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A B S T R A C T

The innovations in smart packaging will open up a wide range of opportunities in the future. This work describes
the processing of additive manufactured and planar integrated polymer optical waveguides for use in smart
packaging products. The previously published combination of flexographic and Aerosol Jet printing is com-
plemented by thermoforming and thus creates three-dimensional integrated multimode waveguides with optical
attenuation of 1.9 dB/cm ± 0.1 dB/cm @ 638 nm. These properties will be the basis to develop smart appli-
cations in packaging materials.

1. Introduction

Innovations in smart packaging will increase both the number and
variety of possible applications. These innovations offer additional
benefits that exceed the pure task of packaging. With smart packages, it
will be possible to integrate diagnostic and indicator functions to pro-
vide information on the condition of the contents. Such information can
concern temperature, storage time and thus indicate the freshness of the
contents (Biji et al., 2015). Due to trends of increasing sensor applica-
tions, higher integration densities and electromagnetically loaded
communication environments, solutions for optical communication in-
tegrated in smart packaging applications are necessary. In order to
create cost efficient products, additively manufactured polymer optics
will be a key enabling technology.

1.1. State-of-the-art in manufacturing polymer optical waveguides

Most common technologies for manufacturing polymer optical wa-
veguides are based on photochemical structuring. It allows for produ-
cing high quality optical waveguides but requires complex wet che-
mical processes. These have disadvantages concerning throughput and
being resource intensive (Tung et al., 2005). Laser direct writing is a
good alternative for achieving high resolutions but has not been im-
plemented on thin film substrates (Pätzold et al., 2017). Replication
methods reach high throughputs but require cost-intensive tools like

hot embossing described by Rezem et al. (2016), injection molding
presented by Kalveram and Neyer (1997) and nanoimprinting. Since
printing technology is suitable for low cost manufacturing and com-
patible to current packaging standards, it seems a promising tech-
nology. Wolfer et al. (2016) showed the printing of polymer optical
waveguides at high quality.

Chen et al. (2020) compare the major printing fabrication methods
for smart packaging systems and confirm the contribution to the field of
smart packaging. Table 1 shows examples for devices which can be used
in these systems, based on both optical and electrical sensor and com-
munication technology. All systems are fabricated by printing tech-
nologies.

1.2. Thermoforming of functionalized substrates

There has been recent interest in research in transferring functio-
nalized foil substrates into a three-dimensional form. By processing the
material in a solid but still formable state, a previously created mod-
ification of the film substrate can be preserved. Thus thermoforming is a
promising approach. During this process, strain is applied on functio-
nalized areas which causes damage. There are active and passive
methods to avoid this functional impairment. Actively, a locally re-
solved heating of the substrate can influence the wall thickness dis-
tribution and thus avoid excessive stretching. A matrix heating system
uses this effect to create a wall thickness with uniform distribution for

https://doi.org/10.1016/j.jmatprotec.2020.116763
Received 29 November 2019; Received in revised form 13 May 2020; Accepted 16 May 2020

⁎ Corresponding author.
E-mail address: gerd.hoffmann@ita.uni-hannover.de (G.-A. Hoffmann).

Journal of Materials Processing Tech. 285 (2020) 116763

Available online 20 May 2020
0924-0136/ © 2020 The Authors. Published by Elsevier B.V. This is an open access article under the CC BY-NC-ND license 
(http://creativecommons.org/licenses/BY-NC-ND/4.0/).

T

http://www.sciencedirect.com/science/journal/09240136
https://www.elsevier.com/locate/jmatprotec
https://doi.org/10.1016/j.jmatprotec.2020.116763
https://doi.org/10.1016/j.jmatprotec.2020.116763
mailto:gerd.hoffmann@ita.uni-hannover.de
https://doi.org/10.1016/j.jmatprotec.2020.116763
http://crossmark.crossref.org/dialog/?doi=10.1016/j.jmatprotec.2020.116763&domain=pdf


production of resource-saving packaging and is also capable of sup-
porting the functionalization (Bach et al., 1999). The functionality of
the thermoformed component can be maintained passively by char-
acterizing the forming behavior and considering the maximum per-
missible stress. This can be achieved by including the resulting distor-
tion into the design process of the surface functionalization (Schüller
et al., 2015) or by using stretchable materials (Sharif et al., 2017).

