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Abstract: In this study, the mechanical properties and thermal stability of composite polypropylene
(PP) drawn fibers with two different organically modified montmorillonites were experimentally
investigated and optimized using a response surface methodology. Specifically, the Box-Behnken
Design of Experiments method was used in order to investigate the effect of the filler content,
the compatibilizer content, and the drawing temperature on the tensile strength and the onset
decomposition temperature of the PP composite drawn fibers. The materials were characterized by
tensile tests, thermogravimetry, and X-ray diffraction. Two types of composites were investigated
with the only difference being the type of filler, namely, Cloisite® 10A or Cloisite® 15A. In both
cases, statistically significant models were obtained regarding the effect of design variables on
tensile strength, while poor significance was observed for the onset decomposition temperature.
Nanocomposite fibers with tensile strength up to 540 MPa were obtained. Among the design variables,
the drawing temperature exhibited the most notable effect on tensile strength, while the effect of both
clays was not significant.
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1. Introduction

Polypropylene (PP) is one of the most commonly used thermoplastics. Chemical
inertia, easy processing, good mechanical properties, low cost, and high thermal stability
are some of the polypropylene’s attractive properties. PP is mostly used in the forms of
sheets or filaments. The former are generally used in packaging, while the latter are used
mainly for fibers and textiles [1]. Due to the commercial importance of PP, it is essential to
further improve its mechanical and thermal properties. A well-established and common
practice to enhance the properties of polymers is the development of composite materials
via the addition of fillers into the polymer matrix. The drawing of filaments/fibers leads
to the formation of anisotropic structures, due to the alignment of macromolecules and
crystallites in the direction of drawing, resulting in a considerable increase of the mechanical
strength of the drawn filaments/fibers. In this direction, the combination of drawing and
utilization of fillers has attracted much research attention, and the results of this combined
approach to improving PP composite drawn fibers have been recently reviewed [1].

Organically modified montmorillonite (MMT) is one of the most common fillers
utilized in the production of nanocomposite PP materials [1]. In cases of poorly polar
polymers, such as PP, the modification of MMT may not be adequate to induce sufficient
favorable intermolecular interactions with the polymer matrix. Thus, it is common to
additionally use compatibilizers, e.g., maleic anhydride grafted polypropylene (PP-g-MA).
Layered silicates, such as MMT, can form three different types of structures inside a polymer
matrix. The first type forms when macromolecules cannot penetrate the interlayer space.
This is called a microcomposite material because the filler aggregates are, in general, greater
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than 100 nm. The second possible structure, the so-called intercalated structure, is the result
of the penetration of some polymer chains into the interlayer space. The chains do not fully
destroy the layered structure of the filler, but they do increase the interlayer space. The
existence of such structures is revealed in XRD diffractograms as a shift to lower angles of
the characteristic peak related to djg distance. The third type, called an exfoliated structure,
is achieved when the polymer chains penetrate the interlayer space and fully separate the
filler’s layers. The last two structures are considered actual nanocomposite structures.

As in the case of other polymers, MMT has been utilized for the development of
polypropylene composites, e.g., Joshi et al. examined the effect of 0.25 and 0.5 wt.%
Cloisite® 15A with a compatibilizer in ratios of 1:1, 1:2, and 1:3 with respect to the filler [2].
As mentioned above, results regarding PP composite drawn fibers have been recently
reviewed. However, a comparison of composite samples, even those with the same filler
(e.g.,, MMT), is not simple, since the various samples have been subjected to different
drawing ratios or other processing conditions. Nevertheless, it is clear that the drawing
ratio heavily impacts the properties of the composite PP fibers, as in the case of pristine
PP fibers [3,4]. In another study, the drawing capability of polypropylene fibers filled
with organically modified montmorillonite or hydrotalc modified with fatty acids was
investigated. PP-g-MA was used as compatibilizer. The results revealed that the composite
fibers exhibited increased thermal stability, while the mechanical properties were similar to
that of the pristine PP fibers. The composite fibers showed increased drawing capability [5].
Montmorillonite modified with cetyltrimethylammonium bromide (CTAB) was also used
as a filler to produce PP drawn fibers. The nanocomposite fibers showed a doubled Young’s
modulus and an increase in tensile strength from 532 MPa to 690 MPa [6]. Cloisite® 20A
was used as a filler, without a compatibilizer, resulting in enhanced properties. However,
the improvement was attributed to the increased drawing ability, rather to the direct effect
of the filler [7]. Another study on nanocomposite PP-Cloisite® 20A fibers showed that the
use of the filler resulted in a less rough fiber surface and a more uniform fiber diameter [8].
The compatibility between filler and polymer are important [9] and for the case of PP, it has
been reported that modification of both MMT and polypropylene is desirable [10].

In our previous works [3,4], we used various inorganic fillers (wollastonite, attapulgite,
talc) and carbon nanotubes to enhance the mechanical and thermal stability of PP drawn
fibers. In such experiments, a commercial antioxidant and a compatibilizer were also
used. The optimization of the properties through surface response analysis revealed that
the effect of drawing is considerably higher than the effect of the fillers (as in the case
of Cloisite® 20A [7] mentioned above). In most cases, a maximization of tensile strength
could be achieved without using any filler. Besides drawing, other effects, e.g., strong
favorable interactions of the compatibilizer with the antioxidant (instead of interactions
with the filler), were found to contribute to the absence of countable effects of fillers on
mechanical and thermal stability. Though the particles in some cases were nano-sized
particles, the above-mentioned composites were not actual nanocomposites. Thus, in this
study we aimed to develop nanocomposites in order to further improve the mechanical and
thermal stability of PP drawn fibers. For this reason, we examined two different modified
MMTs. More specifically, polypropylene drawn fibers containing compatibilizer (PP-g-MA)
and either Cloisite® 10A or Cloisite® 15A were produced. The experimental runs were
determined by the experimental matrix produced using the Box-Behnken methodology.
Mechanical and thermal stability were examined via tensile tests and thermogravimetry
(TGA). Optimization of the properties was also performed.

2. Experimental
2.1. Materials

Isotactic PP (Ecolen HZ42Q) with a melt flow index equal to 18 g/10 min, a tensile
strength equal to 33 MPa and a melting point of 168-171 °C was obtained from Hellenic
Petroleum S.A, Thessaloniki, Greece. A masterbatch (Bondyram® 1001) with PP grafted
with maleic anhydride (PP-g-MA), with an MA content equal to 1%, melt flow index equal
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to 100g/10 min, and melting point of 160 °C, was obtained from Polyram Plastic Industries
Ltd., Gilboa, Israel and used as a compatibilizer. A masterbatch with an antioxidant was
also used (KRITILEN® AO PP9216, Plastika Kritis S.A., Heraklion, Greece). Organically
modified montmorillonite (Cloisite® 10A and 15A) was purchased from Southern Clay
Products Inc., Austin, TX, USA. In Table 1, important characteristics of the used materials
are presented.

Table 1. Important characteristics of the used materials.

