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Abstract: In this work, the electrospinning technique is used for the fabrication of electrospun
functional fibers with desired properties in order to show a superhydrophobic behavior. With the
aim to obtain a coating with the best properties, a design of experiments (DoE) has been performed
by controlling several inputs operating parameters, such as applied voltage, flow rate, and precursor
polymeric concentration. In this work, the reference substrate to be coated is the aluminum alloy
(60661T6), whereas the polymeric precursor is the polyvinyl chloride (PVC) which presents an intrinsic
hydrophobic nature. Finally, in order to evaluate the coating morphology for the better performance,
the following parameters—such as fiber diameter, surface roughness (Ra, Rq), optical properties,
corrosion behavior, and wettability—have been deeply analyzed. To sum up, this is the first time that
DoE has been used for the optimization of superhydrophobic or anticorrosive surfaces by using PVC
precursor for the prediction of an adequate surface morphology as a function of the input operational
parameters derived from electrospinning process with the aim to validate better performance.
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1. Introduction

Recently, great attention in the scientific community has been paid to the design of engineered
wettability surfaces [1] due to their potential applications in a wide variety of industrial applications
such as air filtration [2,3], oil/water separation [4–6], anti-icing [7,8], antibacterial [9], self-cleaning [10]
or even corrosion resistance surfaces [11], among others. Multiple biological surfaces can be found
in nature which exhibit a superhydrophobic behavior such as lotus leaves, duck feathers, or legs of
the water strider and due to this, the development of bioinspired superhydrophobic surfaces is a
continuous challenge [12]. The main strategy is directly influenced by the solid–liquid interfacial
energy which has to be minimized by modifying surface chemistry as well as surface roughness. In this
sense, the combination of a low surface energy with a hierarchical surface roughness with multiscale
surface morphology are the basis to create superhydrophobicity.

Multiple deposition techniques can be found in the bibliography to obtain smart surfaces with
highly wetting properties such as chemical vapor deposition [13], laser irradiation [14], lithography [15],
layer-by-layer assembly [16], and sol–gel process [17], among others. However, a simple, cost-effective,
and highly versatile method for the large-scale fabrication of superhydrophobic nanofibers is the
electrospinning [18]. Hydrophobicity or superhydrophobicity are key surface properties for corrosion
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protection because they result in water and aqueous electrolyte repellence [19] and due to this, multiple
research works can be found related to the fabrication of superhydrophobic surfaces for corrosion
protection [20,21]. In addition, the use of low-cost and scalable techniques to fabricate superhydrophobic
surfaces with multifunctional properties are of great interest for application as robust, self-healing
barrier layers [22].

The roughening hydrophobic polymeric materials by nature through electrospinning introduces
a highly rough structure as well as low surface energy materials based on nanofibrous mats [23].
In the electrospinning, an electrostatic force is used to obtain electrically charged polymeric jet,
which overcomes the surface tension of the polymeric solution. As a result, elongated fibers are
accelerated from the capillary tip and deposited onto the collector with corresponding evaporation
of the solvent [24,25]. Multiple parameters have to be controlled such as the intrinsic polymeric
precursor properties (concentration, molecular weight, viscosity, surface tension, nature of solvent),
the operational condition parameters (applied voltage, flow rate, distance of tip to collector), and the
environmental conditions (relative humidity, temperature) [26,27]. Another aspect to note is that the
surface morphology derived from the electrospun fibers with this specific superhydrophobic behavior
can be also implemented for the design of anticorrosive surfaces [28,29]. In this work, polyvinyl
chloride (PVC) has been selected for the development of the electrospun fiber mats for being a polymer
with a hydrophobic behavior by nature with good anticorrosion properties. The novelty of this work is
that, by an adequate control of the input parameters in the electrospinning process such as solution
concentration, applied voltage and flow rate makes the fabrication of a desired morphological structure
possible. In addition, the use of a design of experiments (DoE) has been conducted in order to define
the most representative factors which directly affects to the surface morphology (average fiber diameter,
roughness), wettability, and corrosion resistance. The experimental results and the surface responses
derived from DoE corroborate that solution concentration has been shown to be the most significant
factor in the wettability, enabling the fabrication of hierarchical fiber/bead composites with an intrinsic
superhydrophobic behavior, whereas the operational process parameters (applied voltage and flow
rate) have shown a much greater effect compared to the solution parameter in the resultant corrosion
resistance of the electrospun PVC fibers. Finally, this is the first time that design of experiments (DoE)
statistical methodology has been implemented over the electrospinning process of PVC electrospun
fibers for the optimization of superhydrophobic or anticorrosive surfaces with the aim to obtain an
adequate surface morphology in a certain industrial or engineering application.

2. Experimental Section

2.1. Materials

Polyvinyl chloride (PVC, MW = 80,000 g/mol), dimethylformamide (DMF), and tetrahydrofuran
(THF) were purchased from Sigma-Aldrich (Saint Louis, MO, USA) and used without any further
purification. Firstly, the fibers obtained by electrospinning were deposited onto standard glass slides
for the characterization of the morphological, optical, and wettability properties of the electrospun
coatings. Secondly, the electrospun fibers were also deposited onto aluminum substrates of a specific
alloy (AA 6061T6) for the characterization of the corrosion tests. Finally, ultrapure water was used in
the contact angle measurements of the electrospun fiber surfaces for the wettability tests.

2.2. Electrospinning Procedure

Polyvinyl chloride (PVC) has been used as the polymeric precursor for the fabrication of the
electrospun fibers. In this work, PVC was dissolved in a 1:1 solvent mixture of THF and DMF in
order to obtain a homogeneous PVC solution. In [30], smooth PVC fibers have been obtained from
14 wt % and 16 wt % solutions by using this THF-DMF binary solvent system in a ratio 1:1. However,
other works have analyzed the effect of varying THF/DMF volume ratio in the resultant fiber diameter
morphology [31,32], showing in all the cases the formation of electrospun fibers in the submicrometric
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range, although in work [32] it has been found that with the increase of DMF ratio, the fiber diameters
became small and the size distribution of the fibers did narrow.

After that, the electrospinning solution was transferred into a 5-mL plastic feeding syringe and
by a strict control of both applied voltage and flow rate, the polymeric solution was repelled from
the tip to the reference substrate (glass slide or aluminum alloy AA6061) which were fixed onto the
aluminum ground collector. A fixed distance of 15 cm between the needle tip and the collector has
been performed for all the tests, using a 20-gauge needle with a specific inner diameter of 0.6 mm.
All the experiments were conducted at room temperature (20 ◦C) at 40% relative humidity (RH) and
the deposition time was fixed for a specific period of time of 15 min. The electrospinning experiments
were conducted at various flow rates and applied voltages by using different PVC concentrations
with the aim to fabricate electrospun polymeric fibers with the desired properties in terms of optical
transmittance, wettability, surface morphology, and corrosion behavior. Finally, all the electrospun
samples have been thermally treated at 80◦ overnight with the aim to improve the adhesion onto the
aluminum reference substrate.

2.3. Characterization of the Electrospun Coatings

UV–vis spectroscopy has been used to characterize the optical properties of the electrospun
PVC fibers. All optical transmittance spectra were taken in the spectral range from 350 to 900 nm
on the UV–vis spectrophotometer at room temperature. A Jasco V-630 spectrophotometer (Agilent,
Santa Clara, CA, USA) has been used to perform all the measurements.

Water contact angle (WCA) measurements have been performed by using a contact angle
goniometer (CAM 100 KSV Instruments, Burlinghton, VT, USA). The measurements have been
performed on five different regions of the electrospun coatings and the average values with their
corresponding standard deviation were reported, respectively.

