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Study on Flow Marks in Flow Chambers Produced by Micro Injection
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Abstract : Filling and pressure holding in the micro injection.process of a'kind of biological microfluidic device “flow

chamber” were numerically simulated. Pressure and shear rate in the cavity were analyzed. It was found that wall slip caused by

local increase of shear rate accounted for the formation of flow marks. Reducing the injection speed, increasing the total thickness or

changing the position of pouring is recommended to eliminate the flow marks. This research reveal that in micro injection process,

micro structures might lead to significant influence on the performance of products.
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