Material Trade Name Characteristics %3 Supplier
. MFI = 18 g/10 min, TS = 33 MPa, Hellenic Petroleum S.A.,
Isotactic PP Ecolen HZ42Q Ty =168-171 °C Thessaloniki, Greece
. PP grafted with maleic anhydride Polyram Plastic
hifrt:r];ffgﬂlyefh Bondyram® 1001 (PP-g-MA). MA content 1%, Industries Ltd., Gilboa,
p MFI = 100 g/10 min, Ty, = 160 °C Israel
PP with 20.5 wt.% antioxidant Plastika Kritis S.A.,

Masterbatch with antioxidant

Organically modified
montmorillonite

Organically modified
montmorillonite

KRITILEN® AO PP9216

(combination of phosphite and
phenolic types)

Heraklion, Greece

Montmorillonite treated with
quaternary ammonium salts
(2M2HT), CEC =125 meq/ 100 g
Montmorillonite treated with
quaternary ammonium salts
(2MBHT), CEC =125 meq/ 100 g

Southern Clay Products Inc.
isite® Y

Cloisite® 10A (Austin, TX, USA)
Southern Clay Products Inc.

. ®
Cloisite® 15A (Austin, TX, USA)

1 MFIL: melt flow index, 2 TS: tensile strength, 3 Tp,: melting point.

2.2. Fiber Production and Drawing

A KERN PLS 1200-3A scale (£0.003 g) was used for preparing the pellet-powder
mixtures. In all cases, pellets of isotactic polypropylene were mechanically pre-mixed
with pellets of the compatibilizer’s masterbatch (PP-g-MA), antioxidant’s masterbatch, and
organically modified montmorillonite in powder form. In order to produce the drawn
fibers, the procedure that was followed involved two extrusions and a solid-state drawing.
Before the extrusions, Cloisite® powder was heated in an oven at 80 °C for 8 h. Initially,
the mixture of PP and additives (compatibilizer, antioxidant and Cloisite) was introduced
in a twin screw (screw rotating speed equal to 25 rpm) extruder (HAAKE Rheodrive
5001, Thermo Fisher Scientific, Waltham, MA, USA) with four heating zones (190, 210,
215 and 220 °C from feed to nozzle). The produced filament was cut into pellets and was
fed into a single-screw (screw rotating speed equal to 15 rpm) extruder (Noztec Xcalibur,
Shoreham-by-Sea, UK) with three heating zones (215, 225 and 210 °C from feed to nozzle).
A winding machine (Noztek Filament Winder 2.0, Shoreham-by-Sea, UK) was used to
collect the produced fiber into a drum. Finally, solid-state drawing was performed in a
homemade apparatus at various temperatures, by keeping the drawing ratio constant at 7.
After drawing, the produced fibers had a diameter between 150 and 250 pm, depending
on the diameter of the initial filaments. All samples contained 2 wt% of the antioxidant’s
masterbatch. More details can be found in our previous studies [3,4].

2.3. Characterization

The thermal properties of the samples were studied via thermogravimetric analysis
(TGA) using a Shimadzu TGA-50 thermogravimetric analyzer (Shimadzu, Tokyo, Japan).
TGA measurements were performed with a heating rate of 20 °C/min up to 600 °C in
a room-air atmosphere. The onset decomposition temperature was declared to be the
temperature at which the remaining mass was equal to 97% of the initial mass.

The mechanical properties were studied via tensile tests using a Hans Schmidt & Co
GmbH Universal Testing Machine ZPM (Waldkraiburg, Germany), equipped with a Pacific
PA6110 load cell (head speed 100 mm/min). For each sample at least 15 tensile tests were
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performed, and the values presented in the next sections are the average values =+ the
standard deviation of all measurements.

In order to study the structure of the fibers, XRD analysis of some selected samples
was carried out. Specifically, a Bruker D8 Advance (Billerica, MA, USA) diffractometer
equipped with a Siemens X-ray tube (Cu, 1.54 A) was used. Three types of samples were
examined: fibers, films, and powders. Powder was used without further treatment. Fibers
(drawn and not drawn) were cut in pieces in order to fill the sampler. Pristine polypropylene
was formed into a film through a heat press. The thermal plates of the press were set at
170 °C. When the plates reached the aforementioned temperature, pressure of 100 bar was
applied to the sample for 15 min. After 15 min, the heating was turned off and the sample
was allowed to cool under pressure. When the heat plates reached room temperature, the
pressure was decreased and the produced film was used for XRD analysis. For all XRD
measurements, all samples (powder, film, or fibers) were examined from 2 to 30°.

3. Design of Experiments

Optimization of the properties of the composite drawn fibers was carried out using
a surface response methodology, through a Design of Experiments (DoE) using the Box-
Behnken method. Minitab® 20.4 software was used. The plots presented in the next sections
were reproduced using the Python libraries NumPy [11] and Matplotlib [12].

Two experimental designs were used. The factors and the factor levels were the
same for both. Specifically, the filler content (0-2 wt%), the content of compatibilizer’s
masterbatch (04 wt%), and the drawing temperature (100-140 °C) were used as factors
(design variables). The only difference was the type of the filler used (Cloisite® 10A for the
first design and Cloisite® 15A for the second). The resulting experimental matrix is shown
in Table 2. The matrix was produced based on the above choices using the Box-Behnken
Design of Experiments method. The response variables chosen for both designs were the
tensile strength and the onset decomposition temperature (considered as the temperature
in which the remaining mass is equal to 97% of the initial mass). The optimization method
was based on the maximization of composite desirability.

Table 2. Experimental matrix for both designs.

. . o Compatibilizer Drawin,
Sample Name Cloisite® (wi%) Master};atch (wt%) Temperaturég Q)
Cl1 0 0 120
CI2 2 0 120
CI3 0 4 120
Cl4 2 4 120
Cl5 0 2 100
Cl6 2 2 100
Cl7 0 2 140
CI8 2 2 140
C19 1 0 100
Cl10 1 4 100
Cl11 1 0 140
Cl12 1 4 140
Cl13 1 2 120
Cl14 1 2 120
Cl15 1 2 120

Before proceeding with the presentation and discussion of the results, it is worth men-
tioning the rationale for selecting the ranges of the design variables. In microcomposites, in
order to achieve a countable alteration of the polymer’s properties, it is common to use high
additive contents, e.g., 5-15%. By contrast, in nanocomposites, due to the increased surface
area of the filler, the enhancement of properties can be achieved using much lower additive
contents, as low as 0.05%. In addition, it must be taken into account that an increased filler
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content makes the formation of aggregates more probable. Aggregates are undesirable in
the drawing process. For these reasons, the Cloisite® content was studied in the narrow
range of 0-2 wt%, which is a typical range for polymer nanocomposites.

The range for the compatibilizer masterbatch (0—4 wt%) was selected based on the
typical industrial practice and on a previous study for PP-wollastonite drawn fibers [3]. In
that study, compatibilizer masterbatch contents up to 15 wt% were investigated. It was con-
cluded that high compatibilizer contents have a negative effect on tensile strength, because
the stretching of chains is hindered due to the low molecular weight of the compatibilizer.