The resultant surface morphologies of the electrospun PVC coatings—which have been obtained
by different flow rate, polymer concentration, and applied voltage—have been evaluated by using field
emission scanning electron microscope (FE-SEM, Hitachi S4800, Tokyo, Japan). The fiber diameters as
well as the surface roughness of PVC fibers were determined by using atomic force microscopy (AFM,
Veeco Innova, Plainview, NY, USA). In addition, the adhesion of the coating has been determined
by applying a pressure-sensitive adhesive tape onto a grid of small squares previously formed.
The fraction of coating removed from the grid when the adhesive tape is removed is compared with
standard ratings.

Electrochemical corrosion tests based on Tafel polarization curves were carried out using an
Autolab Potentiostat/Galvanostat PGSTAT302 (Metrohm, Herisau, Switzerland). All corrosion tests
were conducted at room temperature in 3.5 wt % NaCl by using a conventional three electrode cell
system composed of a working electrode (WE, bare or coated aluminum sample), a Ag/AgCl reference
electrode (RE), and a platinum counter electrode (CE). It should be noted that before conducting
the tests, all the samples of study were exposed in the electrolyte solution for 30 min with the aim
to stabilize the open circuit potential (OCP). A linear potential sweep in the anodic direction was
conducted at a scan rate of 0.5 mV/s, beginning at 0.15 V below OCP and terminating at 0.15 V above
the OCP. The output from these experiments yielded a polarization curve of the current density versus
the applied potential. The resulting corrosion current can be calculated by using Tafel slope analysis
where it established a relationship between the current density and the electrode potential during the
polarization. The corrosion data were obtained from Tafel polarization curves where it was obtained
by superimposing a straight line on the linear portions of the cathodic and anodic curves. Finally,
other corrosion parameters—such as equivalent weight of the metal, density, or exposed surface—are
also required as input parameters. With this information, the software generates the complete set of
corrosion parameters. Thus, the corrosion rate is calculated according to

Corrosion rate = 327 ×
Icorr. M
V. D. A
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where 327 = 1 year (in seconds)/96,500, and 96,500 = 1 F in coulombs. Icorr is the corrosion current and
is determined by an intersection of the linear portions of the anodic and cathodic sections of the Tafel
curves, M is the atomic mass, V is the valence (number of electrons that are lost during the oxidation
reaction), D is the density, and A is the exposed area of the sample [33].

3. Results and Discussion

First of all, it is important to remark that a study about the influence of specific operational
parameters—such as polymeric concentration, flow rate, and applied voltage—are evaluated with
their corresponding effect in the resultant morphological aspect, optical transmittance, wettability,
and the resultant corrosion behavior. In Figure 1, it is shown a summary graph of the input as well
as output parameters analyzed in this work. In addition, in Table 1 is presented a summary of the
operational parameters for the fabrication of the samples of study. According to this, a total number of
eight samples have been fabricated where the PVC concentration was ranged between 10 wt % and
15 wt %, the flow rate was ranged between 800 µL/h and 1200 µL/h and the applied voltage was ranged
between 10 KV and 15 KV, respectively.

 

1 

 
Figure 1. Summary of the operational parameters for the fabrication of the PVC electrospun fibers
(polymeric concentration, flow rate, and applied voltage) as well as the output parameters analyzed
(fiber diameter, surface roughness, wettability, and corrosion resistance) with their influence by using a
design of experiments (DoE).

Table 1. Summary of the operational inputs parameters for the fabrication of the electrospun fibers as a
function of variable polymeric concentration, flow rate, and applied voltage, respectively.

Sample Concentration (wt %) Flow Rate (µL/h) Voltage (KV)

1 15 800 10
2 15 800 15
3 15 1200 10
4 15 1200 15
5 10 800 10
6 10 1200 10
7 10 800 15
8 10 1200 15
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3.1. Surface Morphology

First of all, it is important to remark that the morphological aspect of the electrospun fibers
have shown a high degree of variation as a function of the PVC concentration. This difference in the
morphological structure of the electrospun fiber mats can be explained by the antagonism between the
whipping instability which is caused by the jet to elongate and the surface tension which is responsible
for bead formation [34]. This antagonism is mainly affected by the intrinsic polymeric precursor
properties, operational parameters, and environmental conditions, and due to this, good control
over all these parameters makes possible to tune the fiber diameter and the surface morphology of
the electrospun mats [35,36]. Among all them, one of the most relevant parameters in the surface
morphology is the polymer concentration because the nanofibers obtained by electrospinning often
exhibit beaded fiber structures, which are greatly associated to the solution properties [37]. According
to this, when the concentration of the spinning solution is enough high, the resultant viscosity also
tends to be high, and as a result, the jet is directly elongated and stretched to the grounded metal
collector, enabling the formation of electrospun defect-free fibers [38]. However, when the viscosity of
the polymer solution is not high enough to overcome the surface tension, the presence of spindle-like
beads is formed during the deposition process [39].

In this work, the experimental results obtained by this study for variable PVC concentration are
in concordance with literature, as it can be appreciated in the SEM images related to Figures 2 and 3,
respectively. In Figure 2, by increasing the PVC solution at a fixed concentration (15 wt %) results in the
formation of electrospun fiber mats which are nearly bead-free (Figure 2a–c) or even free (Figure 2d)
in comparison with the SEM images in Figure 3 (10 wt %), showing a high density of beaded-fibers.
Due to this, it can be confirmed that as a function of the initial polymeric solution, the resultant surface
can be perfectly controlled with the desired morphological features. In addition, the effect of applying
a higher voltage (15 KV) results in the formation of thinner electrospun fibers (Sample 2 and 4) in
comparison with the samples with a lower voltage (10 KV) which corresponds to the Samples 1 and 3,
respectively. Previous works have demonstrated that a high voltage allows stretching forces capable of
promoting the formation of distributed uniform fibers [40,41] and the effect of increasing the applied
voltage produces narrower fibers due to the production of a higher electrostatic repulsive force on the
fluid jet [42,43]. Nevertheless, taking into account other works, an adequate selection of the voltage
depends on the system used such as type of solvent, polymer concentration, and the distance of the tip
to the collector [44,45]. According to the tip-to-collector distance, generally a longer distance yields the
formation of thinner electrospun fibers because it is given enough time for stretching of the jet and
delayed flight time [46], although it has been also observed that too near or too far distances makes
the presence of beads [41] or droplets [47] possible, respectively. However, by using PVC fibers it has
been observed that the mean fiber diameter depends little on the change in the distance between the
needle and the collector in the range of 7.5 cm up to 15 cm, showing a decrease in the number of fiber
defects when the distance is increased [48]. The effect of the flow rate is other parameter that can
control the resultant fiber diameter and due to this, low feeding rates are desirable because the solvent
has enough time for a complete evaporation before reaching the collector. In addition, high flow rates
produce beaded fiber formation due to the unavailability of a proper drying time of the solvent when
the collector is reached [49]. In this work, the selected flow rate or applied voltage are not considered
too high for being a relevant factor for producing highly-density beaded fibers, as it can be observed in
the SEM images of Figure 2.
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As it can be observed in Figure 3, the presence of multiple beads within the fibers are as a result of
lower polymer concentration (10 wt %) than critical value and solution viscosity required to maintain a
stable polymer jet. This effect is more notorious in the Samples 5, 6, and 7 (Figure 3a–c) than in the
Sample 8 (Figure 3d), showing a less amount of beaded fibers. In addition, the magnified SEM images
of the PVC mats in Figure 4 clearly show the aspect of the bead-on-string structures with variable sizes
and shapes of the beads, being mostly with round or oval shape. After observing all the SEM images can
be also concluded that an increase in the fiber diameter has been observed for the highest PVC solution
concentration [25], and due to this the average in the fiber diameter is higher in the Samples 1–4 in
comparison with the Samples 5–8, respectively. This result is in accordance with the literature because
by increasing the solution concentration makes an increase in the resultant fiber diameter possible,
preventing the formation of beads within the fibers [50]. Finally, a crosshatch test has performed in
order to corroborate the resultant adhesion of the electrospun fibers, showing clearly an increase in
the resultant adhesion onto the underlying substrate after thermal treatment. Electrospun samples
without thermal treatment were heavily damaged, making it impossible to perform the crosshatch
test. However, when the electrospun coating has been thermally treated (80◦ overnight), the resultant
fiber film has been not been destroyed when performing the crosshatch test, although the electrospun
coating still showed a low adhesion onto the aluminum substrate because more than 55% of the area
was removed when pulling off the tape.
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Figure 4. Scanning electron microscopy (SEM) images representing the surface morphologies of the
electrospun mats for Sample 5 (a), Sample 6 (b), Sample 7 (c), and Sample 8 (d). The scale bar is 20 µm
in all images.

