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Abstract: A key challenge in the utilization of waste polyester fibers (PET fibers) is the develop-
ment of fiber-reinforced composites with high filler content and the improvement of fiber length
retention. Herein, the effects of a two-rotor continuous mixer and a twin-screw extruder on the
structure and properties of waste polyester fiber composites were evaluated. The results revealed
that the mechanical properties of the composites were improved significantly with increasing fiber
content, especially when processed using the twin-rotor continuous mixer. This mixer facilitated the
formation of a robust fiber network structure, leading to substantial enhancements in tensile strength,
flexural strength, and heat resistance. Specifically, compared to those processed by the twin-screw
extruder, with 60 wt% fibers content, the tensile and flexural strengths of specimens processed by
the twin-rotor continuous mixer increase by 21% and 13%, respectively. The average fiber length
in specimens processed by the twin-rotor continuous mixer was 32% longer than that in specimens
processed by the twin-screw extruder, attributable to the lower shear frequency and the higher
tensile ratio of the former. This blending technique emerges as an effective strategy, contributing
significantly to promoting the development and practical application of waste textile fiber-reinforced
polymer composites.

Keywords: waste polyester fiber; twin-rotor continuous mixer; high fiber content; fiber length

1. Introduction

Textiles, integral to human life, span various applications including daily clothing,
household goods, and packaging materials, and form a crucial component of modern
material culture. Their production and consumption have experienced substantial growth,
with polyester fibers holding a dominant position in the textile market [1,2]. However,
this rapid expansion of the textile industry is accompanied by significant environmental
and resource challenges, particularly concerning the disposal of textile waste, which has
become a critical global environmental issue [3,4].

Utilizing polyester-based waste textile fibers as fillers in polyolefins is highly signif-
icant for pollution reduction, carbon reduction, and advancing a circular economy [5,6].
This approach can mitigate the environmental impact of waste textiles, converting low-
value waste polyester fibers into high-performance, value-added fiber-reinforced materials.
This not only reduces production costs but also enhances resource recycling and market
competitiveness, thus providing new opportunities for industry development [7,8].
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Polyester fibers are polar, while polyolefins are non-polar, and the poor compatibility
between the two materials leads to poor performance of the fiber-reinforced composites, so
the amount of fibers added is limited [9]. Increased fiber filling exacerbates issues such as
stress concentration from fiber agglomeration, and inadequate dispersion [10–13]. Wu et al.
demonstrated that the properties of fiber-reinforced composites can be improved by adding
maleic anhydride-grafted polyolefins to increase compatibility [14]. These polar groups
can form chemical bonds or strong physical adsorption with the fiber surface, thereby
improving material properties [15].

The reinforcement mechanism in fiber-reinforced materials relies on the high strength
and stiffness of the fibers, which transfer stress between the matrix and fibers during interfa-
cial shear [16,17]. Thus, composite strength depends not only on the properties of the fibers
and the matrix material but also on the fiber length. Traditional methods for mixing and
dispersing fibers with resin, such as using compactors and screw extruders, face challenges
in maintaining fiber length and accommodating high filler systems [18]. Recently, the twin-
rotor continuous mixer, which offers superior dispersion and mixing capabilities combined
with continuous processing advantage, has garnered significant attention. Yu et al. demon-
strated that a twin-rotor continuous mixer better preserved glass fiber length in reinforced
polypropylene composites compared to a twin-screw extruder [19]. This indicates the po-
tential for using a twin-rotor continuous mixer in producing waste textile fiber-reinforced
polyolefin composites, though current research primarily focuses on low fiber content,
highlighting the need for further exploration of high fiber content applications.

In this study, recycled waste polyester fiber served as filler material, maleic anhydride
grafted low-density polyethylene (LDPE) was employed as the compatibilizer, and LDPE
functioned as the matrix. The investigation systematically assessed the structure and
properties of waste polyester fiber-reinforced composite materials prepared using both a
twin-screw extruder and a twin-rotor continuous mixer, focusing on various fiber filler
amounts. This research provides insights for the development of waste fiber composites
with high fiber content.

2. Materials and Methods
2.1. Materials

The waste polyester fiber (PET fiber) was collected from scraps by Huafeng Huajin
Co., Ltd. (Putian, China) during the production process. Xylene, an analytical reagent,
was purchased from Sinopharm Chemical Reagent Co., Ltd. (Shanghai, China). LDPE was
purchased from BASF-YPC Co., Ltd. (Nanjing, China). Low-density polyethylene grafted
with maleic anhydride (LDPE-g-MAH, W1L-1) was purchased from COACE Chemical Co.,
Ltd. (Xiamen, China).

