TEMPERATURE AND HUMIDITY EFFECTS ON CHITOSAN FIBERS
DURING ELECTROSPINNING

A THESIS SUBMITTED TO
THE GRADUATE SCHOOL OF NATURAL AND APPLIED SCIENCES
OF
ATILIM UNIVERSITY

BY

MUNDHER AL-ARAJI

IN PARTIAL FULFILLMENT OF THE REQUIREMENTS
FOR
THE DEGREE OF MASTER OF SCIENCE
IN
THE DEPARTMENT OF CHEMICAL ENGINEERING AND APPLIED
CHEMISTRY

MAY 2020

Approval of the Graduate School of Natural and Applied Sciences, Atılım
University.

Prof. Dr. Ali KARA

I certify that this thesis satisfies all the requirements as a thesis for the degree of Master
of Science in Atılım University.

Prof. Dr. Şeniz ÖZALP YAMAN
Head of Department
This is to certify that we have read the thesis “TEMPERATURE AND HUMIDITY
EFFECTS ON CHITOSAN FIBERS DURING ELECTROSPINNING” submitted by
“MUNDHER AL-ARAJI” and that in our opinion it is fully adequate, in scope and
quality, as a thesis for the degree of Master of Science.

Assoc. Prof. Dr. Sultan Belgin İŞGÖR
Co-Supervisor

Prof. Dr. Hilal ŞAŞMAZEL
Supervisor

Examining Committee Members:
Prof. Dr. Şeniz ÖZALP YAMAN
Chemical Engineering and Applied Chemistry
Department, Atılım University
Assoc. Prof. Dr. Sinan EĞRİ
Bioengineering Dept., Gaziosmanpaşa University
Prof. Dr. Hilal ŞAŞMAZEL
Metallurgical and Materials Eng.
Department, Atılım University

Date: 15/5/2020

I hereby declare that all information in this document has been obtained and presented
in accordance with academic rules and ethical conduct. I also declare that, as required
by these rules and conduct, I have fully cited and referenced all material and results
that are not original to this work.

Name, Last Name: MUNDHER AL-ARAJI

Signature:

ABSTRACT

TEMPERATURE AND HUMIDITY EFFECTS ON CHITOSAN FIBERS
DURING ELECTROSPINNING

AL-ARAJI, Mundher Abid Ali
MsC., Department of Chemical Engineering and Applied Chemistry
Supervisor: Prof. Dr. Hilal ŞAŞMAZEL
Co-Supervisor: Assoc. Prof. Dr. Sultan Belgin İŞGÖR
May 2020, 56 pages

During this research, a natural biodegradable polysaccharide, chitosan (CS), is
employed to prepare nanofibers. The temperature and humidity results of the
electrospinning process on chitosan fibers are examined within ideal parameters, and
these parameters embrace 7 cm for the distance between the needle and collector. In
addition, the flow rate was fixed at 2 µl / min, while applied voltage was at 16.5 kV.
The process of obtaining a polymer solution was administered by dissolving chitosan
powder in trifluoroacetic acid (TFA) on a hot plate ranging between 50 – 55°C with a
magnetic stirrer until a homogenous solution was procured. Specific examinations of
the chitosan fibers were conducted by SEM, ATR-FTIR, and DSC. Scanning Electron
Microscopy (SEM) was employed to observe the morphology of chitosan fibers, while
Attenuated Total Reflection Fourier Transform Infrared (ATR-FTIR) was employed
to investigate the chemical structural analyses of the chitosan fibers. Differential
Scanning Calorimeter (DSC) was done in order to show the melting enthalpy and its
temperature changes for different cases of temperature and humidity. The average fiber
diameter, pore size distribution, and percentage porosity values were found via ImageJ
program (Version, 1.52a) using SEM photographs taken from SEM analysis. The
average fiber diameter was determined to be in the range of (260 ± 2.20 – 442 ± 2.72
nm), whereas the pore size distribution (0.039 ± 0.004 – 0.063 ± 0.007 µm) and the
porosity was in the range of (49 – 60 %). According to the results of SEM analysis,
the fiber diameter decreased with increase in temperature, the pore size distribution
iii

and the percentage porosity of chitosan fibers were increased by raising the
temperature. In contrast, the average fiber diameter increased after raising the
humidity, including the pore size distribution and porosity. ATR-FTIR results showed
that the chemical structure of chitosan has the same composition for various cases of
the ambient parameters. Thermal properties of chitosan fibers were studied by DSC
and the results showed that the variation of temperature and humidity in the production
of chitosan fibers leads to change in the melting enthalpy and its temperature.
Key words: Electrospinning, Chitosan, Temperature, Humidity, Nanofibers
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ÖZ

ELEKTROEĞİRME PROSESİ BOYUNCA SICAKLIK VE NEM
PARAMETRELERİNİN KİTOSAN FİBERLER ÜZERİNE ETKİSİ
AL-ARAJI, Mundher Abid Ali
Yüksek Lisans, Kimya Mühendisliği ve Uygulamalı Kimya Bölümü
Tez Danışmanı: Prof. Dr. Hilal ŞAŞMAZEL
Eş-Danışman: Doç. Dr. Sultan Belgin İŞGÖR
Mayıs 2020, 56 sayfa

Bu çalışmada, doğal biyobozunur polisakkarit, kitosan (CS), kullanılarak nanofiberler
elde edilmiştir. Elektroeğirme işleminin sıcaklık ve nem parametrelerinin kitoson
fiberler

üzerine

etkisi

optimize

edilmiş

parametrelerle

araştırılmıştır.

Bu

parametrelerden iğne ve toplayıcı arasındaki mesafe 7 cm’dir. Ek olarak, akış hızı 2
µl/dk iken, uygulanan voltaj ise 16,5 kV’dir. Kullanılan polimer çözeltisi, kitosan
polimerinin trifloroasetik asit (TFA) içerisinde 50 – 55°C’de sıcak plaka üzerinde
manyetik karıştırıcı ile homojen çözelti elde edilene kadar karıştırılması ile elde
edilmiştir. Kitosan fiberlerinin karakteristik özellikleri SEM, ATR-FTIR ve DSC ile
tayin edilmiştir. Kitosan fiberlerinin morfolojik özellikleri Taramalı Elektron
Mikroskopisi (SEM) ile, kimyasal yapı analizi ise Zayıflatılmış Toplam Yansıma Fourier Dönüşümlü Kızılötesi Spektrometresi (ATR-FTIR) ile incelenmiştir. Farklı
sıcaklık ve nem parametreleri için erime entalpisi ve sıcaklık değişimleri Diferansiyel
Taramalı Kalorimetre (DSC) ile belirlenmiştir. Ortalama fiber çapı, gözenek boyutu
dağılımı ve yüzde gözeneklilik değerleri, SEM analizinden alınan fotoğraflarla ImageJ
programı (Versiyon, 1.52a) kullanılarak tayin edilmiştir. Ortalama fiber çapı (260 ±
2.20 – 442 ± 2.72 nm), gözenek boyutu dağılımı (0.039 ± 0.004 – 0.063 ± 0.007 µm)
ve yüzde gözeneklilik ise (% 49 – 60) aralığında bulunmuştur. SEM analizi
sonuçlarına göre sıcaklık artışı ile; ortalama fiber çapı azalmış, gözenek boyutu
dağılımı ve yüzde gözeneklilik ise artmıştır. Buna karşılık nem artışı ile ise; ortalama
fiber çapı, gözenek boyutu dağılımı ve yüzde gözeneklilik artmıştır. ATR-FTIR
v

sonuçları ile, kitosanın kimyasal yapısının çeşitli ortam parametreleri için aynı
bileşime sahip olduğu görülmüştür. Kitosan fiberlerinin termal özellikleri DSC ile
araştırılmış, sonuçlar kitosan fiberi üretimindeki sıcaklık ve nem değişikliğinin erime
entalpisi ve sıcaklığında değişime yol açtığını göstermiştir.
Anahtar kelimeler: Elektroeğirme, Kitosan, Sıcaklık, Nem, Nanofiberler
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CHAPTER 1
INTRODUCTION

Tissue engineering procedures mainly include three key parts: cells, biochemical or
mechanical stimuli and scaffolds. Scaffolds ordinarily work as the foundation for
several procedures to support tissue production. Despite a broad variety of scaffold
substances being available, scaffolds of the polymeric are generally used as carriers
for bioactive factor delivery and promoting tissue growth. Considering the nanofibers
of the polymer being suited for several applications, these nanofibers are employed in
tissue engineering; moreover, to restore a difference of tissues in trials. The demand
for nanofibers is described in several studies concentrating on their application,
interaction with cells and production [1]. Electrospinning offers a unique method for
producing nanofibers from polymer solutions, which can be used for advanced
application in tissue scaffolding and chemical and biomedical sensors [2]. The process
of electrospinning considers a broadly utilized technology that uses electrical powers
to fabricate polymer fibers with diameters varying from 2 nm to many micrometers
[3], [4]. Electrospinning has gained popularity in the last 10 years due in large part to
an increased interest in nanoscale properties and technologies [5]. Despite the apparent
simplicity of the electrospinning principle, the process itself is quite complicated
because many parameters influence the properties of the acquired nanofibrous
structures [6]. These parameters can be merged into three groups, i.e. solution
parameters, processing parameters, and ambient parameters [7]. The polymers used in
the process are classified into two types: natural and synthetic. In comparison with
their synthetic counterparts, natural polymers generally have better biocompatibility
and hence are more suitable for the human body. However, to convert a natural
polymer into submicron or nanometer fibers through electrospinning is usually more
difficult than producing a synthetic polymer, and for this reason, relatively few studies
addressing electrospinning of some natural polymers can be found [8]. In this study,
the natural polymer material, chitosan was used to produce nanofibers. Chitosan is a
linear polymer of α (1→4)-linked 2-amino-2-deoxy-β-D-glucopyranose and is easily
1

derived by N-deacetylation to a varying extent that is characterized by the degree of
deacetylation and is consequently a copolymer of N-acetylglucosamine and
glucosamine [9].
Previous studies have mostly concentrated on synthetic polymers, which are easier
producing nanofibers than natural polymers [10]. Also, some of the other studies used
process and solution parameters, but more attention was given to process and solution
parameters studies than ambient parameters [11]. In this study, the ambient parameter
was used in addition to the process and solution parameters. The other difference is for
studies in most of the previous research, more than one polymer was used to produce
nanofibers [12]. In contrast, this study used one polymer.
The main goal of this work is to study the effect of the temperature and relative
humidity on chitosan fibers (taking 8 wt.% for the concentration of chitosan) and
prepare the chitosan fibers under different circumstances of temperature and humidity.
In addition, the purpose of investigating these effects of the temperature and relative
humidity on the fibers is to obtain continuous free bead-less fibers.

