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Abstract: There exist various methods to give a metallic texture to plastic products. Those are plating, coating, injection
with pearl resin, etc. The most effective way among many methods is adhesion of metal and plastics directly through
injection molding. Metal and plastics can be attached by metal insert molding after insertion the metal in the cavity of
mold without any additional processes. However, the adhesion strength at the interface between metal and plastics can
be weakened by shrinkage difference and dissimilar characteristics of two materials. In this study, adhesion strengths for
metal insert molded specimens have been investigated with variously surface treated metal plates. Surface treatments of
metal surfaces were done by etching, sand blasting, and laser machining. Adhesion strengths were diverse according to
the surface treatment of metal and they depended upon surface morphology. In these experiments, the highest adhesion
strength was exhibited in the metal insert molded specimen with laser machined metal plate by controlling the head angle
of laser.
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Figure 1. Schematic drawings of metal insert molding process.
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Figure 2. Specimen for adhesion test.
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Figure 3. Schematic drawing of etching process.

Table 1. Etching Solutions Used in This Study

Solution Content of Etching Solution
Solution 1 HCI: H,SO,: H,O=1:2:5
Solution 2 Oxalic Acid (C,H,0,-2H,0)
Solution 3 Sodium dichromate (Na,Cr,0,-2H,0)
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Figure 4. Schematic drawing of sand blasting process.
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Figure 5. Schematic drawing of laser machining process.
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Table 2. Detail Condition of Laser Machining Packing Pressure[MPa] | |Inj cction Speed [mms]
Machining path Head angle
. 45°
Right angle cross 00° 80 150
Parallel line 45°, 135° 10 8 46 47 65
i ki
Diagonal cross 45° Time(sec) V/P Switch Stroke(mm)
at 10 mm ram position
Figure 8. Injection molding condition for metal insert molding.
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Figure 6. Line path of laser machining. AstATh A= 2SI 30 wi% Zl-ﬂ7}ﬁ ABSE Al8-3)
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Figure 9. Photo of metal surface before surface treatment (x100
Figure 7. Mold for the metal insert molding. view, optical microscope).
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Figure 10. Photo of etched metal surface: (a) etching with solution
1; (b) etching with solution 2; (c) etching with solution 3 (x500
view, optical microscope).

Figure 11. Photo of plastic (30 wt% glass fiber filled, ABS) surface
in bonded region after tensile test (x500 view, optical microscope).
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Figure 12. Photo of sand blasted metal surface: (a) finished surface
with 1 um depth; (b) finished surface with 13 um depth; (c) finished
surface with 13 pm depth and 1 um depth (x500 view, optical
microscope).
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Table 4. Tensile Test Results Using Sand Blasted Metal
Specimens after Etching

Etching Sand blasting Adhesion strength
Solution Head angle (kPa)
ABS 302.28
60°
PC NA
HCI: H,S0,: H,0 . ABS 243.95
—1- - 75
=1:2:5 PC NA
ABS 344.89
90°
PC NA

Figure 13. Photo of sand blasted (head angle: 90°) metal surface
(x100 view, optical microscope).

Figure 14. Photo of sand blasted (head angle: 75°) metal surface
after etching (x100 view, optical microscope).
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Table 5. Tensile Test Results Using Etched Metal Specimens
after Sand Blasting

Sand blasting Etching . Adhesion strength
Resin
Head angle Solution (kPa)
ABS NA
60°
PC NA
750 HCI: H,SO,: H,0  ABS 43.61
=1:2:5 PC NA
ABS NA
90°
PC NA

Figure 15. Photo of etched metal surface (X100 view, optical micro-
scope).



Figure 16. Photo of etched metal surface after sand blasting (head
angle: 75°) (x100 view, optical microscope).
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Table 6. Tensile Test Results Using Laser Machining

Adhesion

Machining path Head angle Resin strength
(kPa)

) 45° 1471.91

Right angle cross 5
90 ABS+GF NA

Parallel line 452,135 (30 wt%) 701.86

Diagonal cross 45° 936.46

733

Figure 17. Photo of laser machined metal surface for right angle
cross with 45° of head angle: (a) photo of optical microscope (<500
view); (b) Nano 3D view (480 pmx360 pm).

(b)
Figure 18. Photo of laser machined metal surface for right angle

cross with 90° of head angle: (a) photo of optical microscope (x500
view); (b) Nano 3D view (480 umx360 pm).

(b)

Figure 19. Photo of laser machined metal surface for parallel line
with 45° and 135° of head angle: (a) photo of optical microscope
(%500 view); (b) Nano 3D view (480 umx360 pum).

Figure 20. Photo of laser machined metal surface for diagonal cross
with 45° of head angle: (a) photo of optical microscope (x500
view); (b) Nano 3D view (480 umx360 pum).
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