2.2. Preparation Method
2.2.1. Pre-Coating of Fibers

The LDPE, LDPE-g-MAH, and waste polyester fibers were dried in an oven at 100 ◦C
for 8 h. According to the formula in Table 1, LDPE-g-MAH and waste PET fibers were put
into a two-roll open mill (ZG-80T, Zhenggong Electromechanical Equipment Technology
Co., Ltd., Dongguan, China) at a temperature of 120 ◦C. LDPE-g-MAH was gradually
melted and wrapped around the fibers through the shear of two rollers. Subsequently,
LDPE was added to the fibers for wrapping. The pre-blend with wrapped fibers was then
fed into a crusher and ground into particles smaller than 5 mm. The pre-coating process
allowed the loose fibers and LDPE into the mixing chamber at the same time without being
bounced up by the screw, ensuring a uniform feed.

2.2.2. Blending and Extrusion of Waste PET Fiber/LDPE Composites

Through a twin-screw extruder (MEDI-22/40, Guangzhou Putong Experimental Anal-
ysis Instrument Co., Ltd., Guangzhou, China) and twin-rotor continuous mixer (CM-35,
Fujian Nan’an Shida Rubber & Plastic Machinery Co., Ltd., Quanzhou, China), the pre-
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blended material was blended, extruded, and injected into the sample for the mechanical
properties test through the injection molding machine.

Table 1. Formulation of waste fiber/LDPE composites.

Sample Waste PET Fiber (wt%) LDPE (wt%) LDPE-g-MAH (wt%)

LDPE 0 100 0
SP10/RP10 10 89 1
SP20/RP20 20 78 2
SP30/RP30 30 67 3
SP40/RP40 40 56 4
SP50/RP50 50 45 5
SP60/RP60 60 34 6

“SPn” and “RPn” designations were used for the samples. “SP” denoted those samples
prepared by the twin-screw extruder, “RP” denoted those samples prepared by the twin-
rotor continuous mixer, and “n” denoted the added amount of waste fiber.

2.3. Characterization
2.3.1. Length Distribution of Fibers

The fibers in S60 and R60 were extracted using the soxhlet extraction method and
xylene as a solvent. The samples (5 g) were accurately weighed and placed in a copper net,
after extracting at 180 ◦C for 24 h [20], then dried at 80 ◦C in a vacuum drying chamber to
constant weight for 12 h. The fibers were laid flat on the conductive adhesive, the laminated
fibers were removed and photographed with an optical microscope. The fiber length was
measured and counted by ImageJ software (version 1.54k) (as shown in Figure 1), with
200 fibers counted for each sample. As shown in Figure 1, a small grid of the scale is 0.1 mm.
The length of the fibers was calculated by ImageJ software after scanning the contours of
the fibers with reference to the scale. The arithmetic mean was calculated by statistical
software (Origin 2021).
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2.3.2. Mechanical Properties Test

The tensile properties of the samples were tested in accordance with GB/T 1040 [21]
by a universal testing machine (CMT4104, Nss Laboratory Equipment Co., Ltd., Shenzhen,
China) at a speed of 50 mm/min. The flexural properties of the samples were tested in
accordance with GB/T 9341 [22] by a universal testing machine. The impact strengths of
the samples were tested in accordance with GB/T 1843 [23] by a universal testing machine.
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2.3.3. Scanning Electron Microscopy (SEM)

Microscopic morphology of sample sections after the impact strength testing was
obtained from a scanning electron microscope (SEM, SU8100, Hitachi High-Tech, Tokyo,
Japan). Before the test, the samples were coated with a layer of Au.

2.3.4. Differential Scanning Calorimeter (DSC)

The glass transition temperature was measured by a differential scanning calorimeter
(DSC, Q20, TA Instruments, New Castle, PA, USA). The samples were weighed 5~10 mg and
placed in aluminum crucible. In a nitrogen atmosphere, the sample was heated from 30 ◦C
to 280 ◦C at a rate of 10 ◦C. The relative crystallinity was calculated by Equation (1) [24].

χc =
∆Hm

∆H0
m×ω

·100% (1)

where ∆Hm denotes the enthalpy of melting, J·g−1; ∆H0
m is the enthalpy of melting of

LDPE and PET when they are fully crystallized and is taken as 293 J·g−1 for LDPE and
140 J·g−1 for PET; and ω is the mass fraction of LDPE and PET.

