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Abstract: The goal of this study is the preparation of safer coated microneedles so that tips remaining
after the initial use are less likely to be reinserted on a second use. Twelve groups of uncoated
microneedles (u-MNs) were prepared from the combination of three different aspect ratios (height to
base width) and four kinds of polymer (polyethylene (PE), polypropylene (PP), nylon and polylactic
acid (PLA)). After coating the u-MNs with polyvinyl alcohol formulation to make coated MNs
(c-MNs), the force displacement of the u-MNs and the c-MNs was measured. The aspect ratio was
reduced from 2.2, 2.5 and 3.0 with u-MNs to 1.3, 1.4 and 1.6 with c-MNs, respectively, after the
coating formulation was applied to the MNs. All PLA MNs had a puncture performance of more
than 95%. However, the puncture performance of u-MNs made of PE and of PP with a 3.0 aspect
ratio was only 8% and 53%, respectively, whereas the rates of c-MNs made of PE and of PP were
82% and 95%, respectively. In animal experiments with PP MNs with a 3.0 aspect ratio, the 59%
rate of puncture performance with u-MNs increased to above 96% with c-MNs and fell to 13% for
r-MNs. Safe c-MNs can overcome the disadvantages of standard c-MNs by reducing the probable
contamination of remaining tips after use. Safe c-MNs have advantages over standard c-MNs in
terms of humidity resistance, reasonable cost, sterilization process and short processing time through
the separate process of u-MN preparation and simple dip-coating.

Keywords: puncture performance; coated microneedles; aspect ratio; re-administration; mechanical
property of polymer

1. Introduction

Microneedles (MNs) deliver active pharmaceutical ingredients (API) through the stratum corneum,
the outermost layer of skin, regardless of molecular weight and API polarity [1–4]. There are four
types of MNs: solid, coated, dissolving and swellable [5–7]. Coated MNs (c-MNs) are prepared
by a simple process of coating the desired API formulation on the surface of polymer or metal
uncoated microneedles (u-MNs) [8–10]. Water soluble MNs—made of water-soluble polymers have
the advantage of no sharp biohazardous waste [11,12], but they have the limitation of rapid loss of
mechanical strength at high relative humidity as well as biocompatibility issues related to the use
of a water-soluble polymer [13–16]. c-MNs have excellent mechanical strength and are resistant to
high humidity and moisture [6,17–19]. Thus, c-MNs can deliver drugs into the skin layer successfully
regardless of environmental conditions [20–23]. However, the MNs remain after administration of
c-MNs because only the coated formulation is dissolved in the skin and remained MNs can be
reinserted [17,24,25]. The re-insertion of c-MNs is feasible, but cross-contamination from MNs has not
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been reported because the length of MNs is less than 1 mm and MNs have low-bioburden compared to
the conventional syringe needle [26,27].

This study aims to develop safer c-MNs. Safe c-MNs, like standard c-MNs, will penetrate the skin
only when the formulation is coated on the tips of u-MNs, and they will also feature the advantage of
dissolving MNs, which cannot insert into skin after dissolution of tips. Skin puncture performance is
controlled by the physical parameters of u-MNs, such as the mechanical properties of the polymer
used for u-MNs and the aspect ratio of the tips [28–30]. When the drug formulation is coated on the
tips of u-MNs, it forms a composite layer, which increases the mechanical strength of the c-MNs.
However, the removal of composite layer added to u-MNs prevents the MNs from penetrating the skin
after dissolution of the formulation in the skin, and thus the features of dissolving MNs are needed to
provide safe c-MNs.

The puncture performance of MNs is controlled by the following four variables: (a) kind of
polymer used—which determines the mechanical strength of the u-MNs; (b) aspect ratio of u-MNs tips;
(c) addition of a coating layer; and d) dissolution of the coating layer of c-MNs. Puncture performance is
measured according to these variables. In this study, in vivo skin puncture performance was conducted
to compare with in vitro skin puncture performance.

2. Materials and Methods

2.1. Materials

Polylactic acid (PLA) was purchased from Green Chemical (Gyeonggi-do, South Korea).
Polyethylene (PE) and polypropylene (PP) were purchased from Goodfellow (Huntingdon, UK).
nylon and polyvinyl alcohol (PVA) were obtained from Sigma-Aldrich (St. Louis, MO, USA).

2.2. Fabrication of Microneedles

2.2.1. Preparation of Uncoated Microneedles

Master structures of microneedles were fabricated by micro-milling of aluminum alloy with
milling system (QuadMedicine, Inc., Seongnam, Korea). Polydimethylsiloxane (PDMS, Sylgard 184,
Dow Corning, Midland, MI, USA) was poured into the microneedle master structures. The PDMS
solution was cured for 3 h in an oven of 70 ◦C (BF-150C, Biofree, Seoul, Korea). The inner cavity of a
polydimethylsiloxane (PDMS) mold was investigated using VHX-6000 digital microscope (KEYENCE,
Osaka, Japan). Twelve kinds of u-MN arrays were manufactured using a micromolding process,
with four groups of u-MNs made from four different polymers: polyethylene (PE), polypropylene
(PP), nylon (N) or polylactic acid (PLA). Each group of u-MNs included three subgroups of different
aspect ratios of height to width (HM/WM) (from the position 500 µm apart from tip base to tip apex):
2.2 (HM/WM: 300/135), 2.5 (300/118), and 3.0 (300/100) (see Table 1). Each MN array had 97 MNs
arranged on a circular disk 1 cm in diameter. Pellets of PE, PP, nylon, and PLA were placed on
a PDMS mold corresponding to each MN specification. The molding temperatures of the vacuum
oven (VOS-301, EYELA, Tokyo) used to prepare the MNs were 170 ◦C, 190 ◦C, 180 ◦C and 195 ◦C
for PE, PP, nylon and PLA, respectively, with the oven under 70 kPa vacuum. After being prepared,
all samples were treated using a UV-ozone treatment machine to promote wetting with a hydrophilic
coating solution.