Finally, for the drawing temperature, the range was selected on aspects related to PP’s
thermal behavior. For the drawing of semi-crystalline polymers with a glass transition
temperature (T) higher than room temperature, the T is very important for selecting the
temperature of drawing. For polymers like PP, with a Ty lower than room temperature,
drawing can be performed at room temperature, subject to various limitations, including a
low drawing potential, a high tendency to shrink after drawing, etc. [1]. For such polymers,
the crystallization temperature (T;) is more important. Drawing can induce crystallization,
which is facilitated by higher temperatures. On the other hand, if drawing occurs at
temperatures lower than but close to T, crystallization is not totally precluded, but the
lower temperature may offer additional benefits, such as faster cooling after drawing and
thus lower relaxation and shrinking before the structure manages to stabilize. Of course,
the crystallization temperature depends on the thermal history of the material, but typical
values for PP are in the range 110-120 °C. Thus, the selected range of 100-140 °C for the
drawing temperature is a range of values roughly equal to T & 20 °C.

4. Results and Discussion

Results for DoE with Cloisite® 10A and 15A are presented in the next two subsections.

4.1. DoE with Cloisite® 10A as a Filler

In Table 3, the factors and responses for the DoE using Cloisite® 10A as a filler are
presented. The tensile strength and the onset decomposition temperature (T,.) were used as
response variables. Typical stress-strain and TGA graphs are presented in Figures S1 and S2
of the Supplementary Information File, respectively.

Table 3. Factors and response variables for the DoE with Cloisite® 10A.

Compatibilizer

Sample Cloisite® (wt%) Mastel;batch TempDer:aV:;Irlf ©0) Tenm(l;\a/[itar)e ngth Tgec (°O)
(wt%)
Cl10A1 0 0 120 506 + 34 294
CI10A2 2 0 120 472 + 39 296
CI10A3 0 4 120 515 + 22 290
Cl10A4 2 4 120 468 + 40 296
Cl10A5 0 2 100 536 + 34 302
CI10A6 2 2 100 496 + 37 296
Cl10A7 0 2 140 384 4+ 29 281
CI10A8 2 2 140 387 £ 25 285
CI10A9 1 0 100 490 + 29 293
CI10A10 1 4 100 468 + 33 298
Cl10A11 1 0 140 449 + 24 298
CI10A12 1 4 140 365 + 23 301
CI10A13 1 2 120 511 +£23 301
Cl10A14 1 2 120 500 £ 27 290
CI10A15 1 2 120 510 £ 25 297

4.1.1. Main Effects of the Factors

The main effects of the factors on the tensile strength are presented in Figure 1. Each
graph shows the pattern which each response variable follows when a specific factor is
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examined, while the other two factors have fixed values (hold values). For example, for the
left graph of Figure 1 the compatibilizer’s masterbatch content is equal to 2 wt%, while the
drawing temperature is equal to 120 °C. In every plot, the hold value of each factor is equal
to the middle value of the examined range.

Hold values:
Cloisite 10A (wt%) = 1.0
Compatibilizer masterbatch (wt%) = 2.0
Drawing temperature (°C) = 120.0

520 A . .

500 A § .

480 - 1 1

460 - 1 1

Tensile strength (MPa)

420 - 1 1

400 - 1 ]

0 1 2 0 2 4 100 120 140

Cloisite 10A (wt%) Compatibilizer Drawing temperature (°C)
masterbatch (wt%)

Figure 1. Main effect of factors on tensile strength of the composites with Cloisite® 10A.

As presented in Figure 1 (plot on the left), the addition of Cloisite® 10A has a mild
negative impact on tensile strength. A similar trend is shown for the compatibilizer content
(plot in the middle of Figure 1). Both of these effects can be attributed to the hindering of
the drawing process. As concluded by our previous studies [3,4], drawing is the dominant
factor in terms of tensile strength improvement in composite fibers. If the filler hinders
the drawing process (i.e., the alignment of macromolecules and crystallites), or if the filler
results in high crystallinity prior to the drawing process (due to heterogeneous nucleation),
it leads to a decrease of tensile strength. Furthermore, the compatibilizer has a lower
molecular weight, which does not favor the drawing process [1]. However, as revealed by a
previous study, the compatibilizer contributes to an improvement of antioxidant dispersion
in the polymer matrix [3,4]. The slight increase in tensile strength for compatibilizer
contents up to 1 wt%, seen in the middle plot of Figure 1, can be attributed to this effect.
Raising the drawing temperature up to around 110 °C results in an increase of tensile
strength. Above this temperature, a steep decrease of tensile strength is observed (plot
on the right of Figure 1). This can be attributed to the dual effect of temperature. The
increase of temperature facilitates the rearrangement of the macromolecules and thus the
chain alignment during drawing, resulting in the increase of tensile strength observed up
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to approximately 110 °C. However, right after the drawing, the shrinking of fibers that
is thermodynamically favored becomes more kinetically feasible at higher temperatures
(during the cooling of the fibers) and thus more intense, resulting in the partial destruction
of the produced aligned structure. The latter effect seems to dominate above 110 °C,
resulting in a step decrease of tensile strength.

The effects of the main factor on the onset decomposition temperature are presented
in Figure S3 of the Supporting Information File. Focusing on the range of the y-axis of
Figure S3, it is apparent that none of the factors contributes significantly to the onset
decomposition temperature and, as will be shown in the next section, the model that is
created is not statistically significant. Therefore, this response variable will not be examined
further. The rest of this paper focuses on tensile strength.

4.1.2. Combined Effect of the Factors

In Figure 2, the contour plots for the tensile strength are presented. In each of these
plots, the effects of two factors on the value of the tensile strength are presented, while the
third factor is kept constant (hold value).

4 540 O 140 540
_ § 520 E 520
] ‘i 3 500 3 130 500
= 480 ® 480
Q [0
28, 460 2 ..o 460
¥ 440 E 440
Eg 420 < 420
Sia1 400 2 110 400
£ 380 g 380
0 360 & 100 360
0.0 05 1.0 1.5 2.0 0.0 05 1.0 1.5 2.0
Cloisite 10A (wt%) Cloisite 10A (wt%)
O 140 540
< 520 Contour plots for
v 500 the tensile strength (MPa)
2 130
© 480
& 120 460 Hold values:
g 440 Cloisite 10A (wt%) = 1.0
& 420 Compatibilizer
g 110 400 masterbatch (wt%) = 2.0
% 380 Drawing temperature (°C) = 120.0
5 100 360

o

1 2 3 4

Compatibilizer
masterbatch (wt%)

Figure 2. Contour plots for the tensile strength regarding the composites with Cloisite® 10A.

Based on these contour plots, it is obvious that filler contents of less than 1 wt% offer
the highest tensile strength. The same applies to compatibilizer contents equal to or less
than 2 wt% A drawing temperature of 110 °C yields the best results.

4.1.3. Optimization

For this DoE (regarding the composites with Cloisite® 10A), two optimizations were
performed targeting the maximization of tensile strength. The first optimization had no
restrictions, while in the second the filler and compatibilizer content were kept equal to
1 and 2 wt%, respectively. These optimizations are presented in Figures 3 and 4, respectively.

As shown in Figure 3, the maximum tensile strength is achieved without any added
filler, with the addition of 2 wt% of the compatibilizer masterbatch, and using a drawing
temperature of 108 °C. The predicted tensile strength is approximately 535 MPa.
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Compatibilizer Drawing
Cloisite 10A masterbatch temperature
(wt%) =0 (wt%) = 1.9798 (°C) = 108
560 , ;
:—/“a—-ﬁl%ﬁ—_—; R
o 520 . : 1+
a. | |
©$ =3 480- A : 1
Do) mo : i
oY . =
®5 ns 0]  — T
0 : |
400 A . ! 1
360 | :, S
0 1 2 0 2 4 100 120 140
Cloisite 10A (wt%) Compatibilizer Drawing

masterbatch (wt%) temperature (°C)

Figure 3. Optimization targeting the maximization of tensile strength without restrictions for the case
of composites with Cloisite 10A.