2.3.5. Dynamic Mechanical Analysis (DMA)

A dynamic mechanical analyzer (DMA, Q800, TA Instruments, New Castle, PA, USA)
was utilized to test the dynamic thermomechanical properties of the samples. The length,
width, and thickness of the test specimen were 60 × 10 × 4 mm. The test mode of
temperature scanning was used, and the test fixture was a double cantilever fixture. The
fixed test amplitude was 10 µm, the frequency was 1 Hz, and the test temperature was
increased from 30 ◦C to 100 ◦C at 3 ◦C/min.

2.3.6. Dynamic Rheological Analysis (DRA)

A rotational rheometer (DRA, DHR-2, TA Instruments, New Castle, PA, USA) was
used to test the rheological behavior of the samples. An aluminum parallel plate fixture
with a diameter of 8 mm was used, and the test spacing and temperature were 1 mm and
190 ◦C, respectively. The strain was 0.1%, and the angular frequency scanning range was
0.1–100 rad/s. The test was carried out using a rotational rheometer.

3. Results and Discussion
3.1. Analysis of the Length Distribution of Fibers

Equation (4) can be obtained by combining Equation (2) for the critical fiber length in
the Kelly–Tyson model and Equation (3) for the strength of the fiber composite [25–27]. It
can be seen that for the same fiber content, the fiber length in the composite determines the
final strength of the composite.

Lc =
σf·d
2τ

(2)

σc = σm(1−Vf)+σfVf
L
Lc

(3)

σc = σm(1−Vf)+Vf
L
d

2τ (4)

where Lc is the critical fiber length, σf is the tensile strength of the fibers, d is the diameter
of the fibers, τ is the interfacial shear strength, σc is the strength of the composite, σm is the
strength of the matrix material, Vf is the volume fraction of the fibers, and L is the actual
length of the fibers.

It was seen from the equation that the length of the processed fiber determined the
ability of the composite to withstand loads when the fiber type and content were the
same, and it was essential to maintain the length of the fibers during processing. The
results of counting the fiber length distribution in SP60 and RP60 are shown in Figure 2.
Calculating the arithmetic mean of fiber lengths, it could be seen that SP60 had an average
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length of 0.16 mm, while RP60 had an average length of 0.21 mm. SP60 demonstrated a
higher distribution frequency of shorter fiber lengths compared to RP60, indicating that
the two-rotor continuous mixer was more effective at preserving fiber length during the
mixing process.
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The superior performance of the twin-rotor continuous mixer compared to the twin-
screw extruder in maintaining processed fiber length is attributed to the significant differ-
ences in the mixing mechanisms of the two machines and the subjected shear frequency of
fibers during the mixing process. Figure 3 shows a schematic diagram of the cross-section
of the mixing chamber of the twin-screw extruder and the twin-rotor continuous mixer.
As depicted in Figure 3a, during the mixing process of the twin-screw extruder, the space
between the front space in the direction of rotation of the screw prong and the other screw
prong gradually diminishes, subjecting the fibers to a strong shear effect that disperses
them between the left and right chambers, resulting in a higher shear frequency. In contrast,
Figure 3b shows that in the mixing process of the two-rotor continuous mixer, fibers are
exchanged between the two rotors. The shear effect primarily occurs during the extrusion
and stretching as the screw-pronged rotor slides along the wall of the mixing chamber,
resulting in fibers being subjected to a lower shear frequency.
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3.2. Mechanical Properties Analysis

Figures 4 and 5 show the mechanical properties of SP and RP samples with different
fiber contents. As observed in Figure 4c,d, the tensile properties of both SP and RP
improved with the increase in fiber content. This enhancement occurred because the force
was transferred to the fibers through the interfacial shear between LDPE and fibers when
the material was subjected to tensile force [28]. The fibers had a higher strength than LDPE
to withstand a larger load, thereby improving the tensile properties of the composites.
When the fiber content was increased to 60%, the tensile properties of SP60 and RP60
improved by 69% and 107%, respectively, compared to LDPE. This indicates that the fibers



Polymers 2024, 16, 2929 6 of 13

had a significant reinforcing effect on LDPE. The elongation at the break of the samples
decreased significantly with the increase in fiber content, as shown in Figure 4a,b, exhibiting
a significant brittle behavior. This was attributed to the stress concentration caused by
fiber debonding or breaking under tensile loading [29], which increased the rate of crack
extension and led to a reduction in elongation at break.
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Comparing the trends in tensile properties of SP and RP, it was found that a significant
increase in tensile properties occurred for SP when the fiber content exceeded 30%, while
for RP, a significant increase was observed when the fiber content exceeded 20%.