2. OPTAVER process for manufacturing polymer optical
waveguides

The processing of planar integrated polymer optical systems for use
in the packaging industry described in this work is based on the planar
fabrication process investigated in the DFG research group OPTAVER
(Hoffmann et al., 2017). This manufacturing strategy is completed in a
two-step process. It allows for sufficient resolution of the structures and
high optical quality surfaces.

2.1. Printing process of planar polymer optical waveguides

In the first process step, a surface functionalization by flexographic
printing is performed (Fig. 1A). The material used in the printing pro-
cess provides lower surface energy compared to the substrate material
and thus produces modifications (conditioning lines) to allow for
creating a self-assembly of the waveguide core material in optical
quality applied in a downstream process (Fig. 1B).

The core material application is investigated by the use of direct
printing methods like Aerosol Jet printing and dispensing technology.
The most important parameter for applying the core material is the
volume flow, which is changed by several gas flow adjustments con-
cerning Aerosol Jet. This adjustment is crucial for producing high
quality surfaces shown in Reitberger et al. (2017). The resulting optical
waveguide core fabricated with this technology, exhibits a circular
segment shaped cross-section. Fig. 2 shows an example for the quality
improvement of core material application by dispensing. Fig. 2A shows
the deposition without previous surface functionalization by means of
conditioning lines. In this example obtains large edge waviness and
reaches a height of 19.4 μm at an average width of 471 μm on the un-
treated Polymethyl methacrylate (PMMA) substrate.

In Fig. 2B an optical waveguide generated with the same process
parameters (feed rate: vF= 200mm/s; volume flow: vs = 30 μL/min;
cannula diameter: d= 110 μm) on a functionalized PMMA substrate
between the conditioning lines achieves a height of 43 μm at an average
width of 213 μm and exhibits a contour with optical quality.

The quality of the conditioning lines directly influences the sub-
sequent application of the waveguide core. This core is formed at the
inner edges of the conditioning lines and thus adopts their shape. The

quality of the conditioning lines by means of flexographic printing
depends on various parameters. On the one hand, these are parameters
which have to be selected before starting the printing process. This is
relevant for the printing tools (printing form and anilox roller) and
results in specific stamp geometries or screen width respectively. On the
other hand, there are parameters which are variable during the printing
process. These parameters are the printing speed as well as the feed
between anilox roller and printing form (for wetting of the stamp
structures) and the feed between printing form and printing substrate
(for ink transfer). As reported in earlier publications (Hoffmann et al.,
2017) fabricating conditioning lines with widths and distances between
100 μm and 1000 μm is achieved.

2.2. Transfer into three-dimensional integrated optical systems

In order to implement planar optical waveguides into smart
packaging applications, it is required to enable the transfer into three-
dimensional structures. Complementary to the forming operation,
functions can be integrated to operate sensors, based on optical mea-
surement technology. In this work, we describe the investigation by
processing with thermoforming. This process step can take place at two
alternative positions in the process chain (Fig. 3).

In Option 1, after conditioning by flexographic printing, Fig. 3. In
Option 2, following the deposition of the waveguide core material,
Fig. 3. The film substrate used in this work is a PMMA foil, which begins
to flow at a glass transition temperature of approx. 105 °C and is
therefore capable of thermoforming. The material used for conditioning
lines as well as waveguide core material, polymerizes under UV ra-
diation and is cured to cross-link structures. During the forming pro-
cess, tension is created which causes stress in the conditioning lines and
waveguide core. As result of stress, these structures tear and lose their
functionality. The following section deals with the thermoforming
process after printing conditioning lines, Fig. 3 (Option 2). For applying
core material in a subsequent process, investigating the forming beha-
vior of conditioning lines is necessary.

3. Results

The thickness of the PMMA substrate is 175 μm in the planar state.
Depending on the degree of deformation, this wall thickness changes
and thus influences the elongation occurring in the conditioning lines.

3.1. Forming behavior of conditioning lines

In the case of high degrees of deformation, an uneven wall thickness
distribution occurs, which leads to tearing or distortion of the con-
ditioning lines or waveguides respectively. Fig. 4 shows a photo of a

Table 1
Overview of sensor or communications technologies fabricated by printing methods applicable for smart packaging devices.