Compatibilizer Drawing
Cloisite 10A masterbatch temperature
(Wwt%) =1 (wt%) = 2 (°C) = 110
560
520 A
a
@5 =5 a0
2c o0
oo T i
ne
7]
400 -
360 T
0 1 2 0 2 4 100 120 140
Cloisite 10A (wt%) Compatibilizer Drawing

masterbatch (wt%) temperature (°C)

Figure 4. Optimization targeting the maximization of the tensile strength using as constraints the
filler and the compatibilizer content to be equal to 1 and 2 wt%, respectively.

As presented in Figure 4, the addition of filler at 1 wt% did not cause a large decrease
of tensile strength, though a small reduction of about 15 MPa compared to the results
of Figure 3 was observed. This sample was selected to be further examined in order to
evaluate the prediction ability of the model.

4.1.4. Model Evaluation

In order to confirm the prediction ability of the model, a sample with the composition
shown in Figure 4 was produced and submitted to tensile tests and TGA. The same sample
was also examined using XRD before and after drawing. In Table 4, the experimental results
and the model’s predictions are presented along with the absolute relative deviations.

Table 4. Tensile test and TGA experimental results compared to theoretical predictions.

. Decomposition
Tensile Strength (MPa) Temperature (°C)
Validation sample 481 428 291
Optimization prediction 519 297

Absolute relative deviation (%) 7.4 2
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The relative deviations between predictions and the experimental results are low,
around 8% for the tensile strength and 2% for the decomposition temperature. The statistical
significance of the model is evaluated through the p-value and R?, which are presented in
Table 5.

Table 5. R? and p-value for the tensile strength and the decomposition temperature statistical models.

Tensile Strength Model Decomposition Temperature Model
R? (%) 90.63 40.76
p-value 0.039 0.900

Based on the R? and p-values, the tensile strength model is statistically significant. The
model for the decomposition temperature presents poor results. However, the prediction
of the decomposition temperature showed a low deviation from the experimental measure-
ment. This is a result of the narrow range of the responses (290-302 °C, see Table 3), which
means that every value that falls into this range will present a low absolute deviation.

4.1.5. Fiber Structure

In order to examine the structure of the drawn PP-Cloisite® 10A fibers, XRD analysis
was conducted. The XRD patterns for lower angles (2-10°) and higher angles (10-30°) are
presented in Figures 5 and 6, respectively.

————— PP
————— Cloisite 10A
—— PP+ 1% Cloisite 10A
—— PP+ 1% Cloisite 10A (drawn fiber)
—— CI10A6
CI10A6 (drawn fiber)

Intensity (a.u.)

20 (degree)

Figure 5. XRD diffraction patterns of PP, Cloisite® 10A, two composite PP fiber samples containing
1 and 2% Cloisite® 10A, drawn and not drawn, at lower angles (2-10°).

As shown in Figure 5, Cloisite 10A presents a strong peak around 4.9°. This peak is
related to the interlayer space [13-17], which is around 2 nm. The absence of such a peak in
the composite fibers (both drawn and not drawn), indicates an exfoliated structure [18-21].
However, the content of the filler is low (1 and 2%), and a potential peak would not be
easily detected. To further explore the existence of such a peak of Cloisite® 10A in the
composite fibers, an approach that is common for infrared spectrum manipulation was
adopted. More specifically, the diffractogram of PP was subtracted from the diffractograms
of the PP+1% Cloisite® 10A samples (drawn and non-drawn fibers, see Figure 54 of the
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Supplementary Information File) and the C110A6 samples (drawn and non-drawn fibers,
see Figure S5 of the Supplementary Information File). The subtracted diffractograms
were multiplied by 10 in order to make a potential peak more visible. By this procedure,
a peak around 4°, which is slightly broadened toward lower angles, can be just barely
detected (see Figures 54 and S5 of the Supplementary Information File). The existence of
the peak at lower angles (at 4° compared to 4.9° of the neat clay) reflects an intercalated
structure, while the broadening of the peak reflects a partial exfoliation. Although this
conclusion arises from a very weak XRD signal and should be viewed with skepticism, if it
is accurate, it seems to contradict the mild negative effect of the clay on the tensile strength
revealed in Figure 1, i.e., a rather acceptable dispersion resulting in the deterioration of
mechanical properties. This point is further discussed with respect to the results for the
other investigated clay in Section 4.3.

LR PP

N Cloisite 10A

i |—— PP+ 1% Cloisite 10A

—— PP+ 1% Cloisite 10A (drawn fiber)

(15.972 °)

(21.078 °) (21.732°)

Intensity (a.u.)

10 15 20 25 30
26 (degree)

Figure 6. XRD diffraction analysis of PP, Cloisite® 10A, and a composite PP fibers containing 1%
Cloisite® 10A, drawn and not drawn, at higher angles (10-30°).

As shown in Figure 6, all samples containing PP presented peaks at 14, 17, 18.5, 21,
and 22°. Those peaks are related to a-crystal planes (110), (040), (130), (111) and (131), and
(041), respectively [22]. However, the weak peak at 16° and the medium peaks around 21°
are not present in the drawn sample. Those two aforementioned peaks are related to the
smectic phase of PP [23,24]. Higher cooling rates favor the formation of smectic forms in
PP, and that was the case in this study, as the melted PP composite filaments exiting the
extruder were immersed in an ice-water bath. According to the literature, the process of
drawing induces the formation of a-crystals from the smectic phase [25]. Due to this effect,
peaks around 20 to 25° were not present in samples stretched with a drawing ratio of 8 [25].
In another study, such peaks vanished in PP fibers that were annealed at 60 °C [23].

4.2. DoE with Cloisite® 15A as a Filler

In Table 6, the factors and the responses for the DoE with Cloisite® 15A as a filler are
presented. The tensile strength and the onset decomposition temperature (T4..) were used
as response variables.
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Table 6. Factors and response variables for the DoE with Cloisite® 15A.
Compatibilizer . .
Sample Cloisite® (wt%) Masterﬂbatch Teml?::::;?eg ©0) Tenm(l;\eﬁ)t:)e ngth Tgec (°C)
(Wt /o)
Cl15A1 0 0 120 506 + 34 294
Cl15A2 2 0 120 543 £ 25 289
Cl15A3 0 4 120 515 + 22 290
Cl15A4 2 4 120 500 + 31 282
CI15A5 0 2 100 536 + 34 302
Cl15A6 2 2 100 505 £+ 31 293
Cl15A7 0 2 140 384 +29 281
CI15A8 2 2 140 393 +£24 291
CI15A9 1 0 100 546 £ 28 294
Cl15A10 1 4 100 509 + 21 297
Cl15A11 1 0 140 421 £ 35 296
Cl15A12 1 4 140 365 £ 23 300
Cl15A13 1 2 120 540 + 23 295
Cl15A14 1 2 120 518 £+ 33 289
Cl15A15 1 2 120 539 £+ 39 300

4.2.1. Main Effects of the Factors

In Figure 7, the main factor effects on tensile strength are presented. (For more details
about the way that such graphs are presented, see Section 4.1.1).