As shown in Figure 5a,c, the flexural strength of both SP and RP increased with
the addition of fiber content, indicating a significant improvement in the rigidity of the
samples. This was attributed to the incorporation of rigid polyester fibers, which improve
the sample’s rigidity. Furthermore, it was observed that the flexural strength of RP was
generally better than that of SP. This may be attributed to the longer fibers confining the
LDPE chain segments, reducing slippage and thereby increasing the rigidity of RP when
subjected to flexural forces.

From Figure 5c,d, it can be observed that the impact properties of SP and RP gradually
decreased with the increase in fiber content, indicating a reduction in the toughness of the
samples. This was due to the higher fiber content hindering the molecular chain movement
of polyethylene, leading the composite material to adopt a more rigid segment structure
and resulting in increased brittleness.

3.3. Micromorphology Analysis

Figure 6 shows the section morphology of SP and RP with different fiber contents.
The pits and protrusions resulting from fiber pullout and debonding are clearly visible in
Figure 6a–c. The twin-screw extruder continuously shears and converges the material at
the engaging screw prongs, causing the fibers to be repeatedly compressed and entangled.
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Consequently, the fibers in SP can be seen in the figure with more obvious agglomerations
in the section. In contrast, the twin-rotor continuous mixer helped to straighten and untwist
fibers and reduced the chance of fiber agglomeration through the coiling action between
the rotor prongs. The material was pushed and pulled in the direction of extrusion, with
the material between the prongs and the mixing chamber wall being squeezing, rubbing,
and stretching. The reduced fiber agglomeration and improved fiber orientation enhance
the efficiency of load transfer by the fibers, leading to greater load-bearing capacity [30].
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3.4. Analysis of DSC

Figure 7 shows the DSC curves of SP and RP with different fiber contents. The
corresponding thermal property data are displayed in Table 2, which include the melting
temperature (Tm), enthalpy of melting (∆Hm), and crystallinity (χc). It is observed that both
SP and RP exhibit melt peaks for LDPE and PET, with similar Tm between the components,
indicating no structural changes at the interface [29]. An increase in fiber content impedes
the movement of LDPE molecular segments, leading to a decrease in Tm [31]. As shown
in Table 2, Tm (PE) slightly decreases with increasing fiber content; however, this change
is likely due to instrumental uncertainty as it too minor to be significant. The ∆Hm and
χc of the representative fibers exhibit a clear trend. The χc of the fibers in SP decreases
with increasing fiber content and is consistently lower than that of RP at the same fiber
content. Since the processing temperature is always below the melting point of the fibers,
the molecular chain segments do not undergo drastic movement during processing. This
change in crystallinity is attributed to the fibers being cut off. The shearing action during
processing disrupts the original arrangement of the molecular chain segments, preventing
them from extending and connecting to form a complete crystal structure.
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Table 2. Thermal properties of SP and RP composites with different fiber contents.

Tm (PE)/◦C ∆Hm (PE)/J·g−1 χc (PE)/% Tm (PET)/◦C ∆Hm (PET)/J·g−1 χc (PET)/%

LDPE 114.8 138.2 47.17 — — —
SP10 113.8 118.9 45.09 249.8 4.332 30.91
RP10 114.4 119.2 45.13 246.9 5.221 37.28
SP20 114.3 107.3 45.78 249.9 8.253 29.45
RP20 113.6 106.6 45.48 246.4 10.22 36.50
SP30 113.7 93.6 45.66 249.6 11.85 28.21
RP30 113.9 89.9 43.83 249.2 14.58 34.71
SP40 114.5 79.4 45.14 250.1 14.91 26.63
RP40 113.8 78.4 44.62 249.5 18.63 33.27
SP50 113.5 65.0 44.38 250.2 17.63 25.19
RP50 113.7 64.3 43.90 250.2 22.76 32.51
SP60 112.9 50.9 43.46 249.7 21.09 25.11
RP60 113.0 50.3 42.93 248.8 26.84 31.95

PET-fiber — — — 251.5 57.71 41.22

3.5. Dynamic Mechanical Analysis

Figure 8a,b show the energy storage modulus (E’) curves for SP and RP with different
fiber contents. The E’ decreased with increasing temperature and increased with increasing
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fiber content. This trend is attributed to the stress transfer from LDPE to the fibers, where
the rigid fibers act as a reinforcing agent. The presence of fibers restricts the movement
of LDPE chain segments, requiring more energy to overcome the intermolecular forces,
thereby increasing the E’ of the system [32]. At the same temperature, the E’ of RP was
generally higher than that of SP, indicating the superior heat resistance and broader service
temperature of RP.
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Figure 8c,d show the loss modulus (E′′) curves for SP and RP with different fiber
contents. There is a general decreasing trend in the E′′ with increasing temperature,
particularly at low fiber content (e.g., 10%). The curves exhibit a distinct peak when the
fiber content is increased to 30% for RP and 40% for SP. This peak is due to the fact that, with
increasing temperature, the molecular chain segments begin short-range movement and
rearrangement [33]. The LDPE undergoes thermal deformation and gradually softens, but
the presence of internal fibers limits the movement of the LDPE chain segments, increasing
the internal friction between them.