Printing method Sensor or communication technology Reference

Gravure printing Transistors, solar cells Khan et al., 2015; Krebs, 2008
Flexographic printing Optical waveguides Wolfer et al., 2016
Screen printing OLEDs, solar cells Pardo et al., 2000; Jabbour et al., 2001; Shaheen et al., 2001
Inkjet printing Optical waveguides, graphene electronics Bollgruen et al., 2017; Secor et al., 2013
Aerosol jet printing Optical waveguides, transistors Reitberger et al., 2016; Cao et al., 2017

Fig. 1. Process chain for manufacturing of polymer optical wa-
veguides.
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thermoformed functionalized PMMA-substrate with cracks. On the right
side, the area with cracks in conditioning lines is displayed in more
detail. The thermoforming parameters used are shown in Fig. 4.

The wetting behavior of the cracks in subsequent application of the
waveguide core material by dispensing is analyzed and classified under
a light microscope. Fig. 5 shows a top view on two different areas of the
torn conditioning lines.

In addition to the number and location of the cracks, we identify
different types of cracks. Type-1 cracks are shown in Fig. 5A, where
only the structure of the conditioning line is damaged. The geometry of
the waveguide core is not influenced by these cracks since their oc-
currence is in the volume of the conditioning lines. Fig. 5B displays
type-2 cracks, where the underlying PMMA substrate is exposed and
may contact the waveguide material. Due to capillary forces, this leads
to wetting of the cracks and thus causes discontinuities in the edge
areas of the waveguide structure. It follows that type-2 cracks prohibit
the subsequent application of the waveguide core material.

In order to enable the forming process of functionalized foils for this
purpose, it is necessary to determine its specific forming behavior and
to include the resulting distortion into the design process.

3.2. Achievable degree of deformation

In order to determine the maximum compensable forming degree,
forming tools with different characteristics are developed. Experimental
investigations can detect a dependence on the geometry of the tools and
the resulting wall thickness in the foil substrate.

Fig. 6 shows the basic shape of the forming tools used. They differ
by a variation of the base angle "α", the height "h" and the radius "r".
Depending on these parameters, we analyze forming tests on

conditioned foil substrates and on substrates containing finalized op-
tical waveguides. The cracks occur primarily in the area of the negative
curvature at the base of the forming tool (Fig. 6). To avoid tearing, the
maximum permissible degree of deformation is determined. The re-
levant measure for the occurrence of cracks is the wall thickness after
forming. In order to determine the achievable degree of deformation for
conditioned foil substrates without occurring type-2 cracks, the wall
thickness is measured. Fig. 7 (left side) shows characteristic positions
along the tool surface with resulting measures. The position of max-
imum elongation at each tool height is marked in red.

The critical wall thickness, which ensures the formation of cracks, is
determined for the conditioning material Actega G 8/372 L NVK-S. The
formed conditioning lines with widths in the range of
300 μm ± 100 μm and heights of 4 μm ± 1 μm show cracks starting at
a wall thickness of 165 μm ± 1 μm and thus represents the critical
value. Formula (1) determines the degree of deformation:

Fig. 2. Influence of the surface functionalization with conditioning lines. (A) Dispensed waveguide core on untreated PMMA substrate. (B) Dispensed waveguide core
on flexographic conditioned PMMA substrate.

Fig. 3. Process chain for transfer into three-dimensional integrated optical system. Thermoforming following the deposition of the waveguide core material (Option
1); Thermoforming after conditioning by flexographic printing (Option 2).

Fig. 4. Thermoformed functionalized foil substrate with occurring cracks in the
conditioning lines.
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− =Δl l(1 / ) · 100 5.7 %0 (1)

where l0 =175 μm is the film thickness of the raw material and
Δl =165 μm is the determined critical wall thickness for tearing of the
conditioning lines. By using silicone additive for conditioning material
(Actega G8/251 Release-050), the resulting maximum degree of de-
formation is extended up to 8.6%. The values determined, are used to
create a characteristic diagram for tool geometries, in which a combi-
nation of tool height and base angle results in a discrete degree of de-
formation. Fig. 8 shows this characteristic map with the critical de-
formation degree as a function of the tool parameters. An integration of
the characteristic map into design guidelines thus enables the produc-
tion of crack-free three-dimensional foil substrates for integrated op-
tical systems.