2

CHAPTER 2
LITERATURE REVIEW

2.1. Electrospinning
2.1.1. History of Electrospinning
Electrospinning is an old technique which was first observed in 1897 by Rayleigh,
studied meticulously by Zeleny on electrospraying [13], and patented by Formhals in
1934 [14]. Taylor’s work on electrically driven jets laid the foundation for
electrospinning [15]. The term “electrospinning,” which derives from “electrostatic
spinning,” has been in common use relatively recently (since around 1994), but its
origin can be traced back more than 60 years [16]. From 1934 to 1944, Formhals
published a series of patents outlining an experimental setup for the production of
polymer filaments utilizing an electrostatic force [17]. The first patent (US Patent
Number: 2116942) on electrospinning was issued for the fabrication of textile yarns
and a voltage of 57 kV was utilized for electrospinning cellulose acetate using acetone
and monomethyl ether of ethylene glycol as solvents [16]. This process was patented
by Antonin Formhals in 1934 who was subsequently granted related patents (U.S.
Patents 2116942, 2160962 and 2187306) in 1938, 1939, and 1940 [18]. Formhals'
spinning process consists of a movable thread collecting device to collect threads in
an elongated state, like that of a spinning drum in conventional spinning [19]. About
50 patents for electrospinning polymer melts and solutions have been filed in the past
60 years [20]. Vonnegut and Newbauer in 1952 invented a simple device for electrical
atomization and produced streams of highly electrified uniform droplets of about 0.1
mm in diameter [21]. After that, Drozin in 1955 examined the dispersion of a series of
liquids into aerosols under high electric potentials [22], and Simons in 1966 patented
an apparatus for the production of non-woven fabrics that were ultra-thin and very
light in weight with various patterns using electrical spinning [23]. In 1971,
Baumgarten invented an apparatus to electrospin acrylic fibers with diameters in the
range of 0.05 – 1.1 μm [24]. Since the 1980s, particularly recently, the electrospinning
3

process has regained more attention probably due to a surging interest in
nanotechnology, as ultrafine fibers or fibrous structures of various polymers with
diameters down to submicrons or nanometers can be easily assembled with this process
[17]. The surge in popularity of the electrospinning process can be understood by the
fact that over 200 universities and research institutes worldwide are studying various
aspects of the electrospinning process and the fiber it produces. Also, the number of
patents for applications based on electrospinning has grown in recent years [16]. Some
companies such as eSpin Technologies, NanoTechnics, and KATO Tech are actively
engaged in reaping the benefits of the unique advantages offered by electrospinning,
while companies such as Donaldson Company and Freudenberg have been using this
process for the last two decades in their air filtration products [25].

2.1.2. Electrospinning Process
Electrospinning is a method in which materials in solution or melt are formed into
nano - or micro - sized continuous fibers (Figure 2.1) shows a schematic illustration of
the basic setup for electrospinning.

Figure 2.1 Schematic illustration of the basic setup for electrospinning [26].

It consists of three main components: a high-voltage source, a syringe pump, and a
collector [26]. The electrospinning technique can be regarded as a variant of the
electrostatic spraying (electrospraying) process, as both techniques use high voltage to
induce the formation of liquid jets [27]. Small droplets or particles are formed as a
4

result of the break-up of the electrified jet in electrospraying, whereas a solid fiber is
formed as the electrified jet is elongated in electrospinning and this process employs
electrostatic forces to stretch the solution or melt it as it solidifies [28]. The process of
electrospinning in general occurs within the atmosphere of a room which implies the
temperature and humidity [27]. The electrostatic forces transforming the liquid cause
the formation of the droplet to convert from a rounded meniscus into the Taylor cone,
a phenomenon observed due to the electrostatic repulsions among similar charges
toward the liquid [15]. At this crucial stage, the applied electric range eventually
converts more apparently and succeeds the surface tension of the liquid beginning with
a jet of the solution stretched from the top of the Taylor cone. Also, as the jet moves
through the air, the current changes from ohmic to convective because of the charges
transferring to the surface of the fiber. Furthermore, an unbalanced vortex of the jet
occurs in the gap between the tip and the collector [7].

2.1.3. Types of Electrospinning
2.1.3.1- Basic Needle Based Electrospinning
Generally, there are vertical and horizontal set ups and these are the two standards for
electrospinning as shown in Figure 2.2 [29].

Figure 2.2. The vertical and horizontal setup for electrospinning [7].

5

There are many types of basic needle based and some of these are:
2.1.3.1.1- Multi-axial Electrospinning
Modern attempts in electrospinning focus on changing the fibers with structural
characteristics like core-sheath, hollow, porous, as well as tri-axial-channel threads for
use in different applications. the Figure 2.3(a, b) shown the setup for multi-axial
electrospinning [30].

Figure 2.3. Multi-axial electrospinning with different setup: (a) Co-axial
electrospinning & (b) Tri-axial electrospinning [30].

2.1.3.1.1.1- Coaxial Electrospinning
Core-sheath threads are created by coaxial electrospinning, where a coaxial spinneret
is formed outside and the inner needle is generally utilized as shown in Figure 2.3(a).
Coaxial electrospinning could generate threads from several solution partners, coresheath, hollow, and practical fibers that may include particles. A hollow fiber is created
using coaxial electrospinning usually by a temporary substance as the core and the
original material as the shell. Depending on the post-spinning method, oil is usually
used as the substitute material as it is almost always easier to remove it than different
higher molecular weight substances [30].
2.1.3.1.1.2- Tri-axial Electrospinning
In triaxial electrospinning, three polymer liquids are poured into a composite Taylor
cone utilizing a spinneret as shown in Figure 2.3(b). Triaxial fibers could be produced
with differing hydrophobicity and mechanical force [30].

6

2.1.3.1.2- Bi-component Electrospinning
The picture for the bi-component side by side electrospinning is shown in Figure 2.4.

Figure 2.4. The setup of electrospinning for side by side bi- component [26].

where the two plastic syringes, each including a polymer liquid, are side-by-side. A
typical syringe pump controlled the flow rate of these two polymer solutions. The
platinum electrodes immersed in each of these solutions were connected in parallel
into a high voltage DC supply, and the free tips of the Teflon needles connected to the
syringes were adhered together [31]. The reason for the side-by-side bi-component
thread is that the single thread can show the characteristics of all of the components of
the fiber [29].
2.1.3.1.3- Multi-needle Electrospinning
The most direct approach to raising productivity is increasing the number of needles,
which is connected to multi-needle electro-spinning as shown in Figure 2.5 [30].

Figure 2.5. Multi-needle based electrospinning [30].
7

Here the polymer solution is applied through multiple needles joined into a high
voltage supply, and the syringe pump is used to pump the spinning solvent to the
spinneret setup; also, other spinning solutions could be injected individually into two
different sets within the same multiple spinneret setups. Due to the large mass of the
spinning solvent transfer, a high voltage is required for continuous electrospinning.
The disadvantages of this process include blocking at the top of the needles and
cleansing of multiple needles, unsettled electric field force and the difference in fiber
size distribution. However, even though a high flow rate (1–18 mL/h) could be
obtained in multi-needle methods, the repulsion of adjacent jets in multi-needles is still
an issue [30].
2.1.3.1.4- Electroblowing/Gas-assisted/Gas jet Electrospinning
Electroblowing is a method which mixes electrostatic nanofiber products
(electrospinning) beside airflow around the spinneret as shown in Figure 2.6 [32].

Figure 2.6. Gas jet electrospinning [34].

Also, the tangential powers of the flowing air working on a drop of mixture add to the
creation of the Taylor cone and production of the nanofiber [32]. With the extra
elongating force supplied by the gas stream, small diameter fibers are created [33]. A
combination of forces of the electric field is applied and the airflow augments the
performance of the electrospinning method, and airflow accelerates the vaporization
of solvent from the solution. This is the only method in which hyaluronic acid could
spin in its native mode [30].

8

2.1.3.1.5- Magnetic Field Assisted Electrospinning
Juan A. Gonzalez Sanchez et al. described the formation of polymeric nanofibers,
including magnetic nanoparticles, using electrospinning supported by a magnetic field
[35]. Figure 2.7 shown the set up for magnetic field assisted electrospinning.

Figure 2.7. The set up for magnetic field assisted electrospinning [35].

A magnetic field was employed in situ through the electrospinning process. For this
purpose, a combination of Helmholtz Coils, all having 200 turns, providing a current
ranging from 1 A to 3 A, were utilized. The coils were parted with a distance equal to
the radius of the annular loops (10.5 cm). A step machine was used to rotate the
specimen holder during deposition. By observing the electrospinning method, it can
be seen that with the utilization of the electromagnetic field via fiber deposition, the
polymer stream results were more fixed to the target. The nanofibers produced had a
diameter ranging from 100 nm to 700 nm [35].

9

2.1.3.1.6- Conjugate Electrospinning
The system used in conjugate electrospinning is depicted in Figure 2.8.

Figure 2.8. The conjugate electrospinning [104].

It contains two or three very high voltage power supplies with different polarities, two
or three spinnerets, and a collector drum. Two or three programmable pumps are
employed to control the transfer rate of solutions. Power supplies are connected with
spinnerets, sequentially. Spinnerets are arranged in reverse positions on the identical
horizontal line. Syringes independently deliver the solution to two or three spinnerets.
The target is a rotating drum controlled by a stepping motor. The fibers of the two or
three in reverse become charged electrospinning spinnerets received and elongated via
the drum collector at a fixed speed. The nanofiber assemblies, which can be generated
by this technique, are dehydrated below vacuum at room temperature [36].
2.1.3.1.7- Centrifugal Electrospinning
During centrifugal electrospinning, the force contributing to the stretching of the
solution droplet into fibers is a mixture of centrifugal power and electrostatic energy
[37]. Figure 2.9 shown the setup of centrifugal spinning.
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Figure 2.9. Centrifugal spinning[105].