Hold values:
Cloisite 15A (wt%) =

1.0

Compatibilizer masterbatch (wt%) = 2.0

Drawing temperature (°C)

= 120.0

540 - .
_\

520 /_\ .

500 - 1

480 - E

460 - -

Tensile strength (MPa)

0 1 2 0 2 4 100 120 140

Cloisite 15A (wt%) Compatibilizer
masterbatch (wt%)

Drawing temperature (°C)

Figure 7. Main effect of factors on the tensile strength of composites with Cloisite® 15A.

As presented in Figure 7, the filler and the compatibilizer content do not have a strong
effect on tensile strength. On the other hand, the drawing temperature has a dominant
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effect on tensile strength and, similarly to the previous Design of Experiments results
(Figure 1), there is a maximum of tensile strength at a drawing temperature of around
110 °C. However, a notable difference between these results and those shown in Figure 1 is
that the addition of the filler does not have a negative impact on tensile strength (see the
left plot of Figure 7).

The main factor effects on the onset decomposition temperature are presented in
Figure S6 of the Supporting Information File. Similar to the previous DoE results (Figure S3
of the Supporting Information File), the results of Figure S6 reveal that none of the factors
significantly contributes to the onset decomposition temperature (which deviates no more
than approximately 10 °C) and, as will be shown later, the model that is created is not
statistically significant. Consequently, this response variable will not be further investigated,
and the rest of the study will focus on tensile strength.

4.2.2. Combined Effect of the Factors

In Figure 8, the contour plots for tensile strength are presented. In these plots, the
effect on tensile strength of two out of three factors is presented while the third is kept

constant (hold value).
140 560
540
130 520
500
480
120 460
440
110 420
400
100 380
0.0 0.5 1.0 LD 2.0

CIonsnte 15A (wt%) Cloisite 15A (wt%)

560
540 Contour plots for
520 the tensile strength (MPa)
500
480 Hold values:
460 Cloisite 15A (wt%) = 1.0
440 Compatibilizer
110 420 masterbatch (wt%) = 2.0
400 Drawing temperature (°C) = 120.0
100 380
0 1 2 3 -

Compatibilizer
masterbatch (wt%)

Compatibilizer
masterbatch (wt%)

= N w
m
w H b g H BV g w
0OoON O WO N (=]
OO0OO0OO0O000O0O0O0
Drawing temperature (°C)

— —
w e
o o

Drawing temperature (°C)
(=]
N
o

Figure 8. Contour plots for the tensile strength for the case of composites with Cloisite 15A.

Based on the upper graph on the right of Figure 8, it is apparent that filler contents
between approximately 0.5-1 wt% and a drawing temperature around 110 °C give the
highest tensile strength. Also, the lines formed from the different levels in all three contour
plots of Figure 8 are almost parallel, indicating that there are not significant interactions
among the factors that have a strong contribution to the tensile strength.

4.2.3. Optimization

Similarly to the previous DoE, two optimizations were performed, targeting the
maximization of tensile strength. The first optimization had no restrictions, while the second
was performed with the constrain that the filler and the compatibilizer content should be
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equal to 1 and 2 wt%, respectively. Such optimizations are presented in Figures 9 and 10,

respectively.
Compatibilizer Drawing
Cloisite 15A masterbatch temperature
(wt%) = 1.293 (wt%) =0 (°C) = 111
58 :
540 L2
£ ®© :
28 om0t
c qC) Il o I '
£5 02460 1 : .
420 i -
380 — ; ;
0 1 2 0 2 4 100 120 140
Cloisite 15A (wt%) Compatibilizer Drawing

masterbatch (wt%) temperature (°C)

Figure 9. Optimization targeting the maximization of tensile strength without restrictions for the case
of composites with Cloisite 15A.

Compatibilizer Drawing
Cloisite 15A masterbatch temperature
(wt%) =1 (wt%) = 2 (°C) = 111.31
580 , , ,
| | 1
540 _»——:m _w g e
~ © | | :
29 $73007 | ‘ | T
So LIPS .g | i i
A el B T T
a0 | — +—
| | 1
380 | | -
0 1 2 0 2 4 100 120 140
Cloisite 15A (wt%) Compatibilizer Drawing

masterbatch (wt%) temperature (°C)

Figure 10. Optimization targeting the maximization of tensile strength, while the filler and the
compatibilizer content were kept equal to 1 and 2% for the case of composites with Cloisite 15A.

As expected, and as can be observed in Figure 9, zero compatibilizer content was
estimated through the optimization, since the addition of the compatibilizer mainly has a
negative effect on tensile strength. The model predicts that a fiber with 1.3 wt% filler, 0 wt%
compatibilizer, and drawn at approximately 110 °C will present the maximum tensile
strength, equal to 550 MPa.

In Figure 10, the results for the second optimization run are shown. The model predicts
that fibers with 1 wt% filler, 2 wt% compatibilizer, and drawn at approximately 110 °C will
present tensile strength equal to 545 MPa, which is a value very close to the maximum
(550 MPa) shown by the optimization results of Figure 9. This sample was used to evaluate
the model’s prediction ability.

4.2.4. Model Evaluation

In order to confirm the prediction ability of the model, a sample with the composition
shown in Figure 10 was produced and submitted to tensile tests and TGA. The same sample
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was also investigated using XRD before and after drawing. In Table 7, the experimental
results and the model predictions are presented along with the relative deviations.

Table 7. Tensile test and TGA experimental results compared with theoretical predictions.

. Decomposition
Tensile Strength (MPa) Temperature (°C)
Validation sample 478 £+ 39 296
Optimization prediction 545 296
Relative absolute deviation (%) 12.4 0

The relative absolute deviations between predictions and experimental results were
low (around 12% for the tensile strength and 0% for the decomposition temperature). The
statistical significance of the model is evaluated through the p-value and R?, which are

presented in Table 8.

Table 8. R? and p-value for the Tensile strength and decomposition temperature statistical models.

. Decomposition
Tensile Strength (MPa) Temperature (°C)
R? (%) 96.19 56.97
p-value 0.005 0.676

As it has been already mentioned, based on the p- and R? values, the tensile strength
model is statistically significant, while the model for the decomposition temperature
presents poor statistical significance.

4.2.5. Fiber Structure

In order to investigate the structure of the drawn PP-Cloisite® 15A fibers, XRD analysis
was performed. The XRD figures for lower angles (2-10°) and higher angles (10-30°) are
presented in Figures 11 and 12, respectively.

————— Cloisite 15A
—— PP+ 1% Cloisite 15A
—— PP+ 1% Cloisite 15A (drawn fiber)
—— CI15A6
CI15A6 (drawn fiber)

(2.776)

Intensity (a.u.)

s

20 (degree)

Figure 11. XRD diffraction patterns of PP, Cloisite® 15A, two composite PP fiber samples containing
1 and 2% Cloisite® 15A, drawn and not drawn, at lower angles (2-10°).
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————— Cloisite 15A
—— PP+ 1% Cloisite 15A
—— PP+ 1% Cloisite 15A (drawn fiber)

(15.972°)

(21.078 °)
(21.732°)

Intensity (a.u.)