3.6. Dynamic Rheological Analysis

Figure 9 shows the curves of the energy storage modulus (G’) and loss modulus (G′′)
versus angular frequency for SP and RP with different fiber contents. Both the G’ and
G′′ increased with frequency, peaking at a 60% fiber addition, which demonstrates the
reinforcing effect of fibers on LDPE. For the same fiber content, the G’ and G′′ of RP are
higher than those of SP, indicating that RP possesses better stiffness.
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In the case of SP, when the fiber content was 10%, 20%, and 30%, both the G’ and
G′′ of the material increased with angular frequency (ω), exhibiting linear characteris-
tics [34]. When the fiber content was 40%, 50%, and 60%, the G’ and G′′ plateaued in
the low-frequency range, showing nonlinear characteristics. This suggests that the mate-
rial responded more slowly in the low-frequency region, requiring more time for energy
transfer and deformation. The increase in fiber content further impeded the movement of
LDPE chain segments, leading to longer rearrangement times for the molecular chains. An
energy dissipation phenomenon occurred in the low-frequency region, intensifying with
increasing fiber content, which resulted in more pronounced energy loss and the formation
of an energy storage modulus plateau. RP formed a plateau in the low-frequency region
with fewer fibers added than SP. This was attributed to the higher fiber retention in RP,
where longer fibers increased the potential for entanglement, making energy dissipation
more apparent.

Figure 10 shows the complex viscosity versus angular frequency curves along with
the Han diagram for SP and RP with different fiber contents. The viscosities of both SP
and RP increased with fiber content and exhibited non-Newtonian characteristics across all
frequency ranges [35]. This increase in viscosity is attributed to the presence of fibers that
impeded the normal flow of LDPE chain segments. Both SP and RP exhibited typical shear
thinning behavior throughout the frequency range. This behavior is due to the structural
rearrangement of fibers and LDPE: as the frequency of the applied shear stress increases,
the viscosity of the composites decreases. Similar to the elastic modulus plots, the viscosity
curves show a more pronounced plateau at fiber contents of 10% and 20%. This plateau
is due to the structural rearrangement of the disordered distribution of fibers dominating
the flow behavior and slowing down the shear thinning effects at lower fiber contents.
The diagonal line in the Han curve graph represents the equal modulus line, which is
commonly used to illustrate shifts in the viscoelastic properties of the material [36]. As
fiber content increased, the Han curve of the material gradually shifted to the lower right.
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This shift indicates that the addition of fibers drives the composite towards a solid-like
state, with the fibers forming a three-dimensional network structure within the material.
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4. Conclusions

In this study, waste PET fiber/LDPE composites were fabricated using a two-rotor
continuous mixer and compared with the samples prepared by a twin-screw extruder. The
results indicate that an increase in fiber content significantly improved the tensile and
flexural strengths of the waste fiber composite materials but reduced the impact strength.
The reduction in impact strength is associated with the decreased continuity of LDPE due
to an excess of fibers, which also led to the concentration of stress at fiber aggregation
points. Compared to the twin-screw extruder, the two-rotor continuous mixer processing
had a lower fiber shear frequency and a higher stretch ratio, which better maintained fiber
length and improved the mechanical properties of the composites, particularly at high fiber
additions. Furthermore, with the increase in PET fiber content, the heat resistance of the
composites was improved. While a 30% fiber content in SP was needed for the sample’s
structure to transition from liquid-like to solid-like, RP achieved this effect at 20% fiber con-
tent. It was observed that the two-rotor continuous mixer processing of the fiber-reinforced
materials could more efficiently utilize the physical properties of fibers, thereby enhancing
the properties of composites. These findings suggest that the two-rotor continuous mixer
can better retain fiber length, leading to improved properties of fiber-reinforced composite
materials. Given the substantial industry demand in the future and societal policies of
non-pollution, green, and low-carbon practices. The two-rotor continuous mixer, with its
shear and tensile flow fields, is an ideal choice for advancing the fiber recycling industry
and the industrial upgrading of fiber-reinforced composite materials.