Externally, with the application of high voltage, the simple centrifugal spinning of
fibers needs the spinneret to revolve at thousands of rpms. However, in centrifugal
electrospinning, the revolution speed can be decreased by 50%. The electric field is
provided to stretch the jets to minimal dimensions below the simultaneous drying of
the solvent, transmitting a dry nano-fibrous cover on the substrate. With the
introduction of the centrifugal strength, a lower voltage is needed in the surface tension
of the liquid to succeed in instigating electrospinning. The combination of mechanical
revolution and decreased energy makes this a very efficient method for forming
aligned nanofibers. Multiple nozzles may be placed around the axis of rotation to raise
the generation rate of centrifugal electrospinning [37].
2.1.3.2 - Needleless Electrospinning
Although conventional electrospinning methods based on the use of a syringe create
nanofiber layers in quantities of around 0.1 – 1 gram per hour, needleless
electrospinning provides the possibility of industrial-scale manufacture of nanofibers
[38].
2.1.3.2.1- Bubble Electrospinning
Bubble-electrospinning was discovered in 2007 [26]. Bubble electrospinning is
considered one of the smoothest and most efficient techniques that has the potential
for wide-scale creation of continuous nanofibers with a diameter scale from many
nanometers to micrometers [39]. Figure 2.10 shown Setup for classical bubble
spinning.
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Figure 2.10. Setup for classical bubble spinning. (a) Single bubble electrospinning
& (b) Multi-bubble electrospinning [45].
2.1.3.2.2- Two Layer Fluid Electrospinning
A two-layer method, the lower layer having a ferromagnetic stopper and the top layer
a polymer solution, is aimed at a standard magnetic area provided by a strong magnet
or a coil and the setup for this process as shown in Figure 2.11 [40].

Figure 2.11. Electrospinning of two layer fluid [41].

As a result, even upward spikes of magnetic suspension confused these interlayer
interfaces, as accurately as the free surface of the highest polymer layer. When a
standard electric field is used in addition to this, the confusions of the free surface
convert sites of jetting in an upward direction. Many electrified jets support energetic
elongation by electric area and turning instability, the solvent volatilizes, and
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solidification nanofibers drop on the upper counter-electrode, as in a simple
electrospinning method. Despite this, the creation rate is determined to be higher [40].
2.1.3.2.3- Splashing Electrospinning
Solution storage is used to supply a spinning liquid to a mineral roller electrospinning
spinneret [41]. Figure 2.12 shown the setup for splashing electrospinning.

Figure 2.12. Setup for splashing electrospinning [41].

The polymer liquid droplets were sprayed on the surface of a metal roller via a liquid
distributor, which became a hole in the bottom. While the voltage was applied, liquid
droplets adhering to the surface of the metal roller spinneret discharged and elongated
below the electric force to produce nanofibers. This setup intended to create the
possibility of doing electrospinning with enhanced fiber production rate [41].
2.1.3.2.4- Melt Differential Electrospinning
By Melt differential electrospinning, fibers with a diameter of less than one
micrometer can be created at a yield of 10 – 20 g/h using a needleless nozzle [30].
Figure 2.13 shown the setup for differential electrospinning (inner cone and out-cone
nozzle).
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Figure 2.13. Setup for differential electrospinning (inner cone and out-cone
nozzle)[106].

The method is defined as follows: firstly, the provided polymer melt is placed onto the
surface of umbellate (cone-like) nozzles. Next, the melt is film-coated regularly over
the umbellate circumferential surface. When the applied high voltage exceeds a critical
level, multiple self-organized jets around the top of the umbellate nozzle move toward
the receiver plate. This method is given the name MD-ESP because of the melt flow
crossing into tens of minor Taylor-cones as a result of their self-organization [30]. A
high voltage is administered directly to the collector of the needle or nozzle, and this
enables the separation of the heating operation and electrodes [42].
2.1.3.2.5- Gas Assisted Melt Differential Electrospinning
The hot air helping melt differential electrospinning is a modern technique. The
equipment consists of six significant parts, as in Figure 2.14 [43].
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Figure 2.14. Setup for gas assisted melt differential electrospinning [34].

Power supply of high-voltage, heating mode, an atmosphere pressure gun, a copper
annular ring functioning as electrode A, a needleless cone-shaped nozzle, and a
collecting machine. The function of heated air could be summarized into three
significant parts: maintaining heat of runner, accelerating checking of flying jets and
keeping the environmental temperature higher than the softening case, which will
improve the activity time of electric energy and thin fiber diameter. The single features
of the device are the production of multiple Taylor cones near the base of the nozzle,
producing a high throughput; the airflow is driven via an air pressure gun more
reinforced than the elongating power working on the jets. Also importantly, it could
enable the flying jets, with the pressure variation between the airflow and the
atmosphere, to stop the polymer jets from being pulled by the inner cycle of the
electrode [43].
2.1.3.2.6- Rotary Cone Electrospinning
Bingan, Lu et al. described a needleless electrospinning structure using an electriferous
rotating cone like the spinneret. The production throughput of this method was about
10 g/min, which was many thousand times higher than that via the traditional
electrospinning method, with a single needle as the spinneret. A schematic of the highthroughput electrospinning method is shown in Figure 2.15 [44].
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Figure 2.15. Setup for rotary cone electrospinning [45].

It contains four main parts: a high-voltage power supply, a mineral cone, a directcurrent (DC) electromotor, and a receiver. When using an aluminum conveyor as the
collector, the electrospun nanofiber layer was very high. When one of these PVP
solutions is conveyed to the surface of the cone, it can be powered with positive
charges directly. The charged solution droplet would jet along the rotating surface
below the coactions of gravitation, the moment of inertia, and the electric power. Once
the fluid droplet reaches the lower end of the cone, the electrospinning process will be
initiated [44].
2.1.3.2.7- Rotating Roller Electrospinning/ Nano Spider Technology
Nanospider is an electrospinning process which needs a high-voltage electrostatic
range to generate an electrically energized stream of polymer liquid or melt and the
Figure 2.16 shown rotating roller electrospinning [46].
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Figure 2.16. Rotating roller electrospinning [47].

The innovative approach of the Nanospider depends on the probability of producing
nanofibers of a thin layer of solution polymer. Under these conditions, Taylor cones
(the reference of nanofiber) are formed on a rotating roller surface and dipped in a
polymer solution. Due to the Taylor jets being adjacent to each other, along the whole
length of the roller, this excellent idea produced many advantages, like high productive
ability. This popular method for the generation of polymeric nanofibers is used on an
industrial level. This is a versatile and straightforward method for the production of
ultrathin fibers of a variety of materials that involve polymers. Also, Nanospider can
prepare a wide variety of polymers in diameters of 50 – 300 nm within non-woven
webs [46].
2.1.3.2.8- Edge Electrospinning
N M Thoppey et al. demonstrated Edge electrospinning consisting of a fluid-filled
bowl, high voltage power supply with a positive polarity and a concentric, circular
grounded collector and the Figure 2.17 shown setup for edge electrospinning [38].
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Figure 2.17. Setup for edge electrospinning [107].

Various jets are opened spontaneously from the polymer solution directly through the
lip of the bowl, exactly as inside the bowl’s depths, which then transfer to the edge and
prepare to make approximately equally spaced spinning sections near the bowl
circumference. The bowl itself works as the origin of the polymer solution, alternately
of gravity-assisted fluid flows. A brief high voltage period aids in creating the jets;
consequently, the voltage is decreased to a lower working rate for steady
electrospinning and nanofiber generation. The obtained fibers demonstrate properties
related to those fabricated below ideal needle electrospinning requirements. This easy
bowl-spinning program applies to a diversity of polymers in aqueous and non-aqueous
based on solvent methods and polymer solvents having differing viscosities. The
receiver surface is coated with conductive aluminum foil to remove the electro
smoothly spun mat specimens [38].
2.1.3.2.9- Blown Bubble Electrospinning
A polymer solution membrane is generated by a mineral ring rotating during the
polymer-solvent, and the membrane is elongated by blowing air to create a bubble
below a high electronic area. Setup for blown bubble electrospinning as shown in
Figure 2.18 [29].
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Figure 2.18. Setup for blown bubble electrospinning [108].

While the bubble is broken, many jets are discharged and accelerated via the electric
field to produce micro/nanofibers. The completed membrane toward the ring is
stretched forward gradually to create a hemisphere by a current of blowing air. While
an electric field is near, the blowing bubble is twisted into a protuberance-induced
upward-directed shape. During this deformation, surface thickness of the bubble
decreases to about 1/2 – 1/10 of the membrane depth. Once the electric range exceeds
[29].

2.1.4. Parameters of Electrospinning
It is essential to know the electrospinning operating parameters because these
parameters affect fiber morphologies. It is much simpler and more reasonable to obtain
required and desired fiber diameters and morphologies by control of those parameters.
The typical stages in electrospinning of a polymer to nanofiber are:
a) The diameters for the fibers’ necessity have been compatible plus controllable.
b) The fiber outside should be impurity-free and controllable.
c) Continuous free nanofibers must be collectable.
Fiber diameter is with the numerous essential quantities needed in electrospinning. A
complex challenge is to get unity of that fiber’s diameters. The appearance of
distortions like beads and pores is the main problem [17].
The parameters of the electrospinning process can be classified into three parts:
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Solution Parameters: concentration, viscosity, conductivity, molecular weight, surface
tension. Process Parameters: applied electric field, tip to collector distance, feeding or
flow rate. Ambient Parameters: humidity and temperature of the surroundings.
2.1.4.1. Solution Parameters