3.2. Wettability Properties

First of all, it is important to remark that in the present work it has been observed that the water
contact angles were high in all the samples of study because of the intrinsic hydrophobic behavior by
nature of the PVC associated to the presence of chloride functional groups [51]. However, the resultant
WCA measurements on the PVC mats show a wide variation, indicating that electrospun fiber mats
with different wettability have been obtained which is associated to the different morphological
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features, as it was observed in the SEM images. According to this, the minimum WCA obtained was
133.08◦ (less than 150◦) indicating a hydrophobic surface, whereas the maximum WCA value obtained
was 151.18◦ (higher than 150◦) indicating that the electrospun fiber mats exhibit superhydrophobic
behavior [1]. These high values are attributed to the combination of several factors such as the
molecular structure (initial hydrophobicity), the surface roughness of the fibers, the presence of air
packets on the fiber film and the bead fiber formation. The experimental results indicate that the
maximum WCA value is inherent to the samples with a large beaded fibrous morphology (Sample 5),
whereas the minimum WCA value was observed for the sample with beaded-free fibrous morphology
(Sample 4). In addition, between both WCA values was observed for the sample with a low bead
density (Sample 2). In Figure 5, the WCA values for the samples as well as the surface morphology
obtained by AFM images are shown.
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mats with their corresponding AFM images for Sample 4 with free bead density (a), Sample 2 with low
bead density (b), and Sample 5 with high bead density (c), respectively.

The influence of the average roughness and the fiber diameter of the samples has been assessed by
AFM and in Table 2 is presented a summary of the experimental data with their corresponding WCA
values. First of all, as it was previously commented, the high WCA are associated to the combination of
the molecular structure (initial hydrophobicity) and the surface roughness of the fibers. According to
this, the improvement in the wettability properties up to superhydrophobic behavior (greater than 150◦)
of the electrospun fiber mats is mainly caused by the multiscale (hierarchical) roughness of the surface
which is induced by the micro/nano-sized fibers combined with the beads [52]. In addition, previous
works corroborated that the hydrophobicity increased with a reduction in diameter among bead-free
fibers and with the introduction of a high density of relatively small diameters beads [53], even by
using other different binary solvents in the formation of the electrospun fibers [54]. The experimental
results in this work are in concordance with the literature because Samples 5 and 6 have shown a high
density of beads within the fibers with a resultant average fiber diameter in the submicrometric range
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in comparison with the other samples (micrometric range) and the resultant roughness values are
higher for the samples composed of the lowest PVC solution concentration. In addition, the samples
with a higher value in the resultant RMS roughness for the highest PVC concentration also shows an
increase in the wettability (Samples 2 and 3) which presents low density of beads in comparison with
the sample free of beads (Sample 4) or nearly-free beads (Sample 1) which presents a lower value in the
roughness. Finally, after comparing these experimental data, it can be corroborated that samples with
the presence of beads within the fibers has produced an increase in the WCA values induced by an
increase in the corresponding roughness, and as a result, the water droplets sit on the heterogeneous
surface of the fiber and the air, resulting in a Cassie–Baxter state [54,55].

Table 2. Summary of the WCA values, average fiber diameter, RMS roughness, and mean roughness of
all the samples of study.

Sample Water Contact Angle
Measurements (◦)

Average Fiber
Diameter (µm)

RMS Roughness
Sq (µm)

Mean Roughness
Sa (µm)

1 133.1 ± 0.8 1.65 ± 0.43 1.19 0.95
2 144.1 ± 4.0 1.18 ± 0.16 1.75 1.43
3 142.1 ± 1.7 1.80 ± 0.61 1.64 1.39
4 134.8 ± 4.2 1.55 ± 0.15 1.36 1.09
5 151.1 ± 2.9 0.78 ± 0.16 1.28 1.06
6 150.6 ± 4.1 1.04 ± 0.15 1.24 1.08
7 145.8 ± 1.8 1.03 ± 0.19 1.04 0.93
8 134.7 ± 4.5 1.21 ± 0.18 0.98 0.87

3.3. Optical Properties

UV–vis spectra of all PVC samples have been also analyzed in the spectral range of 350–800 nm,
as it can be appreciated in Figures 6 and 7, respectively. In both Figures is analyzed the effect of a
fixed polymeric concentration (10 wt % and 15 wt %) in the resultant transmittance as a function of
variable applied voltage and flow rate. According to this, in the Figure 6 is shown the variation of the
transmittance for samples with the highest PVC concentration (15 wt %), and the resultant electrospun
PVC fibers have shown a low transmittance and poor transparency in the spectral range of study.
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8 134.7 ± 4.5 1.21 ± 0.18 0.98 0.87 
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The experimental results indicate that an increase in the flow rate from 800 µL to 1200 µL at a
fixed voltage (10 KV or 15 KV) produces a decrease in the light transmittance property. This effect can
be clearly appreciated in Figure 2b, with the increase in the flow rate from 800 µL (Sample 1) to 1200 µL
(Sample 3) for a fixed voltage of 10 KV, light transmittance property of PVC fibers have decreased from
2.83% to 2.58% and 1.72% to 1.05% for 400 and 700 nm. This same tendency has been observed for the
Sample 2 (800 µL/h) and Sample 4 (1200 µL/h) for a fixed voltage of 15 KV where the transmittance
was decreased from 1.45% to 0.79% and 1.05% to 0.68% for 400 and 700 nm, respectively. In addition,
one aspect to remark is that this effect of reduction in the optical transmittance can be more notorious
for an increase in the voltage because if it is compared Sample 1 (10 KV) and Sample 2 (15 KV) for a
fixed flow rate at 800 µL/h, the transmittance was decreased from 2.83% to 1.45% and 1.72% to 1.05%
for 400 and 700 nm, whereas if it is compared Sample 3 (10 KV) and Sample 4 (15 KV) for a fixed flow
rate of 1200 µL/h, the light transmittance property is reduced from 2.58% to 0.79% and 1.35% to 0.68%
at the wavelengths of 400 and 700 nm, respectively.