2.2.2. Dip-Coating of Microneedles

Twelve kinds of c-MN arrays were manufactured using a dip-coating process. The coating solution
had 20% (w/w) of polyvinyl alcohol (PVA) in distilled water. The coating solution was loaded into the
coating well to a depth of 600 µm. The ozone-treated uncoated microneedles were dipped into the
reservoir at a rate of 20 mm/s in the coating reservoir. Coated samples were dried at room temperature.
Samples were coated with platinum and then the geometries of the samples were observed using
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scanning electron microscopy (SEM). Thirty-six MNs (12 u-MNs, 12 c-MNs, and 12 r-MNs) are shown
in Table 1. For c-MNs, the ratio of HM/WM was defined as “distance from convex to tip/diameter
in the convex portion of the solidified coating formulation.” r-MNs were microneedles with coated
formulation removed by dissolution in skin after insertion.

Table 1. Definition of samples based on the coating status, aspect ratio and kind of polymer used.
Coating status (u—uncoated; c—coated; r—coated formulation removed); Aspect ratio of u-MNs and
c-MNS (L—low 2.2/1.3 (u/c); M—medium 2.5/1.4 (u/c); H—high 3.0/1.6 (u/c)), Polymer (PE—polyethylene;
PP—polypropylene; N—nylon; PLA—polylactic acid).

Aspect Ratio PE PP nylon PLA

L
(2.2/1.3:(u-coated/coated))

u-L-PE u-L-PP u-L-N u-L-PLA
c-L-PE c-L-PP c-L-N c-L-PLA
r-L-PE r-L-PP r-L-N r-L-PLA

M (2.5/1.4:(u/c))
u-M-PE u-M-PP u-M-N u-M-PLA
c-M-PE c-M-PP c-M-N c-M-PLA
r-M-PE r-M-PP r-M-N r-M-PLA

H (3.0/1.6:(u/c))
u-H-PE u-H-PP u-H–N u-H-PLA
c-H-PE c-H-PP c-H–N c-H-PLA
r-H-PE r-H-PP r-H–N r-H-PLA

2.3. Mechanical Properties of Polymer

In order to measure the mechanical strength of PE, PP, nylon and PLA used in this study,
specimens of each polymer were prepared in accordance with ASTM D638 Type 1 (for tensile
strength) and ASTM D790 (for flexural strength). The fabricated specimens were measured for flexural
strength, tensile strength and tensile modulus using the universal testing machine (Zwick / Roell Z020,
Ulm, Germany).

2.4. In Vitro Penetration Test

Evaluation of in vitro puncture performance was carried out for each group of MNs described
in Table 1 using porcine skin. For u-MNs, MNs were applied to the full thickness of porcine skin
(CRONEX, Seoul, South Korea) for 10 s with 30 N of force and 20 µL of trypan blue solution was
applied on the treated skin for 10 min. The number of resulting blue dots after removal of the excess
dye solution were counted using an optical microscope (sv-35, Sometech, South Korea). The puncture
performance was defined by comparing the number of blue dots to the total number of MNs. For the
group of c-MNs with the coating formulation on u-MNs, c-MNs were fixed with clamp of 3–4 kg/cm2

for 30 min after pressing them with the fingers for 10 s, and then trypan blue solution was applied on
the treated area in the same way to check the puncture performance. After insertion and removal of
the c-MNs, r-MNs were re-administered into the porcine skin. The dyeing process and the calculation
process were repeated for the reinserted r-MNs. The means and standard deviations were calculated
for three samples in each group.

2.5. Force–Displacement Test of Microneedles

The force displacement of the MNs was observed using a uniaxial force analyzer (500-N Zwicki,
Zwick GmbH & Co. KG, Ulm, Germany). Force–displacement curves were obtained by applying force
to four MNs on an array for each sample until the force of 2 N was reached.

2.6. In Vivo Puncture Performance Test of PP Microneedles

Evaluation of in vivo puncture performance with u-H-PP MNs, c-H-PP MNs and r-H-PP MNs
was conducted in the same way as in vitro puncture performance, as explained in Section 2.4. Six to
seven-week-old BALB/c mice (Orient Bio, Seoul, South Korea) were housed in a specific pathogen-free
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facility. The mice were provided ad libitum access to sterilized food and water. All animal protocols
were approved by the Institutional Animal Care and Use Committee of the Yonsei College of Medicine
(IACUC #2019–0175, Seoul, South Korea). All experiments were performed under anesthesia via
injection of a mixture of Zoletil 50 mix (0.015 mL/20 g; Virbac, Carros, France) and Rompun (0.5 mg/20 g;
Bayer Korea, Seoul, South Korea). The u-H-PP MNs were pressed on the back of the mice with fingers
for 10 s after shaving. The c-H-PP MNs were pressed with the thumb and then the MNs were attached
using an adhesive plaster (Dermaplast, IVF Hartmann, Neuhausen, Switzerland) and clamped with
3–4 kg/cm2 for 30 min. Trypan blue solution was applied on the treated skin for 10 min to stain the
holes generated by successful puncture. Puncture performance was carried out in the same manner for
the r-H-PP MNs. Images of stained holes in the skin were taken using a camera (Digibird, Seoul, South
Korea) and puncture performance was calculated for samples.