2.1.4.1.1. Concentration
When a solid polymer is dissolved in a solvent, the liquid viscosity is proportionate to
the polymer concentration as high viscosity leading to big fiber diameter. Also, higher
polymer concentrations will affect the outcome in larger nanofiber diameters. The
lowest level of concentration is needed in the electrospinning for fiber production to
occur. In very low level of concentrations, electrospray happens instead of
electrospinning, because of the lower viscosity. Moreover, considerable surface
tensions appear in the solution [48]. Through low solvent concentrations, a fusion of
fibers plus beads is achieved. When the concentration rises, the form of the bead turns
from spherical to spindle-like. Eventually, uniformity of fibers with increased
diameters is produced [16]. An optimum liquid concentration should be achieved, as
at a very low level, beads are generated, whereas, at a very high level of concentration,
the production of continuous fibers is prevented because of the inability to manage the
flow of the solution [49].
2.1.4.1.2. Molecular Weight
Molecular weight is considered another critical parameter that influences the
morphology of the electrospinning nanofiber; likewise, it affects viscosity, surface
tension and conductivity. In general, the molecular weight displays the entanglement
of polymer strings in solutions, particularly the solution viscosity. Preservation of the
set concentration, using the very low molecular weight of polymer leads to the creation
of beads more than fibers, raising the molecular weight will produce smooth fibers,
whereas using a polymer with extremely high molecular weight outcomes in
electrospinning fibers leads to them possessing very wide diameters [12], [55], [56].
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2.1.4.1.3. Solution Viscosity
In the electrospinning process, it is necessary to arrange the ideal value for solution
viscosity, which is required to get the best result. While using too low viscosity leads
to no production of fiber, on the other hand, too high viscosity results in complexity in
the ejection of jets of polymer solution. Additionally, viscosity is particularly crucial
to fiber morphology. There are three essential factors which are related to each other
and those factors are: viscosity, polymer concentration and polymeric molecular
weight. Usually, the solution viscosity can be changed by varying the level
concentration of the polymer for the solution. Each viscosity scale for various
polymers used for electrospinning is distinct from the other. İncreasing concentration
or solution viscosity results in electrospinning nanofibers which include a larger and
more uniform diameter. The dominant factor is Surface tension. When the dose in
viscosities is low, the result which you obtain will have fibers with beads or beaded
fibers [12], [57].
2.1.4.1.4. Surface Tension
Various surface tensions are obtained using different solvents. Decreasing the surface
tension causes the generation of nanofibers with no beads, as proposed in previous
study [52], except that low surface tension tends to not always produce typical
electrospinning requirements. It is significant in controlling the higher and lower
boundaries on which other parameters are set. Yang et al. studied the influence of
surface tensions on poly (vinyl pyrrolidone) (PVP) electrospun nanofiber morphology
using ethanol, DMF as well as MC-like solvents. Moreover, they noted that various
solvents might produce different surface tensions. They got smoother nanofibers by
decreasing the surface tension and preventing the concentration getting set instead of
the beaded composition at higher surface tensions [53].
2.1.4.1.5. Conductivity/Surface Charge Density
Solution conductivity is normally prepared by polymer type, solvent used, and the
behavior of ionized salts. Usually, higher conductivity of solutions leads to producing
a smaller diameter of electrospun nanofibers, increasing the conductivity of the
solution and the surface charge density of the solution by the addition of salts to the
polymer solution [16], [54]. In the case of the addition of salt, there are many polymers
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used for increasing the solution conductivity such as polyamide 6, polyacrylic acid,
collagen type IPEO, polyethylene oxide (PEO), etc. Zong et al. have produced fibers
with beadless, smaller diameter poly (D-L-lactic acid) (PDLA) nanofibers ranging
between 100 into 200 nm via the addition of ionic salts like KH 2PO4, NaH2PO4 and
NaCl. They determined the influence of ions on the composition compared to fiber
structure obtained without adding salt [55].

2.1.4.2. Process Parameters

2.1.4.2.1. Applied Voltage
Applied voltage is the critical factor in electrospinning as the threshold voltage
necessary for the required charged jets has to be drawn from the Taylor cone. Next,
the start voltage is transferred, so the fiber production occurs, causing the necessary
adjustments on the solution simultaneously with the electric field and starting the
electrospinning method [16], [51]. The influence of applied voltage on the
electrospinning method has been widely studied. Reneker et al. have noted that applied
voltage does not have a critical influence on fiber diameter in the electrospinning of
polyethylene oxide [56]. Zhang et al. proved that there is also more polymer ejection
by higher voltages, making it easy for the production of fiber diameter on a larger
scale. They studied the impact of voltage on fiber morphology, even diameter
distribution by (PVA) poly (vinyl alcohol) /water solution [57]. Some other researchers
stated that the increase in applied voltage promoted the reduction of fiber diameter;
also, they explained that fiber diameter reduced by increasing voltage because of the
increase in electrostatic repulsive power on the charged jet. Bead creation was
furthermore discovered through higher voltage [54], [58]. Yördem et al. additionally
said this applied to influencing fiber diameter; moreover the level of importance
changes in polymer solution concentration and also the tip to collector distance [59].
2.1.4.2.2. Feed Rate /Flow Rate
The feed rate is another process for the polymer in a syringe, and the flow rate
parameter influences the material transfer rate inside the syringe and on the jet
velocity, which is affected directly in the process. A slower flow rate is sustained to
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allow enough time for the solvent to evaporate. A minimum feed rate should be
present. The high feed rate also appeared in the beaded fiber composition [16].
2.1.4.2.3. Distance Between the Tip and the Collector (Tip-To-Collector
Distance)
The tip-to-collector distance bears in mind the parameters which are affected, although
its influence is less critical on fiber morphology if these nanofibers are compared with
the different process parameters. In order to get the evaporation for the solvent from
the solution of the polymer, the ideal distance should be selected [27].
2.1.4.2.4. Collectors
Generally, the collector of nanofibers should be selected and modelled as a conductive
substrate. The material which is used to collect the nanofiber is aluminum foil whereas,
wire mesh, conductive paper or cloth, parallel or gridded and rotating rod are
additionally used [16].

2.1.4.3. Ambient Parameters
The other parameter also affected in the morphology of nanofibers in the
electrospinning process is called ambient parameters, which means the temperature
and relative humidity. Using high temperature leads to fibers with decreased diameter,
whereas using low relative humidity, the solvent may be completely dry. Additionally,
using higher humidity leads to small pores appearing on the fiber surface [27]. Most
of the process and solution parameters in this study are based on previous study [60].

2.1.5. Applications of Electrospinning
Recently, researchers have started to seek different applications for electrospun fibers.
At the same time, these provide various advantages like large surface to volume ratio,
high porosity. Moreover, improved physio-mechanical features as the process,
treatment of process parameters and the solution can be simply done to make the
required mechanical strength and fiber morphology. Additionally, the electrospun
fibers are needed for a small quantity; also, the process of electrospinning itself is
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varied as fibers can be formed into any configuration using a wide variety of polymers
in previous studies [52], [61]. Electrospinning nanofibers are widely used in
biomedical features, like tissue engineering scaffolds, in drug delivery, wound healing,
in immobilization of enzymes, filtration, as affinity membranes, small diameter
vascular

graft

implants,

biotechnology,

healthcare,

defense

and

security,

environmental engineering, generation and energy storage and in various ongoing
research [62], [63], [64], [65], [66]. In addition, the electrospun fibers have penetrated
many industrial fields like in protective clothing, electrical and optical application,
composite application and energy harvest and storage applications [27]. The electrical
and optical applications were produced in some of the studies using conductive
nanofibers in order to apply these nanofibers in sensors, actuators and batteries, etc
[67]. The nanofibers are used in composite application so that the mechanical
properties of the nanofibers will be better than the microfibers of the material itself.
As a result, the structural properties of these compounds are strengthened. In other
studies, various materials have been used, such as carbon fibers or nanotubes [17].
Bergshoef et al. created the nanocomposite by using an epoxy matrix with Nylon-4,6
nanofiber membranes during the process of electrospinning. Strength and stiffness of
the nanocomposite were estimated to be significantly more powerful than the source
of the matrix film [68]. The energy harvest and storage applications were generated by
electrospun nanofibers and these penetrated many applications like solar cells, as a
good application for potential in dye-sensitivity and in fuel cells. The nanofibers are
prepared as an alternative catalyst and these are an important component of fuel cells.
Also, other applications such as lithium ion batteries, etc [27]. The applications of
electrospinning as shown in Figure 2.19 and Table 2.1.
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Figure 2.19. Applications of electrospinning [16].

Table 2.1. The applications of electrospinning [16].
Field

Application

Tissue

Tissue engineering is deemed a multidisciplinary area that is

engineering

directing both life sciences and the principles of engineering
towards the amelioration of biological replacements.
Moreover, for renovation, maintenance or development for the
function of tissue.

Scaffolds

The process of electrospinning has instantly become the most

for

commonly used process in the preparation of nanofibrous

tissue

scaffolds. The materials which are used for preparation of

engineering

nanofibers scaffolds are generally natural polymers due to
their ability for promoting biocompatibility - moreover biofunctional motifs like alginate, collagen, hyaluronic acid,
chitosan, silk protein, starch and fibrinogen. Furthermore,
others because of their blending capability with manufactured
polymers

can

cytocompatibility.

develop
Consider

the
the

overall

scaffold

scaffolds

for

for
tissue

engineering as part of tissue engineering in addition to
dressings for wound healing and drug delivery.
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In filtration

Polymeric nanofibers have been used in air filtration for more
than ten years. For filtration, the structural and channel
elements for a filter should correspond to the range of the
droplets or particles, and that is to be entrapped in the screen
of the filter. Therefore, we can take advantage of the unusual
characteristics for electrospun membranes, including minute
diameter for fibers. It has been observed that the
electrospinning is increasing due to the difficulty of supplying
solutions for the elimination of particles that are foreign in the
range of the submicron.

As biosensors

Biosensors commonly include the transducer and biofunctional membrane, which are widely used for clinical,
environmental and food items. Membranes of nanofibers that
are electrospun gained important consideration in the
application of sensors due to their unique wide surface area,
which is the most desirable and common feature for
developing the sensibility of conductometric sensors, as the
larger surface area will consume more of the gas analyzed and
also change the conductivity of sensor more significantly. The
extensive material used is Silk fibroin membrane-based
biosensors, which is for analyzing different materials, for
example, hydrogen peroxide, glucose, and uric acid. There are
polymers considered as sensing interfaces such as polypyrrole,
nylon-6, polyaniline etc.

Protective

Generally, protective clothing must possess some requisite

clothing

characteristics, for instance, breathable fabric, lightweight,

applications

water vapor permeability and air, support toxic chemical
protection, also insolubility in all solvents. The nanofiber
membranes, which are electrospun are considered as possible
contenders in protecting cloth features, due to their high
porosity (breathable nature), large surface area, lightweight,
resistant to dangerous chemical agents in aerosol formation,
high filtration performance and for their capacity to neutralize
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chemical agents unaccompanied by air impedence. Also, water
vapor permeability for clothing.
Energy

The polymeric conductive membranes also possess potential

generation

for characteristics such as electrostatic scattering, corrosion

applications

protection,

electromagnetic

intervention

covering,

photovoltaic machines, creation of small electronic machines
or devices, in particular, Schottky junctions, actuators, and
sensors, etc - the flow for electrochemical reactions is
commensurate to the electrodes of the surface area. The
membranes, which are conductive nanofibers, are also
considered quite proper for usage in the area of porous
electrodes with the aim of improving high execution batteries.
Furthermore, polymer electrolyte membrane fuel cells
(PEMFCs) because of their large porosity, also inherit a
sizeable entire surface area.
In

Immobilization of enzymes as inert, unresolved substances is

immobilizatio-

the active region of study in promoting the method of this

n of enzymes

function and effect of enzymes on bioprocessing features. The
action of immobilized enzymes gives various benefits, namely
reusability, finer control reaction, also higher stability than the
soluble

ones.

