro-injection moulding. Int. J. Adv. Manuf. Technol. 2010, 50, 533–542. [Google Scholar] [CrossRef]

	



Lee, B.K.; Hwang, C.J.; Kim, D.S.; Kwon, T.H. Replication quality of flow-through microfilters in microfluidic lab-on-a-chip for blood typing by microinjection molding. J. Manuf. Sci. Eng. 2008, 130, 021010. [Google Scholar] [CrossRef]

	



Mönkkönen, K.; Pakkanen, T.T.; Hietala, J.; Pääkkönen, E.J.; Pääkkönen, P.; Jääskeläinen, T.; Kaikuranta, T. Replication of sub-micron features using amorphous thermoplastics. Polym. Eng. Sci. 2002, 42, 1600–1608. [Google Scholar] [CrossRef]

	



Fu, G.; Tor, S.B.; Hardt, D.E.; Loh, N. Effects of processing parameters on the micro-channels replication in microfluidic devices fabricated by micro injection molding. Microsyst. Technol. 2011, 17, 1791–1798. [Google Scholar] [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. Manuf. Technol. 2014, 63, 521–524. [Google Scholar] [CrossRef]

	



Huang, M.S.; Li, C.J.; Yu, J.C.; Huang, Y.M.; Hsieh, L.C. Robust parameter design of micro-injection molded gears using a LIGA-like fabricated mold insert. J. Mater. Process. Technol. 2009, 209, 5690–5701. [Google Scholar] [CrossRef]

	



Annicchiarico, D.; Attia, U.M.; Alcock, J.R. Part mass and shrinkage in micro injection moulding: Statistical based optimisation using multiple quality criteria. Polym. Test. 2013, 32, 1079–1087. [Google Scholar] [CrossRef]

	



Annicchiarico, D. Characterization of Shrinkage Effects in Micro-Injection Moulding (μ-IM). Ph.D. Thesis, Cranfield University, Bedford, UK, 2013. [Google Scholar]

	



Masato, D.; Rathore, J.; Sorgato, M.; Carmignato, S.; Lucchetta, G. Analysis of the shrinkage of injection-molded fiber-reinforced thin-wall parts. Mater. Des. 2017, 132, 496–504. [Google Scholar] [CrossRef]

	



Hermanek, P.; Rathore, J.S.; Aloisi, V.; Carmignato, S. Principles of X-ray computed tomography. In Industrial X-ray Computed Tomography; Springer: Cham, Switzerland, 2018; pp. 25–67. [Google Scholar]

	



Wevers, M.; Nicolaï, B.; Verboven, P.; Swennen, R.; Roels, S.; Verstrynge, E.; Lomov, S.; Kerckhofs, G.; Van Meerbeek, B.; Mavridou, A.M.; et al. Applications of CT for non-destructive testing and materials characterization. In Industrial X-ray Computed Tomography; Springer: Cham, Switzerland, 2018; pp. 267–331. [Google Scholar]

	



Kruth, J.P.; Bartscher, M.; Carmignato, S.; Schmitt, R.; De Chiffre, L.; Weckenmann, A. Computed tomography for dimensional metrology. CIRP Ann. Manuf. Technol. 2011, 60, 821–842. [Google Scholar] [CrossRef]

	



Buratti, A.; Bredemann, J.; Pavan, M.; Schmitt, R.; Carmignato, S. Applications of CT for Dimensional Metrology. In Industrial X-ray Computed Tomography; Springer: Cham, Switzerland, 2018; pp. 333–369. [Google Scholar]

	



Ontiveros, S.; Yagüe-Fabra, J.; Jiménez, R.; Tosello, G.; Gasparin, S.; Pierobon, A.; Carmignato, S.; Hansen, H.N. Dimensional measurement of micro-moulded parts by computed tomography. Meas. Sci. Technol. 2012, 23, 125401. [Google Scholar] [CrossRef]

	



Rathore, J.S.; Carmignato, S.; Lucchetta, G. Improving CT quality control of a micro injection molded part by multisensor data fusion. In Proceedings of the 6th Conference on Industrial Computed Tomography, Wels, Austria, 9–12 February 2016. [Google Scholar]

	



Rathore, J.; Masato, D.; Sorgato, M.; Lucchetta, G.; Carmignato, S. Effect of process parameters on dimensional accuracy of fiber-reinforced thin-walled micro moulded part. In Proceedings of the 17th International Conference of the European Society for Precision Engineering and Nanotechnology, Hannover, Germany, 29 May–2 June 2017; pp. 347–348. [Google Scholar]