It is worth mentioning that when using a polymeric PVC solution with a low concentration
(10 wt %), the electrospun fibers have shown a better transmittance in the spectral range of study
(see Figure 7) which is associated to the presence of thinner electrospun fibers in comparison with the
fibers obtained by 15 wt % concentration (see Table 2). One aspect to remark is that the same tendency
of less transparence is observed when both flow rate or applied voltage are increased. In Figure 7b we
can see the evolution from 1.35% to 0.68% at 400 nm and from 7.86% to 3.93% at 700 nm when the
flow rate is increased from 800 µL/h (Sample 5) to 1200 µL/h (Sample 6) at a fixed voltage of 10 KV or
a change from 0.71% to 0.38% at 400 nm and from 2.2% to 0.52% at 700nm for Sample 7 (800 µL/h)
and Sample 8 (1200 µL/h) at a fixed voltage of 15 KV, respectively. In addition, as it has happened
for the highest PVC concentration (15 wt %), the effect of increasing the applied voltage from 10 to
15 KV has produced a more significant reduction in the light transmittance of the PVC fibers. More
specifically, a change from 1.35% to 0.71% (at 400 nm) and from 7.86% to 2.22% has been observed
for Sample 5 (10 KV) and Sample 7 (15 KV) at a fixed flow rate of 800 µL/h or a change from 0.67%
to 0.38% (at 400 nm) and from 3.93% to 0.52% for Sample 6 (10 KV) and Sample 8 (15 KV) for a fixed
flow rate of 1200 µL/h, respectively. The main conclusion derived from these experimental results are
associated to the presence of more air pockets which are trapped between the protrusions on the fiber
surface when the flow rate or applied voltage is increased. According to this, these air pockets act
as effective pores of the electrospun fiber mats, making a higher scattering of the light possible and
as a result, the fiber surface has become more opaque with the corresponding decrease in the optical
transmittance in the visible region at 400 nm and 750 nm of the spectral range [56]. It can be concluded
as a function of the initial PVC concentration can be manipulated the resultant optical transmittance
in the visible region from more opaque (high PVC concentration) up to more transparent (low PVC
concentration), although the resultant electrospun fibers show a poor transparency in the visible region.
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One of the main reasons of this low light transmittance can be derived from the fabrication time of
the electrospun fiber coatings and due to this, if the fabrication time is reduced, the fiber surface
becomes more transparent. Finally, due to these optical properties of poor transparency, the optical
transmittance has not been considered as a representative factor in the design of experiments section.

3.4. Anticorrosion Performance

Previous works have demonstrated that the use of electrospun polymeric fibers with an intrinsic
hydrophobic behavior by nature onto different metallic substrates (i.e., brass, steel, aluminum,
magnesium) have been used for the development of effective anticorrosive surfaces. Some representative
examples can be found in the literature such as polyvinylidenefluoride (PVDF) [57,58], polyvinyl
chloride (PVC) [59,60], polystyrene (PS) [61,62], core/shell polyacrylonitrile (PAN) fibers reinforced
waterborne polyurethane (PU) coating [63], polycaprolactone (PCL) [64,65], functionalized poly(acrylic
acid) [66] or block copolymers [28], among others. A summary about different electrospun fibers
coatings employed, as well as the parameters used onto the corresponding metallic reference substrate
is presented in Table 3.

Table 3. Summary of different electrospun coatings with a hydrophobic or even superhydrophobic
behavior deposited onto the metallic substrates with their corresponding deposition parameters.

Electrospun Coating Metallic Substrate Parameters Used Ref.

Poly(vinylidene fluoride)/stearic acid (PVDF/SA) Aluminum sheets 16 KV; 0.8 mL/h; 15 cm distance [57]
Poly(vinylidene fluoride) (PVDF) Q345 steel 12 KV; 15 cm distance [58]

Poly(vinyl chloride) (PVC) Aluminum, copper,
and brass 70 KV; 18 cm distance [59]

Poly(vinyl chloride)/zinc oxide (PVC-ZnO) Aluminum alloy
(AA6061-T6)

8–14 KV; 0.6–1.2 mL/h; 15 cm
distance [60]

Poly(vinyl chloride)/zinc oxide (PVC-ZnO) and
polystyrene/zinc oxide (PS/ZnO)

Aluminum alloy
(AA6061-T6)

8–14 KV; 0.6–1.2 mL/h; 15 cm
distance for PVC11–17 KV; 1.5

mL/h; 15 cm distance for PS
[61]

Polystyrene/aluminum oxide (PS/Al2O3) Commercial aluminum foil 20–25 KV; 1.5–2.0 mL/h; 15 cm
distance [62]

Core-shell polyacrylonitrile fibers reinforced
waterborne polyurethane (PU) coating

Hot dip galvanized (HDG)
steel

13.5 KV; 13.3/1.0 µL/min; 14 cm
distance [63]

Polycaprolactone/zinc oxide nanoparticles (PCL/ZnO) Magnesium alloy (AZ31) 16 KV; 1 mL/h; 15 cm distance [64]
Polycaprolactone (PCL) Magnesium alloy (AZ31) 200 µL/h; 12 cm distance [65]

Functionalized poly(acrylic acid) by chemical vapor
silanization process

Aluminum alloy
(AA6061-T6) 17 KV; 0.5 mL/h; 20 cm distance [66]

Perfluorinated block copolymer Aluminum plates 20 KV; 0.8 mL/h; 5–15 cm
distance [28]

Poly(vinyl chloride) (PVC) Aluminum alloy
(AA6061-T6)

Design of experiments (DoE)
with 10–15 KV; 0.8–1.2 mL/h;

10–15% solution concentration;
15 cm distance

This work

In order to corroborate that PVC electrospun fibers successfully enhance the corrosion resistance,
Tafel polarization tests have been performed in this work. The Tafel plots are displayed in Figure 8
and the results are summarized in Table 4. The main conclusion derived from these results is that all
electrospun fiber mat coatings have reduced the corrosion current density and the corrosion rate of
the reference aluminum substrate (AA6061T6) in two or even three orders of magnitude, indicating
a considerable improvement in the resultant protection efficiency of the reference metallic substrate
(AA6061T6). The best results have been found to the Sample 3 which shows the lowest corrosion
current density and corrosion rate in comparison with the other samples of study.
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Figure 8. Tafel plots corresponding to the aluminum bare substrate and the different aluminum samples
composed of PVC electrospun fiber mats after being tested in 3.5 wt % NaCl aqueous solution.

Table 4. Summary table of the Tafel analysis for uncoated aluminum substrate (6061T6) and PVC
electrospun coatings of all the samples of this study after being tested in 3.5 wt % NaCl aqueous solution.

Sample Icorr (µA/cm2) Ecorr (V) Corrosion Rate (mm/year)

Aluminum (6061T6) 0.14219 −0.73953 1.4948 × 10−4

1 0.0038137 −0.83989 4.0093 × 10−6

2 0.0015504 −0.75222 1.6299 × 10−6

3 0.0001657 −0.88928 1.7420 × 10−7

4 0.00043609 −0.86393 4.5845 × 10−7

5 0.00075333 −0.95068 7.9196 × 10−7

6 0.005038 −0.83759 5.2963 × 10−6

7 0.0023467 −0.82533 2.4670 × 10−6

8 0.0017334 −0.96552 1.8223 × 10−6

3.5. Evolution of Raw Data Using Design of Experiments

The technique of design of experiments (DoE) will be used, specifically a central composite
design (CCD) with one central point. The factors to be studied (voltage, flow rate and polymer
concentration) are shown in Table 5, with their corresponding low and high levels. Likewise,
the response variables to be analyzed are the fiber diameter, water contact angle, surface roughness,
and corrosion resistance, respectively.

Table 5. Design of experiments (DoE) with the factors evaluated with their corresponding low and
high level.

Factor Low Level High Level

(A) Voltage (kV) 10 15
(B) Flow rate (µL/h) 800 1200

(C) PVC concentration 2.037 g (10 wt %) 3.235 g (15 wt %)

3.5.1. Effect on the Fiber Diameter

In Figure 9 is shown the Pareto chart obtained when performing a statistical analysis of the results
for the fiber diameter. It can be stated that the concentration is the most significant factor followed by
the interaction between the voltage and concentration, the flow rate, the voltage and the interaction
between the voltage and the flow rate. It is shown that when the concentration is increased, the fiber
diameter has been also increased as it has been previously commented. In Figure 9b, it is also shown
that the effect of the concentration on the fiber diameter is greater than with voltage and flow rate.
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Figure 9. (a) Pareto chart and (b) the main effects on the average fiber diameter.