Nanofibrous

membranes

contribute

improvements, for example, they can be prepared within
various structures. Well-aligned arrays or non-woven mats
also are further conveniently recovered. Moreover, they are
more active than other carbon nanotubes or nanoparticles.
As

Some works have studied electrospun nanofiber mesh to get

affinity

an application for affinity membrane; also, for this the surface

membrane

should be functionalized previously as well as ligands. In
almost all cases, the ligand particles must be covalently linked
on the membrane in order to inhibit and stop the ligands
leaching.

In cosmetics

The polymer nanofibers have also been used with or without
different additives in the act of skincare masks in terms of a
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cosmetic for the medication of skin cleansing, skin healing,
medical and other therapeutic properties. The nanofibers
which are electrospun and used for skin masks, become
advantageous because of the high surface area, which
promotes better usage, including also the transfer rate which
speeds up the additives into the skin. The cosmetic skin mask
by using the electrospun nanofibers can be put on gently. The
electrospun nanofibrous cosmetic skin mask can be put on
painlessly and can even go to three-dimensional topography
for the skin directly in order to contribute to healing or care for
the skin.

2.2. Polymers
The word polymer originates from the Greek roots poly (many) also meros (part). The
name, therefore, indicates “many parts, thus denotes a molecule prepared via the
recurrence of some straightforward unit named a mer [69]. Others see them as polymers
that appear naturally or biopolymers, and also synthetic polymers which in particular
had better be taken alone. Other designations of these large molecules are considered
as “giant molecules.” However, the same basics are used for every polymer. If one
overlooks the end uses and the diversity among all polymers, in addition to fibers,
plastics and rubbers, elastomers are found primarily via the intermolecular, also
intramolecular forces within the molecules and most of all by their size and the
individual molecule sequentially. Moreover via functional groups, enabling access to
these forces [70].
2.2.1. Natural Polymers
One of the most trusted, fastest growing areas for polymer chemistry is natural
polymers. The human body is composed of vast numbers of polymers like RNA, DNA,
proteins, also polycarbohydrates. These are linked to ageing, consciousness,
movement, power, etc, i.e., for all of the traits that enable the human body to stay alive
and healthy. Various medical, health and biological enterprises are curious about
substances which are, even in the slightest part, polymeric. There is an ever-increasing
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importance for molecular biology, for instance chemistry which is applied to natural
systems. Hence, knowledge of polymeric principles is beneficial to those aspiring to
work in the relevant fields. In physics, there is no variation in the study, behavior or
experimentation on natural or synthetic polymers; moreover, information techniques
appropriate for use in synthetic polymers are just as suited to natural polymers. At the
same time, the chemistry and physics which deal with synthetic polymers is complex.
Even the chemistry and physics which is related to natural polymers is too complex
due to a number of relevant factors. These are represented by (1) the fact that different
natural polymers consist of a variety of repeating units, usually, the same ; (2) very
often dependent on the natural polymer which is in the surroundings; (3) the matter of
the exact structure of the natural polymer which is found in the nature of the
environment; also (4) the importance of form and size of the polymer is one of the
basics found in natural polymers, rather than in industrial polymers [71]. There are
many natural polymers such as chitosan, gelatin, collagen, silk fibroin etc [7].
2.2.2. Synthetic Polymers
Synthetic polymers are described as being artificially created in labs. These are
additionally recognized as human-made polymers. There are some examples synthetic
polymers; polystyrene (PS), polyethylene (PE), poly (vinyl chloride) (PVC),
polyamides (nylon), Teflon, synthetic rubber, epoxy, and several others [72]. Synthetic
polymers are usually obtained from petroleum oil under a controlled condition, also
formed of carbon-carbon chains as their base. The chemical bonds between the
monomers mutate and make them durable as a result of mixing both heat and pressure
in the presence of a catalyst. The catalyst is used to start the chemical process or to
speed it up among the monomers. Today, synthetic polymers are utilized in the design
of millions of applications. These applications, which can be classified into different
categories, include thermosets, synthetic fibers, and thermoplastics [73].
2.2.3. Chitosan
Chitosan (CS) is a polysaccharide biomaterial formed of distributed β‐(1→4) ‐linked
D‐glucosamine and N‐acetyl‐D‐glucosamine. The composition of the natural polymer
or biopolymer is displayed in Figure 2.20. Generally, chitosan can be generated from
chitin by taking partial deacetylation, where the chitin is obtained from the derivatives
of the exoskeleton of crustaceans, fungi cell walls, and insects [74], [75]. The structure
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of the CH which possesses the amino group appeared differently in the CH chitin
structure. The amino groups' number can be inferred depending on the degree of
deacetylation [74]. The chemical structure of chitosan as shown in Figure 2.20.

Figure 2.20. Chemical structure of chitosan [109].

Chitosan is one of the most common polysaccharides on earth and is considered one
of the natural copolymers as well as cationic [75]. The electrospinning process of
chitosan is a process that has been frequently used of late to produce fibers with a
diameter of ∼100 nm. Nevertheless, the process of producing fibers for chitosan from
its aqueous solution is difficult and considered problematic, because of the powerful
hydrogen bonds and high viscosity [76], [77]. Consequently, chitosan has garnered
wide attention lately, due to the discovery of various ways to develop the fiber structure
of chitosan. Many researchers have used anhydrous solvents to prepare the solution in
order to produce chitosan fibers. As an example of this, harmful solvents were used to
dissolve pure chitosan like trifluoroacetic acid in some of previous studies [78], [79],
also hexafluoro propanol [80]. And simultaneously, chitosan combinations of different
polymers, like polyacrylamide, polyethylene oxide (PEO), polyvinyl alcohol (PVA),
and poly (Ɛ-caprolactone) (PCL) [78], [81], [82], [83], [84].
2.2.3.1. Properties of Chitosan
Chitosan is one of the most basic polysaccharides - other polysaccharides mostly occur
naturally like dextrin, agar, cellulose, alginic acid, pectin and carragenas, which are
acidic and natural. Chitosan has several properties, including solubility in different
media, solution, polyelectrolyte behavior, viscosity, and polyoxysalt creation.
Furthermore, it has the capability to produce metal chelations, films, optical also
structural characteristics [85]. The pKa value of the amino group is around 6.5, and
that leads to considerable protonation inside the neutral solution, rising with increased
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acidity (lower pH) and %DA-value. That produces water-soluble chitosan as well as
a bioadhesive, which easily adheres to the surfaces carrying a negative charge [9], [86],
[87]. Chitosan improves transportation for a polar drug through epithelial outsides and
is biodegradable and biocompatible [88]. As for the physical, chemical and biological
properties, they are as follows : for physical, by appearance and powder ﬁneness,
which are off-white powder and finer than 120 mesh size, respectively [89]. However,
for the chemical properties, they are reactive amino groups; chelates have many
transitions for metal ions and linear polymine. For the biological properties, chitosan
is biocompatible, and that means biodegradable to normal body constituents, safe and
non-toxic also a natural polymer. Furthermore, for other properties like accelerating
the formation of osteoblast responsible for bone generation which binds to mammalian
and microbial cells aggressively, hemostatic, has a regenerative influence on
connective

gum

tissue,

fungistatic,

central

nervous

system

depressant,

anticholesteremic, immunoadjuvant, antitumor, and spermicidal [9].
2.2.3.2. Applications of Chitosan
Because of its physical and chemical characteristics, chitosan is used in a wide array
of applications and products, varying from cosmetic products and pharmaceutical to
plant protection as well as in water treatment. In various applications, the diverse
properties of chitosan are needed. These characteristics vary with the molecular weight
and degree of acetylation as well [9]. Table 2.2 outline the major applications for
chitosan.

31

Table 2.2. The major applications of chitosan [90].
Field

Application

Cosmetics & toiletries

Maintain skin moisture, Treat acne,
Improve suppleness of hair, Reduce
static electricity in hair, Tone skin Oral
care (toothpaste, chewing gum).

Food & beverages

Not digestible by human (dietary fiber)
Bind lipids (reduce cholesterol)
Preservative, Thickener and stabilizer
for

sauces.

Protective,

fungistatic,

antibacterial, coating for fruit.
Water & waste

Flocculant to clarify water (drinking

treatment

water, pools), Removal of metal ions,
Ecological polymer (eliminate synthetic
polymers), Reduce odors.

Biopharmaceutics

Immunologic, antitumoral, haemostatic
and

anticoagulant,

bacteriostatic.
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healing,

CHAPTER 3
EXPERIMENTAL PROCEDURE

3.1. Materials
Chitosan (CS) (high molecular weight, MW= 310000 – 375000 g/mol), Trifluoroacetic
acid (TFA) were purchased from Sigma-Aldrich.

3.2. Preparation of Chitosan Solution
Chitosan solution (8 wt.%) for electrospinning process was prepared by dissolving
chitosan powder in the solvent TFA and heating the solution until a homogeneous
mixture with a temperature range of between 50 – 55°C was obtained. Stirring first,
start with 5 – 10 min using 200 rpm and then adjust the stirrer to 400 rpm. Continue
the process around 25 min until you get the complete dissolution. The concentration
used in this study and the method of preparation and ratios are from accrediting our
previous research [60].

3.3. Optimization of Electrospinning Process Parameters
Chitosan solution was collected in a 10 ml syringe. Throughout the electrospinning
process, the distance between the needle and collector was 7 cm, whereas the flow rate
was fixed at 2 µl /min. The flow rate and the distance between the needle and collector
were optimized according to our previous study [60]. Meanwhile, the voltage was
obtained after several gradual experiments between (15 – 25 kV), and we observed the
best products when using 16.5 kV with the naked eye (the appearance of Taylor cone
was clear and the progress of the electrospinning occurred smoothly). When using a
high voltage power supply in order to apply 16.5 kV voltage, the solvent inside the
syringe ejects outside from the tip of the needle. The fluid jet stretches in a straight
line to a certain distance, after that bends and then follows a looping and spiraling
formation in order to generate a cone. The fluid jet quickened towards the destination,
the solution evaporated, and nanofibers settled on aluminum foil. All electrospinning
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experimental sets were carried out at different temperatures (20°C, 25°C, 30°C, 35°C,
40°C) and humidity (30%, 40%, 50%, 60%).
The variations of temperature and relative humidity occurred as shown in the Table
3.1.
Table 3.1. The temperature and relative humidity values used in this work.
Temperature (°C)

Humidity (%)

20

30

25

40

30

50

35

60

40

–

The method of changing temperatures can be conducted by degree by setting the device
to the required temperature. In contrast, the method of changing the humidity can be
conducted by using a small humidifier.