20 (degree)

Figure 12. XRD diffraction patterns of PP, Cloisite® 15A and a composite PP fibers containing 1%
Cloisite® 15A, drawn and not drawn, at higher angles (10-30°).

As it is shown in Figure 11, Cloisite® 15A presents two peaks around 2.8° and 7.3°.
The first peak is related to the basal spacing (dgg1) of the organically modified clay, which is
equal to 3.1 nm. The second, at 7.3°, corresponds to the interlayer distance of approximately
1.1 nm and it is related to the mineral that was not effectively modified or to the decompo-
sition of the organic modifier during processing (the basal space of neat montmorillonite
is around 1.2 nm). In the case of Cloisite® 10A, the absence of such peaks in the XRD
patterns of the composite fibers (both drawn and not drawn) shown in Figure 11 could
indicate an exfoliated structure [18-21]. However, the content of the filler is low (1 and 2%),
and a potential peak would not easily be detected. By performing the same diffractogram
manipulation (subtraction of the PP curve from the respective curves of the PP+1 wt%
Cloisite® 15A for drawn and non-drawn fibers and multiplication by 10), which was carried
out for the case of Cloisite® 10A composites, interesting observations can be made (see
Figures S7 and S8 of the Supplementary Information File). The peak at 7.3° does not exist
in the subtracted curves, while the peak around 2.8° is shown at slightly lower 20 values
only for the non-drawn fibers (Figure S7). This observation suggests that only a minor
intercalation was achieved, and the intercalation seems to have been reduced after drawing.
Again, this conclusion should be approached with skepticism, but, if it is accurate, it reflects
a poor dispersion of clay inside the polymer matrix. This observation is further discussed
in Section 4.3 in relation to the tensile strength of the fibers.

As shown in Figure 12, at higher angles the results are similar to those presented and
discussed for Figure 6 for the case of the Cloisite® 10A composite PP fibers. The weak peak
at 16° and the peaks around 21°, related to the smectic PP, are not present in the drawn fiber
sample, since the drawing induces the formation of a-crystals from the smectic phase [25].

4.3. Further Discussion

Both designs revealed that the dominant factor that affects the tensile strength is the
drawing temperature. In both cases, the optimum drawing temperature was found approx-
imately 110 °C, which is rather lower than the temperature used in industrial applications
(around 150 °C). However, the high speeds of fiber spinning and drawing in industry
suggest that a steady state, and not a thermal equilibrium, is obtained, and, consequently,
the actual drawing temperature is expected to be lower than the nominal value.
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Trying to see the big picture, the clear conclusion of the analysis presented in the
previous sections is that considering the increase of tensile strength, drawing is the domi-
nating factor. The effects of clay and compatibilizer are extremely small compared to the
effect of drawing. This is better understood by keeping in mind that the tensile strength of
pristine (non-drawn) PP fibers is around 35 MPa [3,4], and that it goes to approximately
500 MPa (see for example the results for the first sample of Table 3) only when drawn with
aratio of 7 [3,4]. An increase of tensile strength by more than an order of magnitude is far
higher than the improvement offered by any clay dispersed due to favorable intermolecular
interactions inside a polymer matrix.

With this in mind, the question that needs to be answered is whether the addition of a
clay further improves the tensile strength of drawn fibers.

The results of this study showed that the addition of Cloisite® 15A up to approxi-
mately 1 wt% results in a small tensile strength enhancement, in contrast to Cloisite® 104,
which shows a rather negative effect. Thus, as shown by the experimental results and the
developed model based on those experiments, Cloisite® 15A seems to perform better than
Cloisite® 10A.

The XRD signals of the composite PP fibers are rather weak at the characteristic of
the clay 20 values and, thus, no safe conclusion on the dispersion of both clays can be
drawn. However, the manipulation of the XRD plots that was followed indicate a better
dispersion of Cloisite® 10A compared to that of Cloisite® 15A. This is an observation with
high uncertainty, but if it is true, it seems to contradict the tensile strength results, i.e., the
clay with the better dispersion resulted in poorer tensile strength. This is a rather peculiar
and unexpected conclusion, since in Composites Science the compatibility between matrix
and additive is considered to be of major importance. Montmorillonite is modified for this
reason. Compatibilizers are used for the same reason. More precisely, an increased wetting
and contact surface between the matrix and the clay can contribute to a uniform stress
distribution, which in turn leads to the absence of areas where accumulated stress would
lead to the formation and growth of cracks. Also, chain entanglement around the particles
and/or inside the interlayer space can contribute to the transfer of stresses in amorphous
regions, which instead of breaking can dissipate large amounts of energy (stress) through
plastic deformation and/or chain alignment. Such effects are well documented for various
polymer-additive composites. Thus, results that show Cloisite® 10A to be more compatible
with PP than Cloisite® 15A but cause worse mechanical properties are unexpected.

However, the above-mentioned contradiction can be understood if the above phe-
nomena are considered in the context of drawing. A better dispersion of the clay prior to
drawing increases the crystallinity of the matrix due to inhomogeneous nucleation [1]. In
other words, the increased compatibility of Cloisite® 10A with PP and the corresponding
increased wetting and contact surface lead to more intense inhomogeneous nucleation,
which in turn is responsible for high crystallization rates. However, it is well known that a
smectic PP structure is desired prior to drawing, and that drawn fibers with better tensile
strength are obtained from low crystallinity non-drawn fibers. For this reason, the fibers are
rapidly cooled after they exit the extruder’s nozzle [1,3]. Drawing induces crystallization
and, thus, a highly-crystallized structure prior to drawing interferes with the drawing
process. Also, in some studies it is suggested that the introduction of the clay into the
polymer matrix hinders the alignment of polymer chains during drawing [4]. In structures
with good clay dispersion and increased wetting area (as in the case of Cloisite® 10A), this
hindering effect would be expected to be more intense. As mentioned above, drawing
increases the tensile strength of PP from 35 MPa to around 500 MPa, an increase of more
1000%. Thus, it is expected that even a very minor effect in the drawing process would
have a non-negligible impact on the properties of the fibers. In other words, any positive
contribution from the particles can be easily negated if there is any interference with the
drawing process. Thus, the effect of clays is not unequivocal, since they directly affect the
properties of the composite similarly to the non-drawn samples, but also indirectly affect
their properties by hindering drawing via various mechanisms (e.g., acting as nucleating
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agents and hindering chain alignment). Consequently, since drawing has a tremendous
effect on the properties of the fibers, the indirect and non-obvious influences of particles
prevail over their direct and expected influences on the properties of the drawn fibers.

The observation that an additive which results in the improvement of properties of
non-drawn polymer samples shows an opposite effect in drawn fibers has been made
also for other kinds of additives, such as a compatibilizer (PP-g-MA) and an antioxidant
(combination of phosphite and phenolic types) [3,4]. For example, it was shown that an
antioxidant is better dispersed in the polymer matrix when a compatibilizer is added,
resulting in non-drawn samples with enhanced thermal and mechanical properties. How-
ever, upon drawing, the low molecular weight of the compatibilizer or the antioxidant
results in a lower tensile strength compared to the neat PP fibers [3,4]. In addition, the
antioxidant itself (independently of the interaction with the compatibilizer) has a dual
effect: (a) due to its low molecular weight, it tends to deteriorate the drawing capability,
and (b) due to the protection of the polymer from oxidative decomposition, it helps retain
the initial molecular weight of PP, enhancing the effect of drawing (large chains present
higher drawing potentials than short ones).