3. Results and Discussion

3.1. Geometries of Three Subgroups of Microneedles

The u-MNs were prepared by molding polymer; four kinds of polymer can be replicated from a
mold after melting. As a medical device of u-MNs, polymer MNs can be mass produced, easily sterilized
and made ready-to-use [31,32]. Thus, u-MNs have the advantages of the economical price of polymer,
manufacture with various polymers, simplicity of the molding process, ease of sterilization and coatings
of various API.

One of the critical concerns regarding polymer MNs is their mechanical stability. The mechanical
failure of the MNs was determined by the aspect ratio of height to base width, Young’s modulus and
the tensile strength of the polymer [4,28,33]. The deformation pattern of the MNs was also determined
by the above variables. Therefore, the puncture performance of MNs was able to be designed by
manipulating these variables.

Twelve kinds of u-MNs with three kinds of aspect ratio were prepared from four kinds of polymer
(PE, PP, nylon and PLA). All MNs have the same height (800 µm). The u-MNs had different widths
(135 µm, 118 µm and 100 µm) at 300 µm from the top and different aspect ratios (2.2, 2.5 and 3.0,
respectively), as shown in illustrations 1–3 of Table 2. The change in each group of u-MNs after the
coating process is shown in Table 2. The coating amount was the same for all samples (200–300 µg
per MN). When coating a structure having a 2.5 aspect ratio, the coating thickness is about 35 µm,
regardless of the kind of polymer used, because of the surface treatment with ozone plasma.

The maximum depth of the coating solution could be 600 µm, but the actual coating depth
did not exceed 500 µm, due to the surface property of the polymer and the high viscosity of the
polyvinyl alcohol solution. In the case of u-M-MNs and u-H-MNs, which was step pyramid, it was
difficult for the coating solution to pass the step due to the surface tension generated at the edge of
the step. Therefore, for all u-MNs, the solution was coated up to a distance of 500 µm from the tip
end of the microneedles. Inkjet printing technology was utilized to coat metal microneedles with the
drug formulation, and the formulation was distributed across the surface of fully coated needles [34].
However, only a formulation with low viscosity can be coated, and the coating status is affected by the
distance from the nozzle or the spray angle of the nozzle. The dip-coating method can be used for
coating a solution that has a wide range of viscosity. However, the actual coating depth can differ from
the depth of the coating solution due to the interfacial tension between the coating solution and the
microneedle material and viscoelastic property of coating solution.

The information on the geometries of the samples is summarized in Table 2. As shown in Figure 1,
the aspect ratios of u-MNs changed from 2.2, 2.5 and 3.0 before coating to 1.3, 1.4 and 1.6 after coating.
When the coating material had dissolved after the c-MNs were inserted into the skin, the c-MNs
returned to their initial aspect ratio.
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Table 2. Information on the geometries of three aspect ratio of microneedles (MNs) before and after
coating. HM—height; WM—width.

MNs WM (µm) HM
(µm)

Aspect Ratio
(HM/WM)

Angle
θ (◦) Figure 1

(1) u-L (uncoated-low aspect ratio) 135 300 2.2 77 (a)
(2) u-M (uncoated-medium aspect ratio) 118 300 2.5 79 (b)
(3) u-H (uncoated-low aspect ratio) 100 300 3.0 81 (c)

(4) c-L (coated u-L) 225 300 1.3 69 (a’)
(5) c-M (coated u-M) 214 300 1.4 70 (b’)
(6) c-H (coated u-H) 188 300 1.6 73 (c’)
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3.2. Mechanical Properties of Material

Tensile modulus and flexural strength of PE, PP, nylon, and PLA polymers used as MN material
in this study were measured. As shown in Table 3, tensile modulus was 1.1, 1.0, 1.2 and 2.1 GPa
for PE, PP, nylon and PLA, respectively. As shown in Table 3, flexural strength was about 22, 31,
45 and 85 MPa for PE, PP, nylon and PLA, respectively. Tensile modulus means the rigidity of the
polymer [35]. PE, PP and nylon were similar in terms of rigidity, but nylon was higher than PE and PP
in mechanical strength when also considering flexural strength. PLA had the highest value for both
rigidity and strength.

Table 3. Mechanical properties of four polymers used in the study: polyethylene (PE), polypropylene
(PP), nylon 12 (nylon), polylactic acid (PLA) (unit: MPa).

Mechanical Property PE PP Nylon PLA

Tensile modulus 1100 1000 1200 2100
Flexural strength 22 31 45 85

Elongation ratio (%) 500
[35]

100
[36]

90
[36]

4.3
[37]

The mechanical properties of each group of MNs were evaluated by force–displacement pattern
analysis. The slope of the force displacement increased significantly after coating in all kinds of MNs,
as shown in Table 4. After coating, the aspect ratio was reduced and the coating formulation formed a
composite layer to have the improved mechanical strength and brittleness suitable for skin penetration.
After coating the formulation on the u-MNs, the mechanical strength was increased and at the same
time the hardness of the MN tip was increased. The increased mechanical strength of the MNs that
was attained by adding the coating abated after the coating formulation was dissolved in the skin,
lowering the puncture performance of MNs.

Table 4. Initial slope of force displacement of MNs before and after coating formulation with respect to
kind of polymer (PE, PP, nylon and PLA) and aspect ratio.