	



Carmignato, S.; Dreossi, D.; Mancini, L.; Marinello, F.; Tromba, G.; Savio, E. Testing of x-ray microtomography systems using a traceable geometrical standard. Meas. Sci. Technol. 2009, 20, 084021. [Google Scholar] [CrossRef]

	



Marinello, F.; Savio, E.; Carmignato, S.; De Chiffre, L. Calibration artefact for the microscale with high aspect ratio: The fiber gauge. CIRP Ann. Manuf. Technol. 2008, 57, 497–500. [Google Scholar] [CrossRef]

	



Reading, M.; Price, D.M.; Orliac, H. Measurement of crystallinity in polymers using modulated temperature differential scanning calorimetry. In Materials Characterization by Dynamic and Modulated Thermal Analytical Techniques; ASTM International: West Conshohocken, PA, USA, 2001. [Google Scholar]








[image: Jmmp 03 00013 g001 550]





Figure 1. Simplified design of the component: cross sectional view. 
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Figure 2. Schematic representation of the CT scanning procedure. 
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Figure 3. CT Measurement results of total pore volume (the standard deviations related to two different parts are indicated). 
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Figure 4. Cross sectional view at parting plane for process settings A to H (Table 3) at mold temperature of 80 °C. 
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Figure 5. Cross sectional view at parting plane for process settings A to H (Table 3) at mold temperature of 120 °C. 
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Figure 6. CT Measurement results of volumetric shrinkage (the standard deviations related to two different parts are indicated) 
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Figure 7. Main effect plots for pore volume (the dashed lines show the total averages). 
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Figure 8. Main effect plots for shrinkage (the dashed lines show the total averages). 
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Figure 9. Interaction plot between mold temperature and packing pressure for pore volume. 
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Figure 10. Interaction plots for shrinkage between packing pressure and melt temperature (a) and melt temperature and mold temperature (b). 
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Table 1. Main properties of the material.
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	Property
	Test Method
	Units
	Value





	Density
	ISO 1183
	g/cm3
	1.42



	Melt Mass-Flow Rate MFR (190 C-2.16 kg)
	ISO 1133
	g/10 min
	22



	Melt temperature
	ISO 11357
	°C
	190
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Table 2. Process parameters settings for the DOE plan.
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	Factor
	Low Level
	Mid Level
	High Level





	Tm [°C]
	190
	-
	210



	Vinj [mm/s]
	100
	-
	400



	Ph [bar]
	626
	-
	1000



	Tt [°C]
	80
	100
	120
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Table 3. Process parameters settings for the DOE plan.
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	Group ID
	Sub ID with Tt
	Tm [°C]
	Vinj [mm/s]
	Ph [bar]





	A
	A80, A100, A120
	190
	100
	625



	B
	B80, B100, B120
	190
	100
	1000



	C
	C80, C100, C120
	190
	400
	625



	D
	D80, D100, D120
	190
	400
	1000



	E
	E80, E100, E120
	210
	100
	625



	F
	F80, F100, F120
	210
	100
	1000



	G
	G80, G100, G120
	210
	400
	625



	H
	H80, H100, H120
	210
	400
	1000
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Table 4. CT scanning parameters.
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	Factor
	Unit
	Value





	Voltage
	kV
	120



	Current
	μA
	45



	Exposure time
	s
	2



	Projections
	-
	1800



	Scan time
	min
	ca. 60



	Source-to-object distance
	mm
	61.6



	Source-to-detector distance
	mm
	1177



	Voxel size
	μm
	10.47
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Table 5. Results of the ANOVA (p-value) considering the DOE plan.
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	Factors
	Pore Volume
	Shrinkage





	Tt
	0.092
	0.04



	Tm
	0.033
	0.036



	Vinj
	0.085
	0.171



	Ph
	0.029
	0.017



	Tt·Tm
	0.142
	0.03



	Tt·Vinj
	0.095
	0.161



	Tt·Ph
	0.053
	0.245



	Tm·Vinj
	0.298
	0.623



	Tm·Ph
	0.249
	0.033



	Vinj·Ph
	0.371
	0.056











© 2019 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access article distributed under the terms and conditions of the Creative Commons Attribution (CC BY) license (http://creativecommons.org/licenses/by/4.0/).
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