3.3. Resulting optical characteristics

In the case of waveguide deposition after the thermoforming process
(Fig. 3 “Option 2″), not only the conditioning lines but also the actual
waveguide core has to withstand an elongation. This elongation must
be guaranteed without cracks in order to ensure optical transmission in
the waveguide core. Nevertheless, the optical density could be modified
by the induced stress in the waveguide. In order to determine the in-
fluence of the mechanical stress, one possible parameter is the optical
attenuation. Thus, measurements of planar (not-transformed) and
three-dimensional optical waveguides were measured with regard to
this parameter.

Fig. 9(left) shows the measurement setup of the three-dimensionally
thermoformed foil substrate with optical waveguides. The tools used for
the forming process had radii of r= 10mm, a height of h= 10mm and
a base angle of α1= 30, α2= 40°. For the measurement of the at-
tenuation, a laser (@ 638 nm) was used at the end face to couple into

the waveguide with a spot diameter of 36 μm at a NA of 0.1. Attenua-
tion losses of 1.9 dB/cm ± 0.1 dB/cm without considering Fresnel
losses were determined. This value is achieved for both the planar
waveguides and the three-dimensionally formed waveguides. This
shows that the crack-free forming of the printed optical waveguides has
no effect on the attenuation losses. In Fig. 9 (right) the intensity dis-
tribution illustrates low losses due to coupling into the substrate or
surrounding area as only the waveguide core is illuminated.

4. Summary

This work describes the process for fabrication of polymer optical
waveguides for integrated optics in thermoformed packaging materials.
The optical functionalization is provided passively by characterizing
the forming behavior. The shape of the component is a frustum of
pyramide at a maximum height of 10mm. Its shape is created with
printed waveguides on the surface and achieved the same optical at-
tenuation compared to planar waveguides fabricated with the same
printing process (1.9 dB/cm ± 0.1 dB/cm).

5. Conclusion and outlook

The presented results show the possibility for production of spatially
formed integrated optical components by means of additive printing

Fig. 5. Wetting behavior of different crack types in areas with high degree of deformation.

Fig. 6. Basic form of forming tools.

Fig. 7. Left: Example for the measurement of wall thickness distribution on thermoformed PMMA foil. Right: Number of cracks in pair of conditioning lines depending
on tool height.

Fig. 8. Degree of deformation for conditioned PMMA foil for Actega G 8/372 L
NVK-S, *Actega G8/251 Release-050.
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processes in combination with thermoforming. Fabrication of these
optical interconnect devices allow for higher integration densities and
use in electromagnetically loaded communication environments where
smart packaging application is necessary. Besides the geometrical
structures for conducting optical signals, it will be important to im-
plement sensing functionalities. Opto-electronic functionalized smart
packaging materials for light harvesting is already under investigation
by Vicente et al. (2018) and could be expanded by using optical com-
munication paths. In order to extend the grade of deformation for
prohibiting the occurrence of cracks, laser functionalization of the
printing form will be under further investigation.

Funding

Deutsche Forschungsgemeinschaft, FOR 1660, Optical Design and
Interconnection Technology for Assembly-Integrated Bus Systems, GZ:
OV 36/24-2; SU 849/1-2; BO 3438/4-1.

CRediT authorship contribution statement

G.-A. Hoffmann: Methodology, Validation, Formal analysis,
Investigation, Writing - review & editing, Visualization. A. Wienke:
Writing - review & editing. T. Reitberger: Writing - review & editing. J.
Franke: Conceptualization, Writing - review & editing, Supervision. S.
Kaierle: Conceptualization, Writing - review & editing, Supervision. L.
Overmeyer: Conceptualization, Writing - review & editing,
Supervision.

Declaration of Competing Interest

The authors declare that they have no known competing financial
interests or personal relationships that could have appeared to influ-
ence the work reported in this paper.

References

Bach, S., Stein, M., von Nordheim, R.C., 1999. Integrale Prozessauslegung und digitales
thermoformen für optimale ressourcennutzung. J. Opt. Soc. Am. B 16 (2), 267–269
urn:nbn:de:bsz:14-qucosa-236346.

Biji, K.B., Ravishankar, C.N., Mohan, C.O., Srinivasa Gopal, T.K., 2015. Smart packaging
systems for food applications: a review. J. Food Sci. Technol. 52 (10), 6125–6135.
https://doi.org/10.1007/s13197-015-1766-7.

Bollgruen, P., Wolfer, T., Gleissner, U., Mager, D., Megnin, C., Overmeyer, L., Hanemann,
T., Korvink, J.G., 2017. Ink-jet printed optical waveguides. Flex. Print. Electron. 2
(2017), 045003. https://doi.org/10.1088/2058-8585/aa8ed6.