The mathematical model for the experimental forces is defined in Equation (1) and the range for
each parameter value is determined by the design of the experiments table shown in Table 3. Finally,
the adjusted R2 statistic obtained in the analysis is 95.85%.

Fiber Diameter = −3.0011 + 0.200838 × Voltage + 0.0001625 × Flow rate + 1.63189 ×

Concentration + 0.000035 × Voltage × Flow rate − 0.0951586 × Voltage × Concentration
(1)

Once the Pareto diagram and the mathematical model have been shown, in Figure 10 it is shown
the surface response obtained for each factor of study.
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3.5.2. Effect on the Surface Roughness

Regarding to the results obtained in the DoE analysis for the surface roughness, it can be seen in
Figure 11 that the concentration is the most significant variable, followed by the interaction between
voltage and flow rate and the interaction between voltage and concentration. However, it is shown that
both the voltage and the flow rate do not have a significant influence, and also, they are the variables
with less influence over the resultant surface roughness. This is also corroborated in Figure 11b where
it is observed how the line that represents the influence of the concentration has a greater slope than
the voltage and the flow rate, respectively. Likewise, it is appreciated that as concentration increases,
the surface roughness is also increased.
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Figure 11. (a) Pareto chart and (b) the main effects on the surface roughness.

The R2 adjusted statistic obtained in the fitting of the model is 99.64% and the equation of the
complete model is depicted in Equation (2).

Roughness (× 10−6 m) = −0.462528 + 0.0771551 × Voltage + 0.00263825 × Flow rate − 0.254841

× Concentration − 0.000213075 × Voltage*Flow rate + 0.0472705 × Voltage × Concentration
(2)

Furthermore, Figure 12 is shown the surface response for the resultant roughness for each of the
three factors studied (concentration, flow rate, and voltage).
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3.5.3. Effect on the Water Contact Angle

The study of the influence of concentration, voltage, and flow rate on the water contact angle can
be observed in Figure 13. On the one hand, the Pareto chart (Figure 13a) shows that concentration
is the most significant factor, followed by the interaction between voltage and concentration and
the interaction between voltage and flow rate. On the other hand, in the graph of the main effects
(Figure 13b), it is observed how the concentration has more influence on the water contact angle than
the flow rate and the voltage. In addition, it is also shown that it has an inverse effect on the contact
angle, because when the concentration is higher, the contact angle is smaller. The main reason of this
increase in the wettability properties is associated to the hierarchical fiber/bead structure [67], making
a multiscale surface morphology possible [68].
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3.5.4. Corrosion Resistance

For the study of corrosion, when performing the DOE analysis, it is observed that in this case,
the voltage and the flow rate are the most significant factors followed by the interaction between the
voltage and the flow rate (see Figure 15). Likewise, in Figure 15a, it can be seen that both factors
have practically the same influence on corrosion, whereas the concentration in this case is not a
significant factor, showing a minimal influence. This conclusion is supported by the main effects graph
(Figure 15b), where it is observed how the slope of the voltage and the flow rate are practically similar
and it is also greater than concentration one. Likewise, it is observed that the variation of voltage and
flow rate is inversely proportional to corrosion.
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The equation of the fitted model is shown in Equation (4) and the adjusted R2 statistic obtained in
the analysis is 89.52%. Furthermore, the surface response for the corrosion resistance are shown in
Figure 16.

Corrosion = 51.3971 − 4.56685 × Voltage − 0.0319732 × Flow rate + 8.67615 × Concentration

+ 0.00354601 × Voltage × Flow rate − 0.00951328 × Flow rate × Concentration
(4)
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4. Conclusions

In this work, PVC electrospun fiber mats with a desired morphology have been successfully
deposited by using the electrospinning technique by controlling three main input parameters such
as the polymeric solution concentration, flow rate, and applied voltage. The resultant morphology
of the PVC fibers has been evaluated by scanning electron microscopy (SEM) and the average fiber
diameter as well as the surface roughness have been assessed by atomic force microscopy (AFM),
respectively. A DoE analysis has been carried out where the fiber diameter, surface roughness,
water contact angle value, and corrosion resistance have been evaluated as a function of these input
parameters. It has been corroborated that the solution parameter was found to be the most influential
and significant factor in the surface morphology (i.e., average fiber diameter, roughness) and in the
resultant wettability properties. More specifically, the lowest PVC polymeric solution (10 wt %) plays a
key factor in the design of a hierarchical fiber/bead surfaces (corroborated by AFM and SEM), showing
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superhydrophobic behavior with a WCA higher than 150◦. However, it has be found that the process
parameters (applied voltage and flow rate) have a much greater effect compared to the solution
parameter in the resultant corrosion resistance of the electrospun PVC fibers. Finally, the results
obtained by this study can serve as a basis for the optimization of both solution and operational
parameters, whenever the wettability and/or corrosion resistance are considered as key factors for the
design of high-performance applications.

Author Contributions: Conceptualization, P.J.R. and J.P.F.; methodology, P.J.R. and J.P.F.; software, J.P.F.; validation,
P.J.R. and J.P.F.; investigation, P.J.R., I.R., J.F.P. and J.P.F.; writing—original draft preparation, P.J.R. and J.P.F.;
writing—review and editing, P.J.R., J.P.F. and R.J.R.; visualization, P.J.R., J.P.F. and R.J.R.; supervision, P.J.R., J.P.F.
and R.J.R. All authors have read and agreed to the published version of the manuscript.

Funding: This research was funded by the Ministerio de Ciencia, Innovación y Universidades-Retos (Project
RTI2018-096262-B-C41–MAITAI, Multidisciplinary Approach for the Implementation of new Technologies to
prevent Accretion of Ice on aircraft), and by the Public University of Navarre (Project PJUPNA1929).

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

References

1. Zhang, X.; Shi, F.; Niu, J.; Jiang, Y.; Wang, Z. Superhydrophobic surfaces: From structural control to functional
application. J. Mater. Chem. 2008, 18, 621–633. [CrossRef]

2. Lv, D.; Wang, R.; Tang, G.; Mou, Z.; Lei, J.; Han, J.; De Smedt, S.; Xiong, R.; Huang, C. Ecofriendly Electrospun
Membranes Loaded with Visible-Light-Responding Nanoparticles for Multifunctional Usages: Highly
Efficient Air Filtration, Dye Scavenging, and Bactericidal Activity. ACS Appl. Mater. Interfaces 2019, 11,
12880–12889. [CrossRef]

3. Zhu, M.; Xiong, R.; Huang, C. Bio-based and photocrosslinked electrospun antibacterial nanofibrous
membranes for air filtration. Carbohydr. Polym. 2019, 205, 55–62. [CrossRef] [PubMed]

4. Ma, W.; Li, Y.; Zhang, M.; Gao, S.; Cui, J.; Huang, C.; Fu, G. Biomimetic Durable Multifunctional Self-Cleaning
Nanofibrous Membrane with Outstanding Oil/Water Separation, Photodegradation of Organic Contaminants,
and Antibacterial Performances. ACS Appl. Mater. Interfaces 2020, 12, 34999–35010. [CrossRef] [PubMed]

5. Zhang, M.; Ma, W.; Cui, J.; Wu, S.; Han, J.; Zou, Y.; Huang, C. Hydrothermal synthesized UV-resistance and
transparent coating composited superoloephilic electrospun membrane for high efficiency oily wastewater
treatment. J. Hazard. Mater. 2020, 383, 121152. [CrossRef]