3.4. Characterization of Chitosan Fibers
3.4.1. Scanning Electron Microscopy (SEM) Analysis
For an examination of the samples, and in order to see the morphology of chitosan
fibers in different instances, the device that we used is (QUANTA 400F Field Emission
SEM, USA) at Middle East Technical University (METU) Central Laboratory and the
device shown in Figure 3.1.

Figure 3.1. SEM Device.
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The high-resolution scanning electron microscope has a resolution of 1.2 nm and the
process parameters of 20 kV for accelerating voltage. The average fiber diameter, pore
size distribution, and porosity values were found via the ImageJ software program
(Version, 1.52a) by using SEM photographs taken from SEM analysis. Thirty
measurements were conducted for each sample by using ImageJ in order to investigate
the average fiber diameter. At the same time automatic measurements for the pore size
distribution and porosity were also procured from the SEM photographs.

3.4.2. Attenuated Total Reflection Fourier Transform Infrared Spectroscopy
(ATR-FTIR) Analyses
The information of chemical structure of chitosan fibers was obtained using the ATRFTIR spectrometer (Bruker Vertez 70, Germany) as shown in Figure 3.2, and this
analysis took place at METU Central Laboratory with the scan range resolution of 4
cm-1 in the scale of 400 to 4000 cm-1.

Figure 3.2. ATR-FTIR Device.
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3.4.3. Differential Scanning Calorimeter (DSC) Analysis
TA Instruments DSC 250 which is found at METU Central Laboratory was used to
investigate the thermal properties for chitosan fibers as shown the device in Figure
3.3. The DSC traces were in the range of 20 – 270 °C under a nitrogen environment
with a heating rate of 10 °C/min.

Figure 3.3. Differential Scanning Calorimeter (DSC) Device.
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CHAPTER 4
RESULTS AND DISCUSSION

4.1. Scanning Electron Microscopy (SEM) Analyses
The effects of variable humidity and the temperatures have been studied here. The
humidity ranged from 30 – 60%, while the temperatures were between 20 – 40°C. As
an example, the appearance of chitosan fiber samples within different humidity and
temperature conditions is shown in Figure 4.1.
a

b

c

d

e

Figure 4.1. Chitosan fiber samples: (a) 20°C, 30%, (b) 25°C, 30%, (c) 35°C, 30%,
(d) 35°C, 60%, (e) 40°C, 30%.

Figure 4.2 shows the SEM analyses of all conditions based on the differences in the
humidity and the temperatures.
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T°C

RH%
30%

40%

50%

60%

20°C

25°C

30°C

35°C

40°C

Figure 4.2. SEM Results for all cases based on the humidity and temperatures (at
scale 3µm).

Table 4.1. The average fiber diameter, pore size distribution and porosity of samples
with various temperature.
T(°C),RH(%)

Average fiber

Pore size

diameter (nm)

distribution (µm)

Porosity (%)

20°C, 30%

363 ± 2.65

0.039 ± 0.004

49

30°C, 30%

347 ± 2.14

0.043 ± 0.006

50

35°C, 30%

304 ± 2.48

0.051 ± 0.009

55

40°C, 30%

260 ± 2.20

0.063 ± 0.007

60

It can be noted from Figure 4.2 and Table 4.1 that when the humidity was set at 30%,
the average diameter of fibers was decreased by increasing the temperature from 20°C
to 40°C. The main reason of diameter increment is the viscosity for the solvent solution
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of the polymer is reduced by increasing the temperature, and this is considered one of
the reasons that let the columbic forces to increase the stretch of the solvent, thereby
providing thin fibers. The same results were also found in other studies [91]. MitUppatham et al. who proved that a rise in temperature prompted the drop of surface
tension, conductivity & solution viscosity producing polyamide-6 fiber diameter [92].
As a result of the increase in temperature, this causes an increase in the rate of
evaporation and thus leads to a greater increase fiber settling on the target.
Furthermore, unity for fibers and solubility allows for more stretching ability. Demir
et al. cited this in their research on the electrospinning of polyurethane fibers and the
affected parameters for this study [58]. Also, it has been observed that the pore size
distribution and porosity increased by raising the temperature.
It’s imperative to note that the pore size distribution and porosity increased by raising
the temperature (Table 4.1). The reason for that may be the viscosity of solvent in high
temperatures. Then the stretch of solvent increased and thus interspersed the fibers
with water vapor, and that led to increased pore size distribution and porosity [92].
Table 4.2 and the photos in Figure 4.2 show the difference from the results of the
previous conditions.
Table 4.2. The average fiber diameter, pore size distribution and porosity of samples
with various temperature and humidity.
T(°C),RH(%)

Average fiber

Pore size

diameter (nm)

distribution (µm)

Porosity (%)

30°C, 30%

347 ± 2.14

0.043 ± 0.006

50

30°C, 50%

442 ± 2.72

0.047 ± 0.003

53

35°C, 30%

304 ± 2.48

0.051 ± 0.009

55

35°C, 50%

311 ± 2.97

0.059 ± 0.008

57

In each of the results 30°C, 30% – 30°C, 50% and 35°C, 30% – 35°C, 50%, it was
observed that the diameter of fiber grew by increasing the humidity. Because of the
levels of lower humidity, the rate of evaporation increased, and therefore we observed
these results. Also, there is production of finer fibers, despite the needle clogging when
the effect is too high. In contrast, the cause of the deposition of wet fibers combining
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together before drying because the relative humidity is increased. Also, these were
observed in previous study [91]. Additionally, Baumgarten explained the same
occurrences, but maybe the most interesting effect of relative humidity is porosity or
the surface of the fiber roughness [24]. The relationship attained could be because of
the lower density for a fiber that is produced at a level of higher humidity. If the range
of charge repulsion through the electrospinning process in the whipping step is fixed
for varying humidity differing from the fiber density, because of the surface porosity
of fiber, this could match the variation in diameter of the fiber.
In the results of pore size distribution and porosity, both of them increased by
increasing the humidity (Table 4.2). The same results were observed and discussed by
the other researchers in previous studies [93], [94]. During the process of
electrospinning, when the atmospheric humidity inside the chamber is high, the pores
on the fiber surface produced because the water and solvent evaporate when volatile
solvents are used. When the humidity is increased, pore size is increasing until they
assemble to create pores being large and non-uniform. Casper et al. explained that the
electrospinning of polystyrene with humidity ranging between 31 – 38% was
acceptable to see the production of pores on the fiber surface. They additionally noted
that the size for the surface pores raised with RH%, observing an average for pore size
of 85 nm through 31 – 38% and 135 nm in 66 – 72 RH% [93].
The other results can be seen in Figure 4.2 which is appeared that contain beads (for
example: 20°C, 40%; 25°C, 30%; 30°C, 60%; 35°C, 40%; 40°C, 50%). This is due to
many reasons. First, the difference of weather conditions outside and inside the closed
chamber could affect the temperature and humidity of the test. Second, the creation of
beads affected by the type of polymer because the cationic nature of chitosan allows
the formation of polyelectrolyte complexes with negatively charged biomolecules as
discussed in the previous study [75]. El-banna FS et al. suggest the creation of beads
may be because of the solution conductivity and might significantly affect the
morphology in relation to the variations of humidity; thereby the cationic nature of
chitosan would promote more dendritic morphology [75].
In general, the beads appeared when the humidity is raised (because the water vapor is
electrically conductive), it affects the distribution of the charge on the Taylor cone due
to the creation of beads. The Taylor cone is considered the main part, which is
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imperative to be kept stable in order to continue the production process. The effect of
increasing the humidity leads to producing a decrease of the surface charge density,
which can cause defects on the fiber formation. So the interaction of the surrounding
high content of water vapor in the atmosphere modified the microarchitecture of the
fibers. In addition, the microstructure of electrospun fiber under air may be influenced
by solvent properties and hydrophobicity/hydrophilicity polymer. These issues play a
role along with humidity, and the outcomes are not always predictable as stated in
previous studies [95].

4.2. Attenuated Total Reflection Fourier Transform Infrared Spectroscopy
(ATR-FTIR) Analyses
The ATR-FTIR test was utilized to observe the chemical structure and to evaluate the
functional groups in the chitosan. In Figure 4.3(a, b), the infrared spectrum of chitosan
for two selected samples can be seen (20°C, 30%) and (35°C, 50%).

1.87
1.88

a (20C,30%)
b (35C,50%)

CH2
C-O-C C-N
N-H
CH3
C-O

C=O
C-H
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O-H
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N-H
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Figure 4.3. FTIR spectra of chitosan fibers.

The purpose of choosing these two different samples was to examine the change in
chitosan fibers in the case of the temperature and humidity various. The group of bands
peaks at 2284 and 2080 cm-1 in Figure 4.3(a), whereas 2284 and 2083 cm-1 in Figure
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4.3(b) refer to nitrile group or cyanide groups (−C≡N), as the source because this band
did not turn overtly by thermal ageing [96]. A strong band presented in a peak at 3263
cm-1 in Figure 4.3(a), and 3265 cm-1 in Figure 4.3(b) leads to N-H and O-H stretching,
as much as the intramolecular hydrogen chains. The absorption zone at the peak 2890
cm-1 in Figure 4.3(a), and 2889 cm-1 in Figure 4.3(b), refers to C-H symmetric and
asymmetric

stretching.

These

bands

are

characteristics

representative

of

polysaccharides also observed in different polysaccharide spectra, like xylan [97],
glucans [98], and carrageenans [99]. The behavior of residual N-acetyl groups was
affirmed via the bands at around 1673 cm-1 in Figure 4.3(a, b), (C=O stretching of
amide I) and 1321 cm-1 in Figure 4.3(a), whereas 1320 cm-1 in Figure 4.3(b) (C-N
stretching of amide III), respectively. A group at 1531 cm-1 in Figure 4.3(a, b) refers
to the N-H bending of the primary amine [100]. The CH2 bending and CH3
symmetrical deformations were proved via the appearance of bands at peaks 1430 and
1379 cm-1 in Figure 4.3(a, b), respectively. The absorption band at 1197 cm-1 in Figure
4.3(a), but 1199 cm-1 in Figure 4.3(b) refers to asymmetric stretching of the C-O-C
bond. The bands at 1131 and 1070 cm-1 in Figure 4.3(a), but at 1133 and 1071 cm-1 in
Figure 4.3(b) correspond to C-O stretching. All groups are obtained within the spectra
of specimens of chitosan listed by other researchers [101], [102]. Thus, from the above
results, it becomes clear that the change is very slight and within the same parameters
of both samples (solution and process parameters). The change is non-existent in the
chemical composition when the temperature and humidity conditions change, and that
is proved in the previous results.