MNs Aspect Ratio PE PP N PLA

u-MN
u-L (2.2) 0.0525 0.155 0.195 0.35
u-M (2.5) 0.085 0.14 0.145 0.2875
u-H (3.0) 0.02 0.07 0.0775 0.1525

c-MN
c-L (1.3) 0.1625 0.2525 0.255 0.4875
c-M (1.4) 0.1175 0.2125 0.25 0.325
c-H (1.6) 0.1025 0.1075 0.145 0.3

u—uncoated, c—coated, L—low aspect ratio, M—medium aspect ratio, H—high aspect ratio, PE polyethylene,
PP—polypropylene, N—nylon; PLA—polylactic acid.

3.3. In Vitro Puncture Performance

As shown in Figure 2 and Table 5, puncture performance was evaluated in porcine skin in vitro
for u-MNs and c-MNs according to the mechanical strength of the polymer and the aspect ratio of the
MNs. The x-axis in Figure 2 represents flexural strength and the flexural strengths of PE, PP, nylon and
PLA are 22, 31, 45 and 85 MPa, respectively. The polymers of PE, PP, nylon and PLA are shown on the
x-axis according to their flexural strength. As shown in Figure 2a, the uncoated PLA MNs showed
over 95% puncture performance for all aspect ratios. However, as shown in Figure 2a, for aspect ratio
3.0, puncture performance of u-MNs decreased as the mechanical strength of the polymer decreased
(in order: PLA, nylon, PP and PE). The puncture performance of PE with the 3.0 aspect ratio was less
than 10%, and that of PP with the 3.0 aspect ratio was only 50%. The puncture performance of the MNs
can be controlled by the selection of the kind of polymer and the aspect ratio of u-MNs. A comparison
of Figure 2a with Figure 2b shows that overall puncture performance increased after the coating layer
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was added. When c-MNs was formed on the u-MNs by adding PVA coated layer, the aspect ratio was
reduced and the u-MNs became mechanically more stable, resulting in greater penetration into the
skin (over 95% puncture performance).

The c-MNs were applied to the porcine skin in vitro at a pressure of 3–4 kg/cm2 for 30 min and
then removed. A range of force from 1 kg/cm2 to 4 kg/cm2 was used to conduct the clinical study of
MNs; this range can be generated by thumb pressure [38,39]. In another study measuring the insertion
depth of the MNs using a pressure-indicating film sensor, 2–5 kg of force was applied to the MNs,
and manual thumb pressure was characterized by a force of about 3–4 kg [40,41]. When pressing the
MNs with manual finger pressure, it is important to apply a force above the determined force and
feedback on the applied force [38,39]. The force applied to the MNs in this study was in the range of
3–4 kg. The low puncture performance after use was determined by the increase of the aspect ratio and
removal of the coated layer by the dissolution of the coated formulation after the c-MNs were inserted
into the skin. When c-MNs return to being u-MNs after the coating formulation is dissolved (r-MNs),
the skin puncture performance of r-MNs should be similar to that of the u-MNs. However, as shown in
Figure 2a,c, the skin puncture performance of r-MNs was lower than that of u-MNs. After the c-H-MNs
were applied to the skin for 30 min, the MN tips were bent and deformed by the force applied to the
tips during insertion, as shown in Figure 2d. When the MN tips were pressed on the hard surface
beneath the porcine skin after insertion, the tips were bent, resulting in failure of re-insertion into the
skin. It was therefore recommended to apply a force of 3–4 kg/cm2 on the skin close to bone to induce
deformation of tips in order to prevent re-administration. In this study, MNs were pressed onto the full
thickness of porcine skin placed on a hard surface with a force in the range of 3–4 kg/cm2. In a clinical
study, MNs were pressed against the wrist, whose skin was close to bone [42]. If MNs encountered a
hard surface after administration, the tips were deformed, which made it difficult to penetrate the
skin after use. Therefore, all r-MNs with a 3.0 aspect ratio (r-H MNs) except r-H-PLA MNs showed
significantly lower (below 20%) puncture performance.
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the aspect ratio of the MNs, (d) scanning electron microscope image of r-H-N MNs with bent tips.
Flexural strengths of PE, PP, nylon and PLA are 22, 31, 45 and 85 MPa, respectively.
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Table 5. Puncture performance of MNs according to the mechanical strength of the polymer
(polyethylene (PE), polypropylene (PP), nylon (N), polylactic acid (PLA)) and the aspect ratio.

MNs Aspect Ratio PE PP N PLA

u-MN
2.2 50 ± 13 99 ± 2 97 ± 5 100
2.5 56 ± 18 95 ± 4 99 ± 2 100
3.0 8 ± 3 53 ± 1 90 ± 3 97 ± 3

c-MN
1.3 95 ± 2 99 ± 2 100 100
1.4 91 ± 5 99 ± 1 99 ±2 100
1.6 82 ± 4 95 ± 1 97 ± 2 99 ± 1

r-MN
2.2 15 ± 2 75 ± 8 77 ± 8 100
2.5 9 ± 1 17 ± 5 38 ± 3 98 ± 3
3.0 6 ± 5 17 ± 2 13 ± 2 93 ± 3