6. Ma, W.; Dinga, Y.; Zhang, M.; Gao, S.; Li, Y.; Huang, C.; Fu, G. Nature-inspired chemistry toward hierarchical
superhydrophobic, antibacterial and biocompatible nanofibrous membranes for effective UV-shielding,
self-cleaning and oil-water separation. J. Hazard. Mater. 2020, 384, 121476. [CrossRef]

7. Farhadi, S.; Farzaneh, M.; Kulinich, S. Anti-icing performance of superhydrophobic surfaces. Appl. Surf. Sci.
2011, 257, 6264–6269. [CrossRef]

8. Nine, J.; Tung, T.T.; Alotaibi, F.; Tran, D.N.H.; Losic, D. Facile Adhesion-Tuning of Superhydrophobic Surfaces
between “Lotus” and “Petal” Effect and Their Influence on Icing and Deicing Properties. ACS Appl. Mater.
Interfaces 2017, 9, 8393–8402. [CrossRef]

9. Zhang, X.; Wang, L.; Levänen, E. Superhydrophobic surfaces for the reduction of bacterial adhesion. RSC Adv.
2013, 3, 12003. [CrossRef]

10. Bhushan, B.; Jung, Y.C.; Koch, K. Self-Cleaning Efficiency of Artificial Superhydrophobic Surfaces. Langmuir
2009, 25, 3240–3248. [CrossRef]

11. Wang, N.; Xiong, D.; Deng, Y.; Shi, Y.; Wang, K. Mechanically Robust Superhydrophobic Steel Surface
with Anti-Icing, UV-Durability, and Corrosion Resistance Properties. ACS Appl. Mater. Interfaces 2015, 7,
6260–6272. [CrossRef] [PubMed]

12. Sun, T.; Feng, L.; Gao, X.; Jiang, L. Bioinspired Surfaces with Special Wettability. Chemin 2005, 36, 644–652.
[CrossRef]

13. Liu, H.; Feng, L.; Zhai, J.; Jiang, L.; Zhu, D. Reversible Wettability of a Chemical Vapor Deposition Prepared
ZnO Film between Superhydrophobicity and Superhydrophilicity. Langmuir 2004, 20, 5659–5661. [CrossRef]
[PubMed]

http://dx.doi.org/10.1039/B711226B
http://dx.doi.org/10.1021/acsami.9b01508
http://dx.doi.org/10.1016/j.carbpol.2018.09.075
http://www.ncbi.nlm.nih.gov/pubmed/30446139
http://dx.doi.org/10.1021/acsami.0c09059
http://www.ncbi.nlm.nih.gov/pubmed/32663393
http://dx.doi.org/10.1016/j.jhazmat.2019.121152
http://dx.doi.org/10.1016/j.jhazmat.2019.121476
http://dx.doi.org/10.1016/j.apsusc.2011.02.057
http://dx.doi.org/10.1021/acsami.6b16444
http://dx.doi.org/10.1039/c3ra40497h
http://dx.doi.org/10.1021/la803860d
http://dx.doi.org/10.1021/acsami.5b00558
http://www.ncbi.nlm.nih.gov/pubmed/25749123
http://dx.doi.org/10.1002/chin.200544297
http://dx.doi.org/10.1021/la036280o
http://www.ncbi.nlm.nih.gov/pubmed/16459574


Polymers 2020, 12, 2086 18 of 20

14. Long, J.; Fan, P.; Gong, D.; Jiang, D.; Zhang, H.; Li, L.; Zhong, M. Superhydrophobic Surfaces Fabricated
by Femtosecond Laser with Tunable Water Adhesion: From Lotus Leaf to Rose Petal. ACS Appl. Mater.
Interfaces 2015, 7, 9858–9865. [CrossRef]

15. Shiu, J.-Y.; Kuo, C.-W.; Chen, P.; Mou, C.-Y. Fabrication of Tunable Superhydrophobic Surfaces by Nanosphere
Lithography. Chem. Mater. 2004, 16, 561–564. [CrossRef]

16. Bravo, J.; Zhai, L.; Wu, Z.; Cohen, R.E.; Rubner, M.F. Transparent Superhydrophobic Films Based on Silica
Nanoparticles. Langmuir 2007, 23, 7293–7298. [CrossRef]

17. Manca, M.; Cannavale, A.; De Marco, L.; Aricò, A.; Cingolani, R.; Gigli, G. Durable Superhydrophobic and
Antireflective Surfaces by Trimethylsilanized Silica Nanoparticles-Based Sol−Gel Processing. Langmuir 2009,
25, 6357–6362. [CrossRef]

18. Nuraje, N.; Khan, W.S.; Lei, Y.; Ceylan, M.; Asmatulu, R. Superhydrophobic electrospun nanofibers. J. Mater.
Chem. A 2013, 1, 1929–1946. [CrossRef]

19. Montemor, M.; Montemor, M.F. Functional and smart coatings for corrosion protection: A review of recent
advances. Surf. Coat. Technol. 2014, 258, 17–37. [CrossRef]

20. Ran, M.; Zheng, W.; Wang, H. Fabrication of superhydrophobic surfaces for corrosion protection: A review.
Mater. Sci. Technol. 2019, 35, 313–326. [CrossRef]

21. Liu, H.; Szunerits, S.; Xu, W.; Boukherroub, R. Preparation of Superhydrophobic Coatings on Zinc as Effective
Corrosion Barriers. ACS Appl. Mater. Interfaces 2009, 1, 1150–1153. [CrossRef] [PubMed]

22. Nine, J.; Cole, M.A.; Johnson, L.; Tran, D.N.H.; Losic, D. Robust Superhydrophobic Graphene-Based
Composite Coatings with Self-Cleaning and Corrosion Barrier Properties. ACS Appl. Mater. Interfaces 2015, 7,
28482–28493. [CrossRef] [PubMed]

23. Wang, X.; Ding, B.; Yu, J.; Wang, M. Engineering biomimetic superhydrophobic surfaces of electrospun
nanomaterials. Nano Today 2011, 6, 510–530. [CrossRef]

24. Subbiah, T.; Bhat, G.S.; Tock, R.W.; Parameswaran, S.; Ramkumar, S.S. Electrospinning of nanofibers. J. Appl.
Polym. Sci. 2005, 96, 557–569. [CrossRef]

25. Frenot, A.; Chronakis, I.S. Polymer nanofibers assembled by electrospinning. Curr. Opin. Colloid Interface Sci.
2003, 8, 64–75. [CrossRef]

26. Reneker, D.H.; Chun, I. Nanometre diameter fibres of polymer, produced by electrospinning. Nanotechnology
1996, 7, 216–223. [CrossRef]

27. Li, D.; Xia, Y. Electrospinning of Nanofibers: Reinventing the Wheel? Adv. Mater. 2004, 16, 1151–1170. [CrossRef]
28. Grignard, B.; Vaillant, A.; De Coninck, J.; Piens, M.; Jonas, A.M.; Detrembleur, C.; Jérôme, C. Electrospinning

of a Functional Perfluorinated Block Copolymer as a Powerful Route for Imparting Superhydrophobicity
and Corrosion Resistance to Aluminum Substrates. Langmuir 2011, 27, 335–342. [CrossRef]

29. Zhao, Y.; Xing, C.; Zhang, Z.; Yu, L. Superhydrophobic polyaniline/polystyrene micro/nanostructures as
anticorrosion coatings. React. Funct. Polym. 2017, 119, 95–104. [CrossRef]

30. Tarus, B.K.; Fadel, N.; Al-Oufy, A.; El Messiry, M. Effect of polymer concentration on the morphology
and mechanical characteristics of electrospun cellulose acetate and poly (vinyl chloride) nanofiber mats.
Alex. Eng. J. 2016, 55, 2975–2984. [CrossRef]

