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Development of non-circular extrusion die using LIGA process
and micro-fiber fabrication for bio-scaffold
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Table 1 Micro-extrusion processing conditions

Material ~ Extrusion temp. Pressure Cooling temp.
PCL 300 kPa,
80°C,100°C 1~2°C
(Mn 45,000) 500kPa, 700kPa
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Fig. 1 Electroformed nickel extrusion die shaped (a)
triangle, (b) cross and (c) circle.
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Fig. 2 Schematic of micro-extrusion system.

Fig. 3 Extruded micro-fiber shaped (a) triangle, (b)
cross and (c) circle
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Fig. 4 Increase of specific surface area under
different processing conditions (left: triangle
/right: cross)
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Fig. 5 (a) fabricated woven scaffolds and (b)
proliferation test of woven scaffolds
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