For each group of MNs, the relationship between the initial force–displacement slope and puncture
performance was shown according to the polymer type in Figure 3. In the case of the microneedles
used in this study, the slope of the initial force–displacement is significant because the value of slope
determines the strength of the tip. The comparison of the mechanical strength between materials
and the aspect ratio of the microneedle structure can be obtained through the initial slope value.
Puncture performance of 95% is shown by the dotted line. Above the dotted line, more than 95% of
MNs penetrated. Puncture performance can be anticipated by the mechanical properties of polymer,
aspect ratio of u-MNs and the existence of coating formulation. The initial force–displacement slope of
MNs is a characteristic representing the initial deformation of the tip of MNs and it can be used as criteria
for predicting the puncture performance of the MNs. In Figure 3, an initial slope of 0.1 corresponded
to a puncture performance of 95%. The initial slope indicates the elastic deformation of the MN
tips, and the hardness of the tips played an important role in puncture performance. The puncture
performance of PP was sensitive to the variables and the 95% puncture performance of polymer
depended on coating and aspect ratio. For example, the puncture performance of u-H-PP was low
(53% ± 1%), but the puncture of c-H-PP was more than 95% after coating. Figure 3 shows that the
mechanical strength of the macroscopic properties of polymer and force-displacement pattern analysis
of the MNs can be used to control puncture performance according to the aspect ratio of u-MNs.
By reducing puncture performance as described above, it was possible to minimize the problem of
contamination caused by the re-administration of r-MNs.
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Figure 3. Relation of penetration performance to (1) initial slope of force and displacement, (2) kind of
polymer (polyethylene (PE), polypropylene (PP), nylon and polylactic acid (PLA)) and (3) aspect ratio
of 3.0, 2.5 and 2.2 for u-MNs and 1.6, 1.4 and 1.3 for c-MNs. Dashed line indicates the 95% puncture
performance. Flexural strengths of PE, PP, nylon and PLA are 22, 31, 45 and 85 MPa, respectively.
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3.4. In Vivo Puncture Performance

Based on the in vitro experiments, skin puncture was performed on mice in vivo to confirm
whether the results obtained from the in vitro study were applicable to the in vivo experiment.
Among the various polymers, PP was selected because puncture performance was greatly affected
by the aspect ratio change occurring before and after coating and after dissolution of the coating
formulation. The MNs used in the in vivo experiments were u-H-PP, c-H-PP and r-H-PP. As shown in
Figure 4, in vivo results showed skin puncture performance of 59% ± 5%, 96% ± 1% and 13% ± 8%
for u-H-PP MNs, c-H-PP MNs, and r-H-PP MNs, respectively. This result confirmed that the in vitro
results were used to predict in vivo results. The u-H-PP MNs showed a skin puncture rate of about
59% due to their low mechanical stability, but c-H-PP MNs after coating of u-H-PP MNs showed a
skin puncture rate of 96%, meaning that the coated formulation was successfully delivered into the
skin layer. The application time of the c-H-PP MNs was 30 min and was continuously applied with
approximately 3–4 kg/cm2 of force. When the MNs were removed after 30 min of administration
and then re-administered, the skin puncture performance dropped to 13%, thereby minimizing the
chance of contamination. The 13% rate of r-H-PP MNs was lower than that of u-H-PP MNs because
deformation occurred at the tips of the MNs during insertion. Therefore, in general, when a hard tissue
such as a wrist bone was encountered after MNs were pushed into wrist skin (a procedure used in
vaccine MN administration in the clinical study), the MN tips were deformed and thus the puncture
performance was drastically reduced.
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Figure 4. Image of in vivo mouse skin stained with trypan blue after insertion and removal of (a)
u-H-PP-MNs (uncoated microneedles with high aspect ratio), (b) c-H-PP-MNs (coated microneedles
with high aspect ratio) and (c) r-H-PP-MNs (microneedles with coated formulation removed with high
aspect ratio); (d) in vivo puncture performance comparison of u-H-PP, c-H-PP and r-H-PP.

4. Conclusions

The aim of this study was to develop safer coated MNs that reduce the occurrence of punctures in
the skin after the MNs are used. Before a solid formulation was coated to u-MNs, physical parameters
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were found that were not sufficient for the MNs to penetrate the skin. However, adding the coating
formulation increased the mechanical strength of the MNs, thereby improving the puncture performance
and achieving the desired drug delivery. Then, the dissolution of the coating formulation in the skin
after insertion lessened the mechanical stability of the MNs and the rate of skin puncture was lowered
as a result.

The newly introduced safe c-MNs have the advantages of both c-MNs and dissolving MNs.
Safe c-MNs are not affected by moisture, and they can deliver a variety of API regardless of
environmental condition. Safe c-MNs leave no biohazardous residue like dissolving microneedles, and
the low-temperature process can be used to load thermally sensitive API on the c-MNs. Safe c-MNs
are a microneedle system that can be safely and effectively used for the delivery of various vaccines
and drugs.

Author Contributions: J.-H.P. and J.M.L. devised the main conceptual ideas and proof outline. H.-R.J. developed
the theory and carried out the experiments. H.-R.C. carried out the animal experiment. H.J. designed and
manufactured the microneedle structures. All authors discussed the results and contributed to the final manuscript.
All authors have read and agreed to the published version of the manuscript.

Funding: This work was supported by the Industrial Strategic Technology Development Program (10067809:
Development of vaccine formulation and patient-convenient vaccine microneedle), funded by the Ministry of
Trade, Industry & Energy (MOTIE, South Korea) and by the Korea Research Foundation Grant funded by the
Korean Government(NFR-2019R1A6A1A3032869).

Conflicts of Interest: PJH is an inventor of patents that have been licensed to companies developing
microneedle-based products, is a shareholder of companies developing microneedle-based products.