Cao, C., Andrews, J.B., Franklin, A.D., 2017. Completely printed, flexible, stable, and
hysteresis-free carbon nanotube thin-film transistors via aerosol jet printing. Adv.
Electron. Mater. 2017 (3), 1700057. https://doi.org/10.1002/aelm.201700057.

Chen, S., Brahma, S., Mackay, J., Cao, C., Aliakbarian, B., 2020. The role of smart

packaging system in food supply chain. J. Food Sci. 85 (3), 2020. https://doi.org/10.
1111/1750-3841.15046.

Hoffmann, G.-A., Wolfer, T., Reitberger, T., Franke, J., Suttmann, O., Overmeyer, L.,
2017. Improving partial wetting resolution on flexible substrates for application of
polymer optical waveguides. Opt. Eng. 56 (10), 103109. https://doi.org/10.1117/1.
OE.56.10.103109.

Jabbour, G.E., Radspinner, R., Peyghambarian, N., 2001. Screen printing for the fabri-
cation of organic light-emitting devices. IEEE J. Sel. Top. Quantum Electron. 7, 2001.
https://doi.org/10.1109/2944.979337.

Kalveram, S., Neyer, A., 1997. Precision molding techniques for optical waveguide de-
vices. Precision Plastic Optics for Optical Storage, Displays, Imaging, and
Communications. https://doi.org/10.1117/12.279141.

Khan, S., Lorenzelli, L., Dahiya, R.S., 2015. Technologies for printing sensors and elec-
tronics over large flexible substrates: a review. IEEE Sens. J. 15. https://doi.org/10.
1109/JSEN.2014.2375203.

Krebs, F.C., 2008. Fabrication and processing of polymer solar cells: a review of printing
and coating techniques. Sol. Energy Mater. Sol. Cells 93 (2009), 394–412. https://
doi.org/10.1016/j.solmat.2008.10.0.

Pardo, D.A., Jabbour, G.E., Peyghambarian, N., 2000. Application of screen printing in
the fabricationof organic light-emitting devices. Adv. Mater. 12 (17). https://doi.org/
10.1002/1521-4095(200009)12:17<1249::AID-ADMA1249>3.0.CO;2-Y.

Pätzold, W.M., Demircan, A., Morgner, U., 2017. Low-loss curved waveguides in polymers
written with a femtosecond laser. Optics Express 25 (1), 263–270. https://doi.org/
10.1364/OE.25.000263.

Reitberger, T., Hoffmann, G.-A., Wolfer, T., Overmeyer, L., Franke, J., 2016. Printing
polymer optical waveguides on conditioned transparent flexible foils by using the
aerosol jet technology. Proceedings of the SPIE 9945, Printed Memory and Circuits II.
https://doi.org/10.1117/12.2236220. Paper 99450G.

Reitberger, T., Loosen, F., Schrauf, A., Lindlein, N., Franke, J., 2017. Important para-
meters of printed polymer optical waveguides (POWs) in simulation and fabrication.
Physics and Simulation of Optoelectronic Devices XXV. International Society for
Optics and Photonicshttps://doi.org/10.1117/12.2252520. vol. 10098, Paper
100981B.

Rezem, M., Kelb, C., Günther, A., Rahlves, M., Reithmeier, E., Roth, B., 2016. Low-cost
fabrication of optical waveguides, interconnects and sensing structures on all-
polymer-based thin foils. Smart Photonic and Optoelectronic Integrated Circuits
XVIII. https://doi.org/10.1117/12.2213182.

Schüller, C., Panozzo1, D., Grundhofer, A., Zimmer, H., Sorkine, E., Sorkine-Hornung, O.,
2015. Computational thermoforming. J. Food Sci. Technol. 52 (10), 6125–6135.
https://doi.org/10.1145/2897824.2925914.

Secor, E.B., Prabhumirashi, P.L., Puntambekar, K., Geier, M.L., Hersam, M.C., 2013. Inkjet
printing of high conductivity, flexible graphene patterns. J. Phys. Chem. Lett. 2013
(4), 1347–1351. https://doi.org/10.1021/jz400644c.