31. Lee, K.H.; Kim, H.Y.; La, Y.M.; Lee, D.R.; Sung, N.H. Influence of a mixing solvent with tetrahydrofuran
andN,N-dimethylformamide on electrospun poly(vinyl chloride) nonwoven mats. J. Polym. Sci. Part B
Polym. Phys. 2002, 40, 2259–2268. [CrossRef]

32. Zhu, X.; Jiang, X.; Cheng, S.; Wang, K.; Mao, S.; Fan, L.-J. Preparation of high strength ultrafine polyvinyl
chloride fibrous membrane and its adsorption of cationic dye. J. Polym. Res. 2009, 17, 769–777. [CrossRef]

33. Lostado-Lorza, R.; Calvo, M.; Ángeles, M.; Berlanga-Labari, C.; Rivero, P.J. Using the Multi-Response
Method with Desirability Functions to Optimize the Zinc Electroplating of Steel Screws. Metals 2018, 8, 711.
[CrossRef]

34. Al Haddad, Z.A.; Svinterikos, E.; Zuburtikudis, I. Designing electrospun nanocomposite poly(vinylidene
fluoride) mats with tunable wettability. Colloids Surf. A Physicochem. Eng. Asp. 2017, 523, 81–90. [CrossRef]

35. Rivero, P.J.; Redin, D.M.; Rodríguez, R. Electrospinning: A Powerful Tool to Improve the Corrosion Resistance
of Metallic Surfaces Using Nanofibrous Coatings. Metals 2020, 10, 350. [CrossRef]

36. Seeram, R.; Fujihara, K.; Teo, W.E.; Yong, T.; Ma, Z.; Ramaseshan, R. Electrospun nanofibers: Solving global
issues. Mater. Today 2006, 9, 40–50. [CrossRef]

http://dx.doi.org/10.1021/acsami.5b01870
http://dx.doi.org/10.1021/cm034696h
http://dx.doi.org/10.1021/la070159q
http://dx.doi.org/10.1021/la804166t
http://dx.doi.org/10.1039/C2TA00189F
http://dx.doi.org/10.1016/j.surfcoat.2014.06.031
http://dx.doi.org/10.1080/02670836.2018.1560985
http://dx.doi.org/10.1021/am900100q
http://www.ncbi.nlm.nih.gov/pubmed/20355904
http://dx.doi.org/10.1021/acsami.5b09611
http://www.ncbi.nlm.nih.gov/pubmed/26632960
http://dx.doi.org/10.1016/j.nantod.2011.08.004
http://dx.doi.org/10.1002/app.21481
http://dx.doi.org/10.1016/S1359-0294(03)00004-9
http://dx.doi.org/10.1088/0957-4484/7/3/009
http://dx.doi.org/10.1002/adma.200400719
http://dx.doi.org/10.1021/la102808w
http://dx.doi.org/10.1016/j.reactfunctpolym.2017.08.005
http://dx.doi.org/10.1016/j.aej.2016.04.025
http://dx.doi.org/10.1002/polb.10293
http://dx.doi.org/10.1007/s10965-009-9368-6
http://dx.doi.org/10.3390/met8090711
http://dx.doi.org/10.1016/j.colsurfa.2017.03.061
http://dx.doi.org/10.3390/met10030350
http://dx.doi.org/10.1016/s1369-7021(06)71389-x


Polymers 2020, 12, 2086 19 of 20

37. Yoon, Y.I.; Moon, H.S.; Lyoo, W.S.; Lee, T.S.; Park, W.H. Superhydrophobicity of PHBV fibrous surface with
bead-on-string structure. J. Colloid Interface Sci. 2008, 320, 91–95. [CrossRef] [PubMed]

38. Alayande, S.; Dare, E.O.; Msagati, T.A.; Akinlabi, A.K.; Aiyedun, P. Superhydrophobic and superoleophillic
surface of porous beaded electrospun polystrene and polysytrene-zeolite fiber for crude oil-water separation.
Phys. Chem. Earth Parts A/B/C 2016, 92, 7–13. [CrossRef]

39. Cengiz, U.; Avci, M.Z.; Erbil, H.Y.; Sarac, A.S. Superhydrophobic terpolymer nanofibers containing
perfluoroethyl alkyl methacrylate by electrospinning. Appl. Surf. Sci. 2012, 258, 5815–5821. [CrossRef]

40. Cozza, E.S.; Monticelli, O.; Marsano, E.; Cebe, P. On the electrospinning of PVDF: Influence of the experimental
conditions on the nanofiber properties. Polym. Int. 2012, 62, 41–48. [CrossRef]

41. Megelski, S.; Stephens, J.S.; Chase, A.D.B.; Rabolt, J.F. Micro- and Nanostructured Surface Morphology on
Electrospun Polymer Fibers. Macromology 2002, 35, 8456–8466. [CrossRef]

42. Katti, D.S.; Robinson, K.W.; Ko, F.K.; Laurencin, C.T. Bioresorbable nanofiber-based systems for wound
healing and drug delivery: Optimization of fabrication parameters. J. Biomed. Mater. Res. 2004, 70, 286–296.
[CrossRef] [PubMed]

43. Nair, L.S.; Bhattacharyya, S.; Bender, J.D.; Greish, Y.E.; Brown, P.W.; Allcock, H.R.; Laurencin, C.T. Fabrication
and Optimization of Methylphenoxy Substituted Polyphosphazene Nanofibers for Biomedical Applications.
Biomacromolecules 2004, 5, 2212–2220. [CrossRef] [PubMed]

44. Yee, W.A.; Kotaki, M.; Liu, Y.; Lu, X. Morphology, polymorphism behavior and molecular orientation of
electrospun poly(vinylidene fluoride) fibers. Polymer 2007, 48, 512–521. [CrossRef]

45. Chanunpanich, N.; Lee, B.; Byun, H. A study of electrospun PVDF on PET sheet. Macromol. Res. 2008, 16,
212–217. [CrossRef]

46. Doshi, J.; Reneker, D.H. Electrospinning process and applications of electrospun fibers. J. Electrost. 1995, 35,
151–160. [CrossRef]

47. Ki, C.-S.; Baek, D.H.; Gang, K.D.; Lee, K.H.; Um, I.C.; Park, Y.H. Characterization of gelatin nanofiber
prepared from gelatin–formic acid solution. Polymer 2005, 46, 5094–5102. [CrossRef]

48. LPham, Q.; Uspenskaya, M.V. Morphalogy pvc nanofiber, produced by electrospinning method.
In International Multidisciplinary Scientific GeoConference Surveying Geology and Mining Ecology Management;
SGEM: Sofia, Boulgaria, 2019; Volume 19, pp. 289–295.