Author Contributions: J.C.: methodology, validation, formal analysis, investigation, writing—original
draft, writing—review and editing; Z.P.: investigation, supervision; S.Y. and C.C.: methodology,



Polymers 2024, 16, 2929 12 of 13

formal analysis, writing—review and editing; W.Z.: writing—review and editing, supervision; Y.X.
and Y.Y.: conceptualization, supervision; Q.Q. and Q.C.: resources, supervision, funding acquisition.
All authors have read and agreed to the published version of the manuscript.

Funding: This work are gratefully acknowledged by the National Key Research and Development
Program of China (2023YFC3906300) and the Fujian Provincial Department of Science and Techology
(2021J01200).

Institutional Review Board Statement: Not applicable.

Data Availability Statement: The data presented in this study are available on request from the
corresponding author.

Conflicts of Interest: Author Yilin Yang is employed by Fujian Nan’an Shida Rubber & Plastic
Machinery Co., Ltd. The remaining authors declare that the research was conducted in the absence of
any commercial or financial relationships that could be construed as potential conflicts of interest.

References
1. Zhang, Y.; Zhang, H.; Yu, Y.; Guo, W.; Wu, C. Recycled Poly(ethylene terephthalate)/Linear Low-Density Polyethylene Blends

Through Physical Processing. J. Appl. Polym. Sci. 2009, 114, 1187–1194. [CrossRef]
2. Yang, K.L.; Wang, M.X.; Wang, X.R.; Shan, J.Y.; Zhang, J.; Tian, G.M.; Yang, D.; Ma, J.H. Polyester/Cotton-Blended Textile Waste

Fiber Separation and Regeneration via a Green Chemistry Approach. Acs. Sustain. Chem. Eng. 2024, 12, 4530–4538. [CrossRef]
3. Pattnaik, P.; Dangayach, G.S.; Bhardwaj, A.K. A review on the sustainability of textile industries wastewater with and without

treatment methodologies. Rev. Environ. Health 2018, 33, 163–203. [CrossRef]
4. Luo, Y.; Wu, X.; Ding, X. Environmental impacts of textiles in the use stage: A systematic review. Sustain. Prod. Consum. 2023, 36,

233–245. [CrossRef]
5. Ou, J.H.; Yang, R.; Dai, Z.L.; Kong, Z.X.; Shu, H.; Huang, X.P. Synthesis, Characterization, Application of PET Waste Blended with

Hybrid Fibers and Preparation of Fiber Derived Unsaturated Resin. Polym. Sci. Ser. A 2022, 64, 818–833. [CrossRef]
6. Sakthivel, S.; Tesfamicael, F.A.; Mekonnen, S.; Solomon, E.; Gedilu, M.; Kumar, S.S.; SenthilKumar, B. Recycled cotton/polyester

and polypropylene nonwoven hybrid composite materials for house hold applications. J. Text. Inst. 2022, 113, 45–53. [CrossRef]
7. Woigk, W.; Fuentes, C.A.; Rion, J.; Hegemann, D.; van Vuure, A.W.; Kramer, E.; Dransfeld, C.; Masania, K. Fabrication of flax

fibre-reinforced cellulose propionate thermoplastic composites. Compos. Sci. Technol. 2019, 183, 107791. [CrossRef]
8. Gama, N.; Godinho, B.; Barros-Timmons, A.; Ferreira, A. PU composites based on different types of textile fibers. J. Compos. Mater.

2021, 55, 3615–3626. [CrossRef]
9. Saujanya, C.; Radhakrishnan, S. Structure development and properties of PET fibre filled PP composites. Polymer 2001, 42,

4537–4548. [CrossRef]
10. Sunny, T.; Pickering, K.L. Improving Polypropylene Matrix Composites Reinforced with Aligned Hemp Fibre Mats Using High

Fibre Contents. Materials 2022, 15, 5587. [CrossRef] [PubMed]
11. Vallittu, P.K. High-aspect ratio fillers: Fiber-reinforcedcomposites and their anisotropic properties. Dent. Mater. 2015, 31, 1–7.