Abbreviations

MNs microneedles
API active pharmaceutical ingredients
u-MNs uncoated microneedles
c-MNs coated microneedles
r-MNs microneedles with coated formulation removed
u-L-MNs uncoated microneedles with low aspect ratio
u-M-MNs uncoated microneedles with medium aspect ratio
u-H-MNs uncoated microneedles with high aspect ratio
c-L-MNs coated microneedles with low aspect ratio
c-M-MNs coated microneedles with medium aspect ratio
c-H-MNs coated microneedles with high aspect ratio
r-L-MNs microneedles with coated formulation removed with low aspect ratio
r-M-MNs microneedles with coated formulation removed with medium aspect ratio
r-H-MNs microneedles with coated formulation removed with high aspect ratio

References

1. Verbaan, F.; Bal, S.; Van den Berg, D.; Groenink, W.; Verpoorten, H.; Lüttge, R.; Bouwstra, J.
Assembled microneedle arrays enhance the transport of compounds varying over a large range of molecular
weight across human dermatomed skin. J. Control. Release 2007, 117, 238–245. [CrossRef]

2. Wu, X.-M.; Todo, H.; Sugibayashi, K. Enhancement of skin permeation of high molecular compounds by a
combination of microneedle pretreatment and iontophoresis. J. Control. Release 2007, 118, 189–195. [CrossRef]

3. Donnelly, R.F.; Singh, T.R.R.; Woolfson, A.D. Microneedle-based drug delivery systems: Microfabrication,
drug delivery, and safety. Drug Deliv. 2010, 17, 187–207. [CrossRef] [PubMed]

4. Park, J.-H.; Allen, M.G.; Prausnitz, M.R. Biodegradable polymer microneedles: Fabrication, mechanics and
transdermal drug delivery. J. Control. Release 2005, 104, 51–66. [CrossRef] [PubMed]

5. Tarbox, T.N.; Watts, A.B.; Cui, Z.; Williams, R.O. An update on coating/manufacturing techniques of
microneedles. Drug Deliv.Transl. Res. 2018, 8, 1828–1843. [CrossRef] [PubMed]

http://dx.doi.org/10.1016/j.jconrel.2006.11.009
http://dx.doi.org/10.1016/j.jconrel.2006.12.017
http://dx.doi.org/10.3109/10717541003667798
http://www.ncbi.nlm.nih.gov/pubmed/20297904
http://dx.doi.org/10.1016/j.jconrel.2005.02.002
http://www.ncbi.nlm.nih.gov/pubmed/15866334
http://dx.doi.org/10.1007/s13346-017-0466-4
http://www.ncbi.nlm.nih.gov/pubmed/29288358


Micromachines 2020, 11, 710 11 of 12

6. Larraneta, E.; Lutton, R.E.; Woolfson, A.D.; Donnelly, R.F. Microneedle arrays as transdermal and intradermal
drug delivery systems: Materials science, manufacture and commercial development. Mater. Sci. Eng. R
2016, 104, 1–32. [CrossRef]

7. Nguyen, T.T.; Park, J.H. Human studies with microneedles for evaluation of their efficacy and safety.
Expert Opin. Drug Deliv. 2018, 15, 235–245. [CrossRef] [PubMed]

8. Gill, H.S.; Prausnitz, M.R. Coated microneedles for transdermal delivery. J. Control. Release 2007, 117, 227–237.
[CrossRef]

9. Gill, H.S.; Prausnitz, M.R. Coating formulations for microneedles. Pharm. Res. 2007, 24, 1369–1380. [CrossRef]
10. Kim, Y.-C.; Quan, F.-S.; Compans, R.W.; Kang, S.-M.; Prausnitz, M.R. Formulation of microneedles coated

with influenza virus-like particle vaccine. AAPS PharmSciTech 2010, 11, 1193–1201. [CrossRef]
11. Sullivan, S.P.; Koutsonanos, D.G.; del Pilar Martin, M.; Lee, J.W.; Zarnitsyn, V.; Choi, S.-O.; Murthy, N.;

Compans, R.W.; Skountzou, I.; Prausnitz, M.R. Dissolving polymer microneedle patches for influenza
vaccination. Nat. Med. 2010, 16, 915. [CrossRef] [PubMed]

12. Lee, J.W.; Choi, S.O.; Felner, E.I.; Prausnitz, M.R. Dissolving microneedle patch for transdermal delivery of
human growth hormone. Small 2011, 7, 531–539. [CrossRef] [PubMed]

13. Ogundele, M.; Okafor, H. Transdermal drug delivery: Microneedles, their fabrication and current trends in
delivery methods. J. Pharm. Res. Int. 2017, 18, 1–14. [CrossRef]

14. Zhu, Z.; Luo, H.; Lu, W.; Luan, H.; Wu, Y.; Luo, J.; Wang, Y.; Pi, J.; Lim, C.Y.; Wang, H. Rapidly dissolvable
microneedle patches for transdermal delivery of exenatide. Pharm. Res. 2014, 31, 3348–3360. [CrossRef]

15. Leone, M.; Mönkäre, J.; Bouwstra, J.; Kersten, G. Dissolving microneedle patches for dermal vaccination.
Pharm. Res. 2017, 34, 2223–2240. [CrossRef]

16. Wang, Q.L.; Ren, J.W.; Chen, B.Z.; Jin, X.; Zhang, C.Y.; Guo, X.D. Effect of humidity on mechanical properties
of dissolving microneedles for transdermal drug delivery. J. Ind. Eng. Chem. 2018, 59, 251–258. [CrossRef]

17. Lee, H.S.; Ryu, H.R.; Roh, J.Y.; Park, J.-H. Bleomycin-coated microneedles for treatment of warts. Pharm. Res.
2017, 34, 101–112. [CrossRef]

18. Waghule, T.; Singhvi, G.; Dubey, S.K.; Pandey, M.M.; Gupta, G.; Singh, M.; Dua, K. Microneedles: A smart
approach and increasing potential for transdermal drug delivery system. Biomed. Pharm. 2019, 109, 1249–1258.
[CrossRef]