49. Wannatong, L.; Sirivat, A.; Supaphol, P. Effects of solvents on electrospun polymeric fibers: Preliminary
study on polystyrene. Polym. Int. 2004, 53, 1851–1859. [CrossRef]

50. Hekmati, A.H.; Rashidi, A.; Ghazisaeidi, R.; Drean, J.-Y. Effect of needle length, electrospinning distance,
and solution concentration on morphological properties of polyamide-6 electrospun nanowebs. Text. Res. J.
2013, 83, 1452–1466. [CrossRef]

51. Yuan, Z.; Chen, H.; Zhang, J. Facile method to prepare lotus-leaf-like super-hydrophobic poly(vinyl chloride)
film. Appl. Surf. Sci. 2008, 254, 1593–1598. [CrossRef]

52. Nosonovsky, M.; Bhushan, B. Hierarchical roughness optimization for biomimetic superhydrophobic surfaces.
Ultramicroscopy 2007, 107, 969–979. [CrossRef] [PubMed]

53. Ma, M.; Mao, Y.; Gupta, M.; Gleason, K.K.; Rutledge, G.C. Superhydrophobic Fabrics Produced by
Electrospinning and Chemical Vapor Deposition. Macromology 2005, 38, 9742–9748. [CrossRef]

54. Asmatulu, R.; Ceylan, M.; Nuraje, N. Study of Superhydrophobic Electrospun Nanocomposite Fibers for
Energy Systems. Langmuir 2011, 27, 504–507. [CrossRef] [PubMed]

55. Darmanin, T.; Guittard, F. Recent advances in the potential applications of bioinspired superhydrophobic
materials. J. Mater. Chem. A 2014, 2, 16319–16359. [CrossRef]

56. Acik, G.; Cansoy, C.E.; Kamaci, M. Effect of flow rate on wetting and optical properties of electrospun
poly(vinyl acetate) micro-fibers. Colloid Polym. Sci. 2018, 297, 77–83. [CrossRef]

57. Cui, M.; Xu, C.; Shen, Y.; Tian, H.; Feng, H.; Li, J. Electrospinning superhydrophobic nanofibrous
poly(vinylidene fluoride)/stearic acid coatings with excellent corrosion resistance. Thin Solid Films 2018,
657, 88–94. [CrossRef]

58. Dong, Y. Effect of the Morphology of Electrospun Polyvinylidene Fluoride Nanofiber on Corrosion Property
of Q345 Steel. Int. J. Electrochem. Sci. 2017, 12, 11064–11076. [CrossRef]

59. Es-Saheb, M.; Elzatahry, A.A.; Sherif, E.-S.M.; Alkaraki, A.S.; Kenawy, E.-R. A novel electrospinning
application for polyvinyl chloride nanofiber coating deposition as a corrosion inhibitor for aluminum, steel,
and brass in chloride solutions. Int. J. Electrochem. Sci. 2012, 7, 5962–5976.

http://dx.doi.org/10.1016/j.jcis.2008.01.029
http://www.ncbi.nlm.nih.gov/pubmed/18255089
http://dx.doi.org/10.1016/j.pce.2015.10.002
http://dx.doi.org/10.1016/j.apsusc.2012.02.107
http://dx.doi.org/10.1002/pi.4314
http://dx.doi.org/10.1021/ma020444a
http://dx.doi.org/10.1002/jbm.b.30041
http://www.ncbi.nlm.nih.gov/pubmed/15264311
http://dx.doi.org/10.1021/bm049759j
http://www.ncbi.nlm.nih.gov/pubmed/15530035
http://dx.doi.org/10.1016/j.polymer.2006.11.036
http://dx.doi.org/10.1007/BF03218855
http://dx.doi.org/10.1016/0304-3886(95)00041-8
http://dx.doi.org/10.1016/j.polymer.2005.04.040
http://dx.doi.org/10.1002/pi.1599
http://dx.doi.org/10.1177/0040517512471746
http://dx.doi.org/10.1016/j.apsusc.2007.07.140
http://dx.doi.org/10.1016/j.ultramic.2007.04.011
http://www.ncbi.nlm.nih.gov/pubmed/17570591
http://dx.doi.org/10.1021/ma0511189
http://dx.doi.org/10.1021/la103661c
http://www.ncbi.nlm.nih.gov/pubmed/21171580
http://dx.doi.org/10.1039/C4TA02071E
http://dx.doi.org/10.1007/s00396-018-4443-3
http://dx.doi.org/10.1016/j.tsf.2018.05.008
http://dx.doi.org/10.20964/2017.12.73


Polymers 2020, 12, 2086 20 of 20

60. Iribarren, A.; Rivero, P.J.; Berlanga-Labari, C.; Larumbe, S.; Miguel, A.; Palacio, J.F.; Rodríguez, R.
Multifunctional Protective PVC-ZnO Nanocomposite Coatings Deposited on Aluminum Alloys by
Electrospinning. Coatings 2019, 9, 216. [CrossRef]

61. Rivero, P.J.; Iribarren, A.; Larumbe, S.; Palacio, J.F.; Rodríguez, R. A Comparative Study of Multifunctional
Coatings Based on Electrospun Fibers with Incorporated ZnO Nanoparticles. Coatings 2019, 9, 367. [CrossRef]

62. Radwan, A.B.; Abdullah, A.M.; Mohamed, A.M.A.; Al-Maadeed, M.A. New electrospun polystyrene/Al2O3
nanocomposite superhydrophobic coatings; Synthesis, characterization, and application. Coatings 2018, 8, 65.
[CrossRef]

63. Xu, S.; Li, J.; Qiu, H.; Xue, Y.; Yang, J. Repeated self-healing of composite coatings with core-shell fibres.
Compos. Commun. 2020, 19, 220–225. [CrossRef]

64. Kim, J.; Mousa, H.M.; Park, C.H.; Kim, C.S. Enhanced corrosion resistance and biocompatibility of AZ31 Mg
alloy using PCL/ZnO NPs via electrospinning. Appl. Surf. Sci. 2017, 396, 249–258. [CrossRef]

65. Hanas, T.; Kumar, T.S.S.; Perumal, G.; Doble, M. Tailoring degradation of AZ31 alloy by surface pre-treatment
and electrospun PCL fibrous coating. Mater. Sci. Eng. C 2016, 65, 43–50. [CrossRef] [PubMed]

66. Rivero, P.J.; Yurrita, D.; Berlanga-Labari, C.; Palacio, J.F.; Rodríguez, R. Functionalized Electrospun Fibers for
the Design of Novel Hydrophobic and Anticorrosive Surfaces. Coatings 2018, 8, 300. [CrossRef]

67. Li, W.; Yu, Q.; Yao, H.; Zhu, Y.; Topham, P.D.; Yue, K.; Ren, L.; Wang, L. Superhydrophobic hierarchical
fiber/bead composite membranes for efficient treatment of burns. Acta Biomater. 2019, 92, 60–70. [CrossRef]

68. Lim, J.-M.; Yi, G.-R.; Moon, J.H.; Heo, C.-J.; Yang, S.-M. Superhydrophobic Films of Electrospun Fibers with
Multiple-Scale Surface Morphology. Langmuir 2007, 23, 7981–7989. [CrossRef]

© 2020 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access
article distributed under the terms and conditions of the Creative Commons Attribution
(CC BY) license (http://creativecommons.org/licenses/by/4.0/).

http://dx.doi.org/10.3390/coatings9040216
http://dx.doi.org/10.3390/coatings9060367
http://dx.doi.org/10.3390/coatings8020065
http://dx.doi.org/10.1016/j.coco.2020.04.007
http://dx.doi.org/10.1016/j.apsusc.2016.10.092
http://dx.doi.org/10.1016/j.msec.2016.04.017
http://www.ncbi.nlm.nih.gov/pubmed/27157726
http://dx.doi.org/10.3390/coatings8090300
http://dx.doi.org/10.1016/j.actbio.2019.05.025
http://dx.doi.org/10.1021/la700392w
http://creativecommons.org/
http://creativecommons.org/licenses/by/4.0/.

	Introduction 
	Experimental Section 
	Materials 
	Electrospinning Procedure 
	Characterization of the Electrospun Coatings 

	Results and Discussion 
	Surface Morphology 
	Wettability Properties 
	Optical Properties 
	Anticorrosion Performance 
	Evolution of Raw Data Using Design of Experiments 
	Effect on the Fiber Diameter 
	Effect on the Surface Roughness 
	Effect on the Water Contact Angle 
	Corrosion Resistance 


	Conclusions 
	References