4.3. Differential Scanning Calorimeter (DSC) Analysis
Generally, DSC was used to examine the thermal characteristics of nanofibers formed
under various atmospheric conditions. The DSC was employed to estimate the energy
needed (W/g) to heat any nanofiber specimen on a temperature scale from 20°C to
270°C. Two samples were selected (20°C, 30%) and (35°C, 50%) for DSC analysis in
order to check the difference in thermal properties when the temperature and humidity
changed. The results of the different samples, the first sample having a condition with
diameter (35°C, 50%; 311 ± 2.97) (Table 4.2), the melting enthalpy for this sample is
(11.842 J/g) and as shown in Figure 4.4(b).
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Figure 4.4. DSC curves for chitosan fibers.

In contrast, the other sample having a condition with diameter (20°C, 30%; 363 ± 2.65)
(Table 4.1) the melting enthalpy for the second sample is (10.634 J/g) in Figure 4.4(a).
It is important to note that the melt enthalpy values were obtained by counting the
integration of the melting temperature curve from the thermograms. Therefore, these
results appeared as the fiber diameter decreased, so the melting enthalpy which was
represented by a broad low endothermic peak increased by increasing the temperature
and humidity. These measurements suggest that the lower the crystallinity, the less
ordered the molecular composition with reduced fiber diameter. Lee et al. found a
similar outcome by using DSC to determine higher molecular weight PVA changed
the Tm from 224.7°C to 232.7°C. This is because of the actively raised crystalline
composition. The same result was discussed by Oliver Hardicka et al. for cellulose
acetate changed the Tm from 227.6°C to 229.4°C [91], [103]. In addition, the previous
results in Tables 4.1, 4.2 and Figure 4.4 showed that increasing the temperature and
humidity leads to an increase in value of melting temperature (Tm) from 237.28°C to
240.91°C for different samples in cases of (20°C, 30%) and (35°C, 50%), respectively.
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CHAPTER 5
CONCLUSIONS

Chitosan powder in the concentration of 8 wt. % was used generate chitosan fibers in
the nanoscale. The experiment was conducted by dissolving the chitosan powder into
trifluoroacetic acid (TFA). Meanwhile, the process parameters, process solutions and
the ambient parameters were optimized for the electrospinning process. The main aim
of this study was to generate continuous fibers without beads. Additionally, another
goal in this work was to investigate the temperature and humidity effects on the fibers
of chitosan. The conclusions of this study can be summarized below:



SEM (Scanning Electron Microscopy) was utilized to investigate the
morphology structure and the measurement of the fibers by using ImageJ
software program. The fiber diameter decreased by increasing the temperature
(20 – 40°C) fixing the humidity at 30%.



The pore size distribution and the porosity of chitosan fibers were increased by
raising the temperature of the electrospinning process.



The average fiber diameter increased by raising the humidity for the conditions
30°C, 30% – 30°C, 50% and 35°C, 30% – 35°C, 50%.



The pore size distribution and porosity at 30°C, 30% – 30°C, 50% and 35°C,
30% – 35°C, 50%, were increased by raising the humidity of the
electrospinning process.



The chemical composition of different samples was indicated by the ATRFTIR (Attenuated Total Reflection Fourier Transform Infrared Spectroscopy)
test. The change in temperature and humidity has no effect on the chemical
structure of chitosan fibers in the cases of 20°C, 30% and 35°C, 50%.



DSC (Differential Scanning Calorimeter) analysis was used to look into the
thermal properties of fibers. The melting enthalpy and its temperature were
altered in the cases of (20°C, 30%, and 35°C, 50%).
44

REFERENCES

[1]

Q. P. Pham, U. Sharma, and A. G. Mikos, “Electrospinning of polymeric
nanofibers for tissue engineering applications: A review.” Tissue engineering,
vol. 12, no. 5, pp. 1197–1211, May. 2006.

[2]

Y. Cai and M. Gevelber, “The effect of relative humidity and evaporation rate
on electrospinning : fiber diameter and measurement for control implications.”
Journal of materials science, vol. 48, no. 22, pp. 7812–7826, Nov. 2013.

[3]

Ahn, Y.C., Park, S.K., Kim, G.T., Hwang, Y.J., Lee, C.G., Shin, H.S. and Lee,
J.K., “Development of high efficiency nanofilters made of nanofibers.” Current
Applied Physics, vol. 6, no. 6, pp. 1030–1035, Oct. 2006.

[4]

D. H. Reneker and A. L. Yarin, “Electrospinning jets and polymer nanofibers.”
Polymer, vol. 49, no. 10, pp. 2387–2425, May. 2008.

[5]

Kishan, Alysha P., and Elizabeth M. Cosgriff‐Hernandez, “Recent
advancements in electrospinning design for tissue engineering applications: A
review.” Journal of Biomedical Materials Research Part A, vol. 105, no. 10, pp.
2892–2905, Oct. 2017.

[6]

DeVrieze, S., Van Camp, T., Nelvig, A., Hagström, B., Westbroek, P. and De
Clerck, K., “The effect of temperature and humidity on electrospinning.”
Journal of materials science, vol. 44, no. 5, pp. 1357–1362, Mar. 2009.

[7]

H. Sasmazel and O. Ozkan, “Advances in electrospinning of nanofibers and their
biomedical applications.” Curr. Tissue Eng, vol. 2, no. 2, pp. 91–108, July. 2013.

[8]

M. Z. Elsabee, H. F. Naguib, and R. Elsayed, “Chitosan based nanofibers,
review.” Materials Science and Engineering, vol. 32, no. 7, pp. 1711–1726, Oct.
2012.

[9]

Dutta, P.K., Dutta, J. and Tripathi, V.S., Chitin and Chitosan : Chemistry,
properties and application.” Journal of Scientific & Industrial Research, vol. 63,
pp 20-31 Jan. 2004.
45

[10] M. Gozutok, V. Sadhu, and H. T. Sasmazel, “Development of poly (vinyl
alcohol)(PVA)/reduced graphene oxide (rGO) electrospun mats.” Journal of
nanoscience and nanotechnology, vol. 19, no. 7, pp. 4292–4298, Jul. 2019.
[11] O. Ozkan and H. T. Sasmazel, “Antibacterial performance of PCL-chitosan
core–shell scaffolds” Journal of nanoscience and nanotechnology, vol. 18, no.
4, pp. 2415–2421, Apr. 2018.

[12] Y. Zhang, H. Ouyang, T. L. Chwee, S. Ramakrishna, and Z. M. Huang,
“Electrospinning of gelatin fibers and gelatin/PCL composite fibrous scaffolds.”
Journal of Biomedical Materials Research Part B: Applied Biomaterials: An
Official Journal of The Society for Biomaterials, The Japanese Society for
Biomaterials, and The Australian Society for Biomaterials and the Korean
Society for Biomaterials, vol. 72, no. 1, pp. 156–165, Jan. 2005.
[13] Zeleny, J.,“The electrical discharge from liquid points, and a hydrostatic method
of measuring the electric intensity at their surfaces.” Physical Review, vol. 3, no.
2, p. 69, Feb. 1914.
[14] Formhals, A., “Process and apparatus for preparing artificial threads.” US Patent
1975504, vol. 1, 7. 1934.
[15] Taylor, G.I., “Electrically Driven Jets.” Proceedings of the Royal Society of
London. A. Mathematical and Physical Sciences, vol. 313, no. 1515, pp. 453–
75, Dec. 1969.
[16] N. Bhardwaj and S. C. Kundu, “Electrospinning: A fascinating fiber fabrication
technique.” Biotechnology advances, vol. 28, no. 3, pp. 325–347, May 2010.
[17] Huang, Z.M., Zhang, Y.Z., Kotaki, M. and Ramakrishna, S., “A review on
polymer nanofibers by electrospinning and their applications in
nanocomposites.” Composites science and technology, vol. 63, no. 15, pp. 2223–
2253, Nov. 2003.

[18] Pawlowski, K.J., Barnes, C.P., Boland, E.D., Wnek, G.E. and Bowlin, G.L.,
“Biomedical nanoscience: electrospinning basic concepts, applications, and
classroom demonstration.” MRS Online Proceedings Library Archive, vol. 827,
pp. 1–7, Mar. 2004.

[19] Subbiah, T., Bhat, G.S., Tock, R.W., Parameswaran, S. and Ramkumar, S.S.,
46

“Electrospinning of nanofibers.” Journal of applied polymer science, vol. 96,
no.2, pp. 557–569, Apr. 2005.
[20] Li, D. and Xia, Y., “Electrospinning of nanofibers: reinventing the wheel?.”
Advanced materials, vol. 16, no. 14, pp. 1151–1170, Jul. 2004.
[21] Vonnegut, B. and Neubauer, R.L., “Production of monodisperse liquid particles
by electrical atomization.” Journal of Colloid Science, vol. 7, no. 6, pp. 616–
622, Dec. 1952.
[22] Drozin, V.G., “The electrical dispersion of liquids as aerosols.” Journal of
colloid science, vol. 10, no. 2, pp. 158–164, Apr. 1955.
[23] Simons, H.L., Kendall Co, “Process and apparatus for producing patterned nonwoven fabrics.” U.S. Patent 3,280,229, Oct. 18, 1966.
[24] Baumgarten, P. K., “Electrostatic spinning of acrylic microfibers.” Journal of
colloid and interface science, vol. 36, no. 1, pp. 71–79, May. 1971.

[25] Ramakrishna, S., Fujihara, K., Teo, W.E., Yong, T., Ma, Z. and Ramaseshan, R.,
“Electrospun nanofibers: solving global issues.” Materials today, vol. 9, no. 3,
pp. 40–50, Mar. 2006.
[26] X. Hu, S. Liu, G. Zhou, Y. Huang, Z. Xie, and X. Jing, “Electrospinning of
polymeric nanofibers for drug delivery applications.” Journal of controlled
release, vol. 185, pp. 12–21, Jul. 2014.
[27] Karakaş, H., “Electrospinning of nanofibers and their applications.” MDT
Electrospinning, Istanbul, Turkey, 2015.
[28] Sabetta, D. L., “Production of non woven materials for biotechnological
applications via electrospinning.” Doctoral dissertation, PhD thesis, University
of Naples Federico II, Italy, 2008.
[29] H. A. Begum and K. R. Khan, “Study on the various types of needle based and
needleless electrospinning system for nanofiber production.” Int. J. Text. Sci.,
vol. 6, no. 4, pp. 110–117, 2017.