[CrossRef] [PubMed]
12. Rao, Y.-N.; Dai, H.-L.; Dai, T.; Yang, Y. Linkages among fiber content, porosity and local aggregation in fiber-reinforced composites,

and their effect on effective properties. J. Mater. Sci. 2017, 52, 12486–12505. [CrossRef]
13. Bengtsson, M.; Le Baillif, M.; Oksman, K. Extrusion and mechanical properties of highly filled cellulose fibre-polypropylene

composites. Compos. Part A Appl. Sci. Manuf. 2007, 38, 1922–1931. [CrossRef]
14. Wu, C.-M.; Murakami, R.-I.; Lai, S.-G.; Lin, P.-C.; Koinkar, P.; Lee, K.-C.; Lai, C.-C.; Rwei, S.-P. Investigation on the interface

modification of PET/PP composites. Mod. Phys. Lett. B 2019, 33, 14–15. [CrossRef]
15. Jia, M.; Xie, W.; Yu, K.; Lu, X.; Qian, K. Analyses on impact behaviour and reinforcement mechanism of basalt fiber and textile

reinforced cement-based composite materials. J. Text. Inst. 2021, 112, 1835–1849. [CrossRef]
16. Jiang, L.; Zhou, Y.; Jin, F. Design of short fiber-reinforced thermoplastic composites: A review. Polym. Compos. 2022, 43, 4835–4847.

[CrossRef]
17. Ali, H.; Akrami, R.; Fotouhi, S.; Fotouhi, M. Fiber reinforced polymer composites in bridge industry. Structures 2021, 30, 774–785.

[CrossRef]
18. Rueppel, A.; Wolff, S.; Oldemeier, J.P.; Schoeppner, V.; Heim, H.-P. Influence of Processing Glass-Fiber Filled Plastics on Different

Twin-Screw Extruders and Varying Screw Designs on Fiber Length and Particle Distribution. Polymers 2022, 14, 3113. [CrossRef]
19. Yu, W.; Ma, Y.; Xie, L.; Lin, Y.; Zhang, M. Effect of Mixing Equipment Structure on Residual Length of GF and Mechanical

Properties of PP/GF Composites. China Plast. 2018, 32, 83–89. [CrossRef]
20. Mao, Y.; Cao, W.; Wu, C. Study of ‘one-step’ preparation of r-PET fiber-reinforced PE composites. Mater. Res. Express 2021, 8,

085302. [CrossRef]
21. GB/T 1040.2-2022; Plastics—Determination of Tensile Properties—Part 2: Test Conditions for Moulding and Extrusion Plastics.

Standardization Administration of China: Beijing, China, 2022.
22. GB/T 9341-2008; Plastics—Determination of Flexural Properties. Standardization Administration of China: Beijing, China, 2008.

https://doi.org/10.1002/app.30030
https://doi.org/10.1021/acssuschemeng.3c07707
https://doi.org/10.1515/reveh-2018-0013
https://doi.org/10.1016/j.spc.2023.01.006
https://doi.org/10.1134/s0965545x22700602
https://doi.org/10.1080/00405000.2021.1913862
https://doi.org/10.1016/j.compscitech.2019.107791
https://doi.org/10.1177/00219983211031656
https://doi.org/10.1016/S0032-3861(00)00860-0
https://doi.org/10.3390/ma15165587
https://www.ncbi.nlm.nih.gov/pubmed/36013725
https://doi.org/10.1016/j.dental.2014.07.009
https://www.ncbi.nlm.nih.gov/pubmed/25088348
https://doi.org/10.1007/s10853-017-1344-7
https://doi.org/10.1016/j.compositesa.2007.03.004
https://doi.org/10.1142/S0217984919400190
https://doi.org/10.1080/00405000.2020.1848112
https://doi.org/10.1002/pc.26817
https://doi.org/10.1016/j.istruc.2020.12.092
https://doi.org/10.3390/polym14153113
https://doi.org/10.19491/j.issn.1001-9278.2018.07.013
https://doi.org/10.1088/2053-1591/ac1aa7


Polymers 2024, 16, 2929 13 of 13

23. GB/T 1843-2008; Plastics—Determination of Izod Impact Strength. Standardization Administration of China: Beijing, China, 2008.
24. Si, Q.; Yang, Z.; Liang, R.; Zhao, Y.; Zhao, G. Non-Isothermal Crystallization Kinetics of rp-PBAT Prepared from Post-Consumer

Polyester Textiles. Plastics 2023, 52, 88–93.
25. Aliotta, L.; Lazzeri, A. A proposal to modify the Kelly-Tyson equation to calculate the interfacial shear strength (IFSS) of

composites with low aspect ratio fibers. Compos. Sci. Technol. 2020, 186, 107920. [CrossRef]
26. Zare, Y. Effects of interphase on tensile strength of polymer/CNT nanocomposites by Kelly-Tyson theory. Mech. Mater. 2015, 85,