It is common in engineering and practical applications to consider the process a
black box and to be interested only in the inputs and outputs. The concept of Design of
Experiments has been developed to optimize complex processes in which multiple variables
are involved and their influence on the output variables is not linear or independent of
each other. For example, by increasing the compatibilizer content, a beneficial influence
would be expected due to the enhancement of the antioxidant’s performance and the better
dispersion of the particles. At the same time, a negative influence would be expected due
to the antioxidant’s low molecular weight, which hinders the chain’s stretching/drawing
potential. Thus, a maximum or a minimum in the tensile strength versus the compatibilizer
content is expected to occur. However, the exact content at which the maximum (or
minimum) tensile strength would be observed is not “universal” and may vary with the
other input variables, such as the clay content, the drawing ratio, and temperature. In
such a complex process, with competitive and synergistic effects among the various input
variables, the analysis and discussion of experimental data can be performed on the basis
of the models as presented in the previous sections.

Based on the above discussion, it should be pointed out that conclusions regarding
polymer nanocomposites that are well documented for non-drawn polymer structures may
not be valid for the anisotropic structures obtained from drawing.

5. Conclusions

In this study, two designs of experiments based on the Box-Behnken method were car-
ried out, and the thermal and mechanical stability of polypropylene composite drawn fibers
with two types of organically modified montmorillonite were optimized using a response
surface methodology. In both designs, the filler content, specifically Cloisite® 10A and
Cloisite® 15A for the first and the second design, respectively, the compatibilizer content
and the drawing temperature were chosen as design variables/factors, while the tensile
strength and the onset decomposition temperature were chosen as response variables.

However, the analysis for the onset decomposition temperature yielded a poor statisti-
cal model. Consequently, optimization runs were carried out only for the maximization of
tensile strength. Samples were produced to evaluate the models” prediction capabilities. It
was concluded that both models perform satisfactorily.

Both designs revealed that the dominant factor that affects the tensile strength is
the drawing temperature. The filler and the compatibilizer content did not show a pro-
nounced effect. In both cases, the optimum drawing temperature was found to be ap-
proximately 110 °C, which is rather lower that the one used in industrial applications
(approximately 150 °C), but the high speed of spinning and drawing in industry should be
taken into account.
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XRD analysis showed that drawing resulted in the transformation of the PP smectic
phase to a-crystals. However, the clay characteristic XRD peaks in the diffractograms of
the composite materials are weak, and no solid conclusion for the dispersion of both clays
inside the polymer matrix can be derived. Nevertheless, the manipulation of the XRD
diffractograms that followed suggests a better dispersion of Cloisite® 10A compared to
Cloisite® 15A.

Furthermore, the results revealed that the addition of Cloisite® 15A up to approxi-
mately 1 wt% enhances the tensile strength to a small extent, in contrast to Cloisite® 104,
which shows a rather negative effect. In other words, the clay with the better dispersion
resulted in poorer tensile strength of drawn fibers, which can be explained by the higher
crystallinity that the better clay dispersion induces (which is undesirable prior to drawing)
and the potential hindering of polymer chain alignment during drawing induced by large
clay platelets.

Overall, this study shows that conclusions regarding polymer nanocomposites that are
well documented for non-drawn polymer structures may not be valid for the anisotropic
structures obtained from drawing.

Supplementary Materials: The following supporting information can be downloaded at: https:
/ /www.mdpi.com/article/10.3390 /nano14020223/s1, Figure S1: Typical stress-strain curves (see
Tables 3 and 6 of the main file for the composition of the C110A13 and CI15A4 samples, respectively);
Figure S2: Typical TGA curves (see Tables 3 and 6 of the main file for the composition of the CI10A3
and ClI15A8 samples, respectively); Figure S3: Main effect of factors on decomposition temperature
regarding the composites with Cloisite® 10A; Figure S4: XRD diffractograms of Cloisite® 10A, and
subtracted diffractogram of PP+1% Cloisite® 10A (drawn and non-drawn fibers) minus PP. The
subtracted diffractogram was multiplied by 10; Figure S5: XRD diffractograms of Cloisite® 104,
and subtracted diffractogram of the CI110A6 samples (drawn and non-drawn fibers) minus PP. The
subtracted diffractogram was multiplied by 10; Figure S6: Main effect of factors on decomposition
temperature, regarding the composites with Cloisite® 15A; Figure S7: XRD diffractograms of Cloisite®
15A, and subtracted diffractogram of PP+1% Cloisite® 15A (drawn and non-drawn fibers) minus PP.
The subtracted diffractogram was multiplied by 10; Figure S8: XRD diffractograms of Cloisite® 154,
and subtracted diffractogram of the C115A6 samples (drawn and non-drawn fibers) minus PP. The
subtracted diffractogram was multiplied by 10.

Author Contributions: Conceptualization, C.T., K.L. and L.T.; methodology, C.T. and K.L.; soft-
ware, K.L. and K.T.; validation, K.L., C.T. and I.T.; investigation, K.L., K.T. and C.T.; resources,
LT.; writing—original draft preparation, K.L.; writing—review and editing, K.L., C.T., K.T. and I.T.;
visualization, K.L.; supervision, I.T. All authors have read and agreed to the published version of
the manuscript.

Funding: This research received no external funding.
Data Availability Statement: Data are contained within the article.

Conflicts of Interest: The authors declare no conflict of interest.

References

1. Tsioptsias, C.; Leontiadis, K.; Tzimpilis, E.; Tsivintzelis, I. Polypropylene nanocomposite fibers: A review of current trends and
new developments. J. Plast. Film Sheeting 2021, 37, 283-311. [CrossRef]

2. Joshi, M,; Viswanathan, V. High-Performance Filaments from Compatibilized Polypropylene/Clay Nanocomposites. |. Appl.
Polym. Sci. 2006, 102, 2164-2174. [CrossRef]

3. Leontiadis, K.; Tsioptsias, C.; Messaritakis, S.; Terzaki, A.; Xidas, P.; Mystikos, K.; Tzimpilis, E.; Tsivintzelis, I. Optimization of
Thermal and Mechanical Properties of Polypropylene-Wollastonite Composite Drawn Fibers Based on Surface Response Analysis.
Polymers 2022, 14, 924. [CrossRef] [PubMed]

4.  Leontiadis, K.; Tsioptsias, C.; Messaritakis, S.; Terzaki, A.; Xidas, P.; Mystikos, K.; Tzimpilis, E.; Tsivintzelis, I. Surface Response
Analysis for the Optimization of Mechanical and Thermal Properties of Polypropylene Composite Drawn Fibers with Talc and
Carbon Nanotubes. Polymers 2022, 14, 1329. [CrossRef] [PubMed]

5. Lorenzi, D.; Sartori, G.; Ferrara, G.; Fambri, L. Spinnability of Nanofilled Polypropylene. Macromol. Symp. 2011, 301, 73-81.