47

[30] A. Khalf and S. V. Madihally, “Recent advances in multiaxial electrospinning
for drug delivery,” European Journal of Pharmaceutics and Biopharmaceutics,
vol. 112, pp. 1–17, Mar. 2017.
[31] P. Gupta and G. L. Wilkes, “Simultaneous electrospinning of two polymer
solutions in a side-by-side approach to produce bicomponent fibers.” Polymeric
Nanofibers, vol. 918, pp. 74–90, Feb. 2006.
[32] “Electrospinning technology for nano
www.4spin.info/technology, [Sep. 3, 2019].

fiber

production.”

Internet:

[33] Lin, Y., Yao, Y.Y., Yang, X.Z., Shen, L.M., Li, R.X. and Wu, D.C., “Effect of
Gas Flow Rate on Crystal Structures of Electrospun and Gas-Jet/Electrospun
Poly (vinylidene Fluoride).” Chinese Journal of Polymer Science, vol. 27, no.
04, pp. 511–516, Jul. 2009.
[34] “Electroblowing
(Gas-assisted/Gas
jet
Electrospinning).”
Internet:
http://electrospintech.com/electroblowing.html#.WcJ3_DVx 3IU, Jul. 23, 2014
[Jan. 16, 2019].

[35] Sánchez, J.A.G., Furlan, R., Valle, R.L., Valle, P. and da Silva, A.N.R.,
“Influence of a magnetic field in the electrospinning of nanofibers using
solutions with PVDF, DMF, acetone and Fe 3 O 4 nanoparticles.” in 28th
Symposium on Microelectronics Technology and Devices (SBMicro 2013), pp.
1–3, Sep. 2013.
[36] Y. Emre Kiyak and E. Cakmak, “Nanofiber Production Methods.” Electronic
Journal of Vehicle Technologies/Tasit Teknolojileri Elektronik Dergisi, vol. 8,
no. 3, pp. 49–6049, Sep. 2014.
[37] “Centrifugal Electrospinning.” Internet: http://electrospintech.com/centriespin.html#.WbPrDjVLfIV, Sep. 10, 2013 [Sep. 3, 2019].
[38] N. M. Thoppey, J. R. Bochinski, L. I. Clarke, and R. E. Gorga, “Edge
electrospinning for high throughput production of quality nanofibers.”
Nanotechnology, vol. 22, no. 34, p. 345301, Aug. 2011.
[39] Xue-feng Sun, Yong Liu, Jian Liu, Rui Wang and Yan-li Hu, “Multi-bubble
Electrospinning of Nanofibers.” in Advanced Materials Research, vol. 843, pp
26–33, Nov. 2014.
48

[40] A. L. Yarin and E. Zussman, “Upward needleless electrospinning of multiple
nanofibers.” Polymer, vol. 45, no. 9, pp. 2977–2980, Apr. 2004.

[41] Wang, X. and Lin , T., (2013, Nov, 14), Needleless electrospinning of
nanofibers_ technology and applications, (1st Edition), [Online], Available:
https://books.google.com.tr/books?hl=en&lr=&id=PYH6AQAAQBAJ&oi=fnd
&pg=PP1&dq=Tong+Lin_+Xungai+WangNeedleless+electrospinning+of+nanofibers+_+technology+and+applicationsCRC+Press+(2013).&ots=5ybF4RqM3l&sig=Dy64LXEQpkteGZWqPg2iFrC
V75U&redir_esc=y#v=onepage&q=Tong%20Lin_%20Xungai%20WangNeedleless%20electrospinning%20of%20nanofibers%20_%20technology%20
and%20applications-CRC%20Press%20(2013).&f=false [Sep. 3, 2019].
[42] “Melt
Differential
Electrospinning
Method.”
Internet:
http://electrospintech.com/article_mdesp.html#.WbPd9zVLf IV, Jan. 27, 2015
[Mar. 24. 2019].
[43] M. M. Bubakir, H. Li, W. Wu, X. Li, S. Ma, and W. Yang, “Applications of web
produced by hot air assisted melt differential electrospinning method.” IOP
Conference Series: Materials Science and Engineering, vol. 64, no. 1, p. 012052,
Aug. 2014.

[44] Lu, B., Wang, Y., Liu, Y., Duan, H., Zhou, J., Zhang, Z., Wang, Y., Li, X.,
Wang, W., Lan, W. and Xie, E., “Superhigh‐throughput needleless
electrospinning using a rotary cone as spinneret.” Small, vol. 6, no. 15, pp. 1612–
1616, Jul. 2010.
[45] R. Yang, J. He, L. Xu, and J. Yu, “Bubble-electrospinning for fabricating
nanofibers.” Polymer, vol. 50, no. 24, pp. 5846–5850, Nov. 2009.

[46] M. H. El-Newehy, S. S. Al-Deyab, E.-R. Kenawy, and A. Abdel-Megeed,
“Nanospider Technology for the Production of Nylon-6 Nanofibers for
Biomedical Applications.” Journal of Nanomaterials, vol. 2011, pp. 1–8, Apr.
2011.
[47] “Rotating
Roller
Electrospinning.
”
http://www.elmarco.com/gallery/technology/, [Mar. 24, 2019].

Inernet:

[48] J. M. Deitzel, J. Kleinmeyer, D. Harris, and N. C. Beck Tan, “The effect of
processing variables on the morphology of electrospun nanofibers and textiles.”
Polymer, vol. 42, no. 1, pp. 261–272, Jan. 2001.
49

[49] Eyitouyo, A. Jonathan, “Regeneration of bombyx mori silk nanofibers and
nanocomposite fibrils by the electrospinning process.” PhD thesis, Drexel
University, United States, 2005.
[50] A. Koski, K. Yim, and S. Shivkumar, “Effect of molecular weight on fibrous
PVA produced by electrospinning.” Materials Letters, vol. 58, no. 3–4, pp. 493–
497, Jan. 2004.

[51] Li, Z. and Wang, C., (2013, March. 22,) , One-dimensional Nanostructures,
Electrospinning technique and Unique Nanofibers, Springer, (2013th Edition),
[Online], Available: https://link.springer.com/book/10.1007%2F978-3-64236427-3 [Mar. 24, 2019].
[52] J. Doshi and D. H. Reneker, “Electrospinning process and applications of
electrospun fibers.” In Conference Record of the 1993 IEEE Industry
Applications Conference Twenty-Eighth IAS Annual Meeting, vol. 35, pp. 151–
160, Aug. 1995.

[53] Yang, Q., Li, Z., Hong, Y., Zhao, Y., Qiu, S., Wang, C.E. and Wei, Y.,
“Influence of solvents on the formation of ultrathin uniform poly (vinyl
pyrrolidone) nanofibers with electrospinning.” Journal of Polymer Science Part
B: Polymer Physics, vol. 42, no. 20, pp. 3721–3726, Oct. 2004.
[54] V. Beachley and X. Wen, “Effect of electrospinning parameters on the nanofiber
diameter and length.” Materials Science and Engineering: C, vol. 29, no. 3, pp.
663–668, Apr. 2009.
[55] X. Zong, K. Kim, D. Fang, S. Ran, B. S. Hsiao, and B. Chu, “Structure and
process relationship of electrospun bioabsorbable nanofiber membranes.”
Polymer, vol. 43, no. 16, pp. 4403–4412, Jul. 2002.
[56] Reneker, D.H. and Chun, I., “Nanometre diameter fibres of polymer, produced
by electrospinning.” Nanotechnology, vol. 7, no. 3, p. 216, Sep. 1996.
[57] J. Sheng, L. Wu, Y. Han, C. Zhang, and X. Yuan, “Study on morphology of
electrospun poly (vinyl alcohol) mats.” European polymer journal, vol. 41, no.
3, pp. 423–432, Mar. 2005.
[58] M. M. Demir, I. Yilgor, E. Yilgor, and B. Erman, “Electrospinning of
polyurethane fibers.” Polymer, vol. 43, no. 11, pp. 3303–3309, May. 2002.
50

[59] O. S. Yördem, M. Papila, and Y. Z. Menceloǧlu, “Effects of electrospinning
parameters on polyacrylonitrile nanofiber diameter: An investigation by
response surface methodology.” Materials & design, vol. 29, no. 1, pp. 34–44,
Jan. 2008.

[60] S. Surucu, K. Masur, H. Turkoglu, T. Von Woedtke, and K. Dieter,
“Atmospheric plasma surface modifications of electrospun PCL/chitosan/PCL
hybrid scaffolds by nozzle type plasma jets for usage of cell cultivation.” Applied
Surface Science, vol. 385, pp. 400–409, Nov. 2016.
[61] J. Kim and D. H. Reneker, “Mechanical properties of composites using ultrafine
electrospun fibers.” Polymer composites, vol. 20, no. 1, pp. 124–131, Feb. 1999.
[62] How, T. V., “Synthetic vascular grafts, and methods of manufacturing such
grafts.” U.S. Patent No. 4,552,707, Nov. 12, 1985.
[63] D. H. Reneker, A. L. Yarin, H. Fong, and S. Koombhongse, “Bending instability
of electrically charged liquid jets of polymer solutions in electrospinning.”
Journal of Applied physics, vol. 87, no. 9, pp. 4531–4547, May 2000.

[64] J. D. Stitzel, K. J. Pawlowski, G. E. Wnek, D. G. Simpson, and G. L. Bowlin,
“Arterial smooth muscle cell proliferation on a novel biomimicking,
biodegradable vascular graft scaffold.” Journal of biomaterials applications,
vol. 16, no. 1, pp. 22–33, Jul. 2001.
[65] L. A. Smith and P. X. Ma, “Nano-fibrous scaffolds for tissue engineering.”
Colloids and surfaces B: biointerfaces, vol. 39, no. 3, pp. 125–131, Dec. 2004.

[66] S. Ramakrishna, K. Fujihara, W.-E. Teo, T. Yong, Z. Ma, and R. Ramaseshan,
“Electrospun nanofibers: solving global issues.” Materials today, vol. 9, no. 3,
pp. 40–50, Mar. 2006.
[67] Fang, J., Wang, X. and Lin, T., “Functional applications of electrospun
nanofibers.” Nanofibers-production, properties and functional applications, 14,
287-302, Nov. 2011.
[68] M. M. Bergshoef and G. J. Vancso, “Transparent nanocomposites with ultrathin,
electrospun nylon-4,6 fiber reinforcement.” Advanced materials, vol. 11, no. 16,
pp. 1362–1365, Nov. 1999.
51

[69] Chanda, M. “Introduction to polymer science and chemistry: a problem-solving
approach.” Kenneth J. Wynne, Virginia : CRC Press, 2