Shaheen, S.E., Radspinner, R., Peyghambarian, N., Jabbour, G.E., 2001. Fabrication of
bulk heterojunction plastic solar cells by screen printing. Appl. Phys. Lett. 79 (2001),
2996. https://doi.org/10.1063/1.1413501.

Sharif, M.F.M., Saad, A.A., Abdullah, M.Z., Ani, F.C., Ali, M.Y.T., Abdullah, M.K., Ibrahim,
M.S., Ahmad, Z., 2017. A study on thermoforming process of stretchable circuit and
its performance in manufacturing of automotive lighting. AIP Conference
Proceedings 1901, 110006. https://doi.org/10.1063/1.5010547.

Tung, K.K., Wong, W.H., Pun, E.Y., 2005. Polymeric optical waveguides using direct ul-
traviolet photolithography process. Applied Physics A, Bd. 80 (3), 621–626.

Vicente, A.T., Araújo, A., Mendes, M.J., Nunes, D., Oliveira, M.J., Sanchez-Sobrado, O.,
Ferreira, M.P., Águas, H., Fortunato, E., Martins, R., 2018. Multifunctional cellulose-
paper for light harvesting and smart sensing applications. J. Mater. Chem. C Mater.
Opt. Electron. Devices 6, 3143. https://doi.org/10.1039/c7tc05271e.

Wolfer, T., Bollgruen, P., Mager, D., Overmeyer, L., Korvink, J.G., 2016. Printing and
preparation of integrated optical waveguides for optronic sensor networks.
Mechatronics 34 (2016), 119–127. https://doi.org/10.1016/j.mechatronics.2015.05.
004.

Fig. 9. Optical attenuation measurement (left) and intensity distribution (right) of thermoformed integrated optical system.

G.-A. Hoffmann, et al. Journal of Materials Processing Tech. 285 (2020) 116763

5

http://refhub.elsevier.com/S0924-0136(20)30177-1/sbref0005
http://refhub.elsevier.com/S0924-0136(20)30177-1/sbref0005
http://refhub.elsevier.com/S0924-0136(20)30177-1/sbref0005
https://doi.org/10.1007/s13197-015-1766-7
https://doi.org/10.1088/2058-8585/aa8ed6
https://doi.org/10.1002/aelm.201700057
https://doi.org/10.1111/1750-3841.15046
https://doi.org/10.1111/1750-3841.15046
https://doi.org/10.1117/1.OE.56.10.103109
https://doi.org/10.1117/1.OE.56.10.103109
https://doi.org/10.1109/2944.979337
https://doi.org/10.1117/12.279141
https://doi.org/10.1109/JSEN.2014.2375203
https://doi.org/10.1109/JSEN.2014.2375203
https://doi.org/10.1016/j.solmat.2008.10.0
https://doi.org/10.1016/j.solmat.2008.10.0
https://doi.org/10.1002/1521-4095(200009)12:17<1249::AID-ADMA1249>3.0.CO;2-Y
https://doi.org/10.1002/1521-4095(200009)12:17<1249::AID-ADMA1249>3.0.CO;2-Y
https://doi.org/10.1364/OE.25.000263
https://doi.org/10.1364/OE.25.000263
https://doi.org/10.1117/12.2236220
https://doi.org/10.1117/12.2252520
https://doi.org/10.1117/12.2252520
https://doi.org/10.1117/12.2213182
https://doi.org/10.1145/2897824.2925914
https://doi.org/10.1021/jz400644c
https://doi.org/10.1063/1.1413501
https://doi.org/10.1063/1.5010547
http://refhub.elsevier.com/S0924-0136(20)30177-1/sbref0100
http://refhub.elsevier.com/S0924-0136(20)30177-1/sbref0100
https://doi.org/10.1039/c7tc05271e
https://doi.org/10.1016/j.mechatronics.2015.05.004
https://doi.org/10.1016/j.mechatronics.2015.05.004

	Thermoforming of planar polymer optical waveguides for integrated optics in smart packaging materials
	Introduction
	State-of-the-art in manufacturing polymer optical waveguides
	Thermoforming of functionalized substrates

	OPTAVER process for manufacturing polymer optical waveguides
	Printing process of planar polymer optical waveguides
	Transfer into three-dimensional integrated optical systems

	Results
	Forming behavior of conditioning lines
	Achievable degree of deformation
	Resulting optical characteristics

	Summary
	Conclusion and outlook
	Funding
	CRediT authorship contribution statement
	Declaration of Competing Interest
	References