[CrossRef]


https://www.mdpi.com/article/10.3390/nano14020223/s1
https://www.mdpi.com/article/10.3390/nano14020223/s1
https://doi.org/10.1177/8756087920972146
https://doi.org/10.1002/app.24179
https://doi.org/10.3390/polym14050924
https://www.ncbi.nlm.nih.gov/pubmed/35267749
https://doi.org/10.3390/polym14071329
https://www.ncbi.nlm.nih.gov/pubmed/35406204
https://doi.org/10.1002/masy.201150310

Nanomaterials 2024, 14, 223 19 of 19

10.

11.

12.
13.

14.

15.

16.

17.

18.

19.

20.

21.

22.

23.

24.

25.

Joshi, M.; Shaw, M.; Butola, B.S. Studies on Composite Filaments from Nanoclay Reinforced Polypropylene. Fibers Polym. 2004, 5,
59-67. [CrossRef]

Van Erp, T.B.; Reynolds, C.T.; Bilotti, E.; Peijs, T. Nanoclay assisted ultra-drawing of polypropylene tapes. Nanocomposites 2019, 5,
114-123. [CrossRef]

Mohan, T.P.,; Kanny, K. Preparation and characteristics of polypropylene-clay nanocomposite fibers. J. Polym. Eng. 2015, 35,
773-784. [CrossRef]

Cimmino, S.; Duraccio, D.; Silvestre, C.; Pezzuto, M. Isotactic polypropylene modified with clay and hydrocarbon resin:
Compeatibility, structure and morphology in dependence on crystallization conditions. Appl. Surf. Sci. 2009, 256, S40-S45.
[CrossRef]

Manias, E.; Touny, A.; Wu, L.; Strawhecker, K.; Lu, B.; Chung, T.C. Polypropylene/Montmorillonite Nanocomposites. Review of
the Synthetic Routes and Materials Properties. Chem. Mater. 2001, 13, 3516-3523. [CrossRef]

Harris, C.R.; Millman, K.J.; van der Walt, S.J.; Gommers, R.; Virtanen, P.; Cournapeau, D.; Wieser, E.; Taylor, J.; Berg, S.; Smith,
N.J.; et al. Array programming with NumPy. Nature 2020, 585, 357-362. [CrossRef] [PubMed]

Hunter, ].D. Matplotlib: A 2D graphics environment. Comput. Sci. Eng. 2007, 9, 90-95. [CrossRef]

Faruk, O.; Matuana, L.M. Nanoclay reinforced HDPE as a matrix for wood-plastic composites. Compos. Sci. Technol. 2008, 68,
2073-2077. [CrossRef]

Ko, C.H.; Fan, C.; Chiang, PN.; Wang, M.K.; Lin, K.C. p-Nitrophenol, phenol and aniline sorption by organo-clays. J. Hazard.
Mater. 2007, 149, 275-282. [CrossRef]

Li, X.; Kang, T.; Cho, W.-].; Lee, ].-K,; Ha, C.-S. Preparation and Characterization of Poly(butyleneterephthalate) /Organoclay
Nanocomposites. Macromol. Rapid Commun. 2001, 22, 1306-1312. [CrossRef]

Snigdha, S.; Nandakumar, K.; Sabu, T.; Radhakrishnan, E.K. Cloisite 10A as an Effective Antibacterial Agent in Polymer Matrices:
Role of Nanoscale Roughness and Interfacial Interactions. Clays Clay Miner. 2021, 69, 289-298. [CrossRef]

Rangari, VK.; Hassan, T.A.; Zhou, Y.; Mahfuz, H.; Jeelani, S.; Prorok, B.C. Cloisite clay-infused phenolic foam nanocomposites.
J. Appl. Polym. Sci. 2007, 103, 308-314. [CrossRef]

Cengiz, F. Preparation and Characterization of Recycled Polypropylene Based Nanocomposites. Master Thesis, Middle East
Technical University, Ankara, Turkey, 2008.

Raka, L.; Bogoeva-Gaceva, G.; Loos, ]. Characterization of polypropylene/layered silicate nanocomposites prepared by single-step
method. J. Therm. Anal. Calorim. 2010, 100, 629-639. [CrossRef]

Okamoto, M.; Morita, S.; Taguchi, H.; Kim, Y.H.; Kotaka, T.; Tateyama, H. Synthesis and structure of smectic clay/poly(methyl
methacrylate) and clay/polystyrene nanocomposites via in situ intercalative polymerization. Polymer 2000, 41, 3887-3890.
[CrossRef]

Zeng, Q.H.; Wang, D.Z.; Yu, A.B.; Lu, C.Q. Synthesis of polymer—-montmorillonite nanocomposites by in situ intercalative
polymerization. Nanotechnology 2002, 13, 549. [CrossRef]

Machado, G.; Denardin, E.L.G.; Kinast, E.].; Gongalves, M.C.; de Luca, M.A.; Teixeira, S.R.; Samios, D. Crystalline properties and
morphological changes in plastically deformed isotatic polypropylene evaluated by X-ray diffraction and transmission electron
microscopy. Eur. Polym. ]. 2005, 41, 129-138. [CrossRef]

Karacan, I; Benli, H. The influence of annealing treatment on the molecular structure and the mechanical properties of isotactic
polypropylene fibers. J. Appl. Polym. Sci. 2011, 122, 3322-3338. [CrossRef]

Karacan, I.; Benli, H. An X-ray Diffraction study for isotactic polypropylene fibers produced with take-up speeds of
2500-4250 m/min. Text Apparel 2011, 21, 201-209.

Poddubny, V.I; Lavrentyev, VK.; Sidorovich, A.V.; Baranov, V.G. X-ray studies of smectic-crystal and crystal-smectic transition in
oriented polypropylene. Acta Polym. 1982, 33, 483-485. [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/10.1007/BF02875496
https://doi.org/10.1080/20550324.2019.1671038
https://doi.org/10.1515/polyeng-2014-0273
https://doi.org/10.1016/j.apsusc.2009.04.119
https://doi.org/10.1021/cm0110627
https://doi.org/10.1038/s41586-020-2649-2
https://www.ncbi.nlm.nih.gov/pubmed/32939066
https://doi.org/10.1109/MCSE.2007.55
https://doi.org/10.1016/j.compscitech.2008.03.004
https://doi.org/10.1016/j.jhazmat.2007.03.075
https://doi.org/10.1002/1521-3927(20011101)22:16%3C1306::AID-MARC1306%3E3.0.CO;2-I
https://doi.org/10.1007/s42860-021-00122-z
https://doi.org/10.1002/app.25287
https://doi.org/10.1007/s10973-009-0545-y
https://doi.org/10.1016/S0032-3861(99)00655-2
https://doi.org/10.1088/0957-4484/13/5/301
https://doi.org/10.1016/j.eurpolymj.2004.08.011
https://doi.org/10.1002/app.34440
https://doi.org/10.1002/actp.1982.010330808

	Introduction 
	Experimental 
	Materials 
	Fiber Production and Drawing 
	Characterization 

	Design of Experiments 
	Results and Discussion 
	DoE with Cloisite® 10A as a Filler 
	Main Effects of the Factors 
	Combined Effect of the Factors 
	Optimization 
	Model Evaluation 
	Fiber Structure 

	DoE with Cloisite® 15A as a Filler 
	Main Effects of the Factors 
	Combined Effect of the Factors 
	Optimization 
	Model Evaluation 
	Fiber Structure 

	Further Discussion 

	Conclusions 
	References