1–6. [CrossRef]
27. Yan, X.; Yang, Y.; Hamada, H. Tensile properties of glass fiber reinforced polypropylene composite and its carbon fiber hybrid

composite fabricated by direct fiber feeding injection molding process. Polym. Compos. 2018, 39, 3564–3574. [CrossRef]
28. Yu, Y.; Huang, Y.; Zhang, Y.; Liu, R.; Meng, F.; Yu, W. The reinforcing mechanism of mechanical properties of bamboo fiber

bundle-reinforced composites. Polym. Compos. 2019, 40, 1463–1472. [CrossRef]
29. Satapathy, S.; Nando, G.B.; Jose, J.; Nag, A. Mechanical properties and fracture behavior of short PET fiber-waste polyethylene

composites. J. Reinf. Plast. Compos. 2008, 27, 967–984. [CrossRef]
30. Hua, T.Z.; Jie, Z.W.; Yao, D.Q.; Ying, W.; Xuan, H.J. Construction of Collagen/Oxidized Sodium Carboxymethyl Cellulose/Nano

ZnO Composite Hydrogel. China Leather 2022, 51, 9–17+21. [CrossRef]
31. Su, J.; Jiang, Z.; Fang, C.; Yang, M.; Wu, L.; Huang, Z. The Reinforcing Effect of Waste Polyester Fiber on Recycled Polyethylene.

Polymers 2022, 14, 3109. [CrossRef]
32. Tajvidi, M.; Falk, R.H.; Hermanson, J.C. Effect of natural fibers on thermal and mechanical properties of natural fiber polypropy-

lene composites studied by dynamic mechanical analysis. J. Appl. Polym. Sci. 2006, 101, 4341–4349. [CrossRef]
33. Drakopoulos, S.X.; Forte, G.; Ronca, S. Relaxation Dynamics in Disentangled Ultrahigh Molecular Weight Polyethylene via

Torsional Rheology. Ind. Eng. Chem. Res. 2020, 59, 4515–4523. [CrossRef]
34. Salleh, F.M.; Hassan, A.; Yahya, R.; Azzahari, A.D. Effects of extrusion temperature on the rheological, dynamic mechanical and

tensile properties of kenaf fiber/HDPE composites. Compos. Part B Eng. 2014, 58, 259–266. [CrossRef]
35. Asoodeh, F.; Aghvami-Panah, M.; Salimian, S.; Naeimirad, M.; Khoshnevis, H.; Zadhoush, A. The Effect of Fibers’ Length

Distribution and Concentration on Rheological and Mechanical Properties of Glass Fiber-Reinforced Polypropylene Composite. J.
Ind. Text. 2022, 51, 8452S–8471S. [CrossRef]

36. Yang, W.X.; Bin, Y.Z.; Wang, H.; Ge, Z.H. Rheological properties of UHMWPE/HDPE blend gels and morphology and mechanical
properties of gel-spun fibers. Polym. Eng. Sci. 2021, 61, 2127–2136. [CrossRef]

Disclaimer/Publisher’s Note: The statements, opinions and data contained in all publications are solely those of the individual
author(s) and contributor(s) and not of MDPI and/or the editor(s). MDPI and/or the editor(s) disclaim responsibility for any injury to
people or property resulting from any ideas, methods, instructions or products referred to in the content.

https://doi.org/10.1016/j.compscitech.2019.107920
https://doi.org/10.1016/j.mechmat.2015.02.002
https://doi.org/10.1002/pc.24378
https://doi.org/10.1002/pc.24885
https://doi.org/10.1177/0731684407086626
https://doi.org/10.13536/j.cnki.issn1001-6813.2022-005-002
https://doi.org/10.3390/polym14153109
https://doi.org/10.1002/app.24289
https://doi.org/10.1021/acs.iecr.9b06401
https://doi.org/10.1016/j.compositesb.2013.10.068
https://doi.org/10.1177/15280837211043254
https://doi.org/10.1002/pen.25740

	Introduction 
	Materials and Methods 
	Materials 
	Preparation Method 
	Pre-Coating of Fibers 
	Blending and Extrusion of Waste PET Fiber/LDPE Composites 

	Characterization 
	Length Distribution of Fibers 
	Mechanical Properties Test 
	Scanning Electron Microscopy (SEM) 
	Differential Scanning Calorimeter (DSC) 
	Dynamic Mechanical Analysis (DMA) 
	Dynamic Rheological Analysis (DRA) 


	Results and Discussion 
	Analysis of the Length Distribution of Fibers 
	Mechanical Properties Analysis 
	Micromorphology Analysis 
	Analysis of DSC 
	Dynamic Mechanical Analysis 
	Dynamic Rheological Analysis 

	Conclusions 
	References