19. Lee, K.J.; Jeong, S.S.; Roh, D.H.; Kim, D.Y.; Choi, H.-K.; Lee, E.H. A practical guide to the development of
microneedle systems–In clinical trials or on the market. Int. J. Pharm. 2020, 573, 118778. [CrossRef]

20. Luangveera, W.; Jiruedee, S.; Mama, W.; Chiaranairungroj, M.; Pimpin, A.; Palaga, T.; Srituravanich, W.
Fabrication and characterization of novel microneedles made of a polystyrene solution. J. Mech. Behav.
Biomed. Mater. 2015, 50, 77–81. [CrossRef]

21. Haj-Ahmad, R.; Khan, H.; Arshad, M.S.; Rasekh, M.; Hussain, A.; Walsh, S.; Li, X.; Chang, M.-W.; Ahmad, Z.
Microneedle coating techniques for transdermal drug delivery. Pharmaceutics 2015, 7, 486–502. [CrossRef]
[PubMed]

22. Pearton, M.; Kang, S.-M.; Song, J.-M.; Kim, Y.-C.; Quan, F.-S.; Anstey, A.; Ivory, M.; Prausnitz, M.R.;
Compans, R.W.; Birchall, J.C. Influenza virus-like particles coated onto microneedles can elicit stimulatory
effects on Langerhans cells in human skin. Vaccine 2010, 28, 6104–6113. [CrossRef] [PubMed]

23. Fernando, G.J.; Hickling, J.; Flores, C.M.J.; Griffin, P.; Anderson, C.D.; Skinner, S.R.; Davies, C.; Witham, K.;
Pryor, M.; Bodle, J. Safety, tolerability, acceptability and immunogenicity of an influenza vaccine delivered to
human skin by a novel high-density microprojection array patch (Nanopatch™). Vaccine 2018, 36, 3779–3788.
[CrossRef] [PubMed]

24. Jeong, H.-R.; Park, S.; Park, J.-H.; Bae, J.-Y.; Kim, G.; Baek, S.-K.; Park, M.-S.; Park, J.-H. Preparation of H1N1
microneedles by a low-temperature process without a stabilizer. Eur. J. Pharm. Biopharm. 2019, 143, 1–7.
[CrossRef]

25. Nguyen, T.T.; Choi, J.; Kim, J.S.; Park, H.; Yang, E.; Lee, W.J.; Baek, S.-K.; Song, M.; Park, J.-H.
Skin immunization with third-generation hepatitis B surface antigen using microneedles. Vaccine 2019, 37,
5954–5961. [CrossRef]

26. Donnelly, R.F.; Singh, T.R.R.; Tunney, M.M.; Morrow, D.I.; McCarron, P.A.; O’Mahony, C.; Woolfson, A.D.
Microneedle arrays allow lower microbial penetration than hypodermic needles in vitro. Pharm. Res. 2009,
26, 2513–2522. [CrossRef]

http://dx.doi.org/10.1016/j.mser.2016.03.001
http://dx.doi.org/10.1080/17425247.2018.1410138
http://www.ncbi.nlm.nih.gov/pubmed/29169288
http://dx.doi.org/10.1016/j.jconrel.2006.10.017
http://dx.doi.org/10.1007/s11095-007-9286-4
http://dx.doi.org/10.1208/s12249-010-9471-3
http://dx.doi.org/10.1038/nm.2182
http://www.ncbi.nlm.nih.gov/pubmed/20639891
http://dx.doi.org/10.1002/smll.201001091
http://www.ncbi.nlm.nih.gov/pubmed/21360810
http://dx.doi.org/10.9734/JPRI/2017/36164
http://dx.doi.org/10.1007/s11095-014-1424-1
http://dx.doi.org/10.1007/s11095-017-2223-2
http://dx.doi.org/10.1016/j.jiec.2017.10.030
http://dx.doi.org/10.1007/s11095-016-2042-x
http://dx.doi.org/10.1016/j.biopha.2018.10.078
http://dx.doi.org/10.1016/j.ijpharm.2019.118778
http://dx.doi.org/10.1016/j.jmbbm.2015.06.009
http://dx.doi.org/10.3390/pharmaceutics7040486
http://www.ncbi.nlm.nih.gov/pubmed/26556364
http://dx.doi.org/10.1016/j.vaccine.2010.05.055
http://www.ncbi.nlm.nih.gov/pubmed/20685601
http://dx.doi.org/10.1016/j.vaccine.2018.05.053
http://www.ncbi.nlm.nih.gov/pubmed/29779922
http://dx.doi.org/10.1016/j.ejpb.2019.08.005
http://dx.doi.org/10.1016/j.vaccine.2019.08.036
http://dx.doi.org/10.1007/s11095-009-9967-2


Micromachines 2020, 11, 710 12 of 12

27. McCrudden, M.T.; Alkilani, A.Z.; Courtenay, A.J.; McCrudden, C.M.; McCloskey, B.; Walker, C.;
Alshraiedeh, N.; Lutton, R.E.; Gilmore, B.F.; Woolfson, A.D. Considerations in the sterile manufacture
of polymeric microneedle arrays. Drug Deliv.Transl. Res. 2015, 5, 3–14. [CrossRef]

28. Gittard, S.D.; Chen, B.; Xu, H.; Ovsianikov, A.; Chichkov, B.N.; Monteiro-Riviere, N.A.; Narayan, R.J.
The effects of geometry on skin penetration and failure of polymer microneedles. J. Adhes. Sci. Technol. 2013,
27, 227–243. [CrossRef]

29. Ahn, B. Optimal Microneedle Design for Drug Delivery Based on Insertion Force Experiments with Variable
Geometry. Int. J. Control Autom. Syst. 2020, 18, 143–149. [CrossRef]

30. Donnelly, R.F.; Majithiya, R.; Singh, T.R.R.; Morrow, D.I.; Garland, M.J.; Demir, Y.K.; Migalska, K.; Ryan, E.;
Gillen, D.; Scott, C.J. Design, optimization and characterisation of polymeric microneedle arrays prepared by
a novel laser-based micromoulding technique. Pharm. Res. 2011, 28, 41–57. [CrossRef]

31. Wang, M.; Hu, L.; Xu, C. Recent advances in the design of polymeric microneedles for transdermal drug
delivery and biosensing. Lab Chip 2017, 17, 1373–1387. [CrossRef]

32. Juster, H.; van der Aar, B.; de Brouwer, H. A review on microfabrication of thermoplastic polymer-based
microneedle arrays. Polym. Eng. Sci. 2019, 59, 877–890. [CrossRef]

33. Park, J.-H.; Prausnitz, M.R. Analysis of mechanical failure of polymer microneedles by axial force. J. Korean
Phys. Soc. 2010, 56, 1223. [CrossRef]

34. Uddin, M.J.; Scoutaris, N.; Klepetsanis, P.; Chowdhry, B.; Prausnitz, M.R.; Douroumis, D. Inkjet printing of
transdermal microneedles for the delivery of anticancer agents. Int. J. Pharm. 2015, 494, 593–602. [CrossRef]

35. Thakur, V.K.; Thakur, M.K. Handbook of Polymers for Pharmaceutical Technologies, Processing and Applications;
John Wiley & Sons: Hoboken, NJ, USA, 2015; Volume 2.

36. Matweb. Tensile Property Testing of Plastics. Available online: http://www.matweb.com/reference/

tensilestrength.aspx (accessed on 20 May 2020).
37. Song, X.; Chen, Y.; Xu, Y.; Wang, C. Study on tough blends of polylactide and acrylic impact modifier.

Bioresources 2014, 9, 1939–1952. [CrossRef]
38. Norman, J.J.; Arya, J.M.; McClain, M.A.; Frew, P.M.; Meltzer, M.I.; Prausnitz, M.R. Microneedle patches:

Usability and acceptability for self-vaccination against influenza. Vaccine 2014, 32, 1856–1862. [CrossRef]
39. Arya, J.; Henry, S.; Kalluri, H.; McAllister, D.V.; Pewin, W.P.; Prausnitz, M.R. Tolerability, usability and

acceptability of dissolving microneedle patch administration in human subjects. Biomaterials 2017, 128, 1–7.
[CrossRef]

40. Vicente-Pérez, E.M.; Quinn, H.L.; McAlister, E.; O’Neill, S.; Hanna, L.-A.; Barry, J.G.; Donnelly, R.F.
The use of a pressure-indicating sensor film to provide feedback upon hydrogel-forming microneedle array
self-application in vivo. Pharm. Res. 2016, 33, 3072–3080. [CrossRef]

41. Ripolin, A.; Quinn, J.; Larrañeta, E.; Vicente-Perez, E.M.; Barry, J.; Donnelly, R.F. Successful application of
large microneedle patches by human volunteers. Int. J. Pharm. 2017, 521, 92–101. [CrossRef]

42. Rouphael, N.G.; Paine, M.; Mosley, R.; Henry, S.; McAllister, D.V.; Kalluri, H.; Pewin, W.; Frew, P.M.; Yu, T.;
Thornburg, N.J. The safety, immunogenicity, and acceptability of inactivated influenza vaccine delivered by
microneedle patch (TIV-MNP 2015): A randomised, partly blinded, placebo-controlled, phase 1 trial. Lancet
2017, 390, 649–658. [CrossRef]

© 2020 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/).

http://dx.doi.org/10.1007/s13346-014-0211-1
http://dx.doi.org/10.1080/01694243.2012.705101
http://dx.doi.org/10.1007/s12555-019-0220-8
http://dx.doi.org/10.1007/s11095-010-0169-8
http://dx.doi.org/10.1039/C7LC00016B
http://dx.doi.org/10.1002/pen.25078
http://dx.doi.org/10.3938/jkps.56.1223
http://dx.doi.org/10.1016/j.ijpharm.2015.01.038
http://www.matweb.com/reference/tensilestrength.aspx
http://www.matweb.com/reference/tensilestrength.aspx
http://dx.doi.org/10.15376/biores.9.2.1939-1952
http://dx.doi.org/10.1016/j.vaccine.2014.01.076
http://dx.doi.org/10.1016/j.biomaterials.2017.02.040
http://dx.doi.org/10.1007/s11095-016-2032-z
http://dx.doi.org/10.1016/j.ijpharm.2017.02.011
http://dx.doi.org/10.1016/S0140-6736(17)30575-5
http://creativecommons.org/
http://creativecommons.org/licenses/by/4.0/.

	Introduction 
	Materials and Methods 
	Materials 
	Fabrication of Microneedles 
	Preparation of Uncoated Microneedles 
	Dip-Coating of Microneedles 

	Mechanical Properties of Polymer 
	In Vitro Penetration Test 
	Force–Displacement Test of Microneedles 
	In Vivo Puncture Performance Test of PP Microneedles 

	Results and Discussion 
	Geometries of Three Subgroups of Microneedles 
	Mechanical Properties of Material 
	In Vitro Puncture Performance 
	In Vivo Puncture Performance 

	Conclusions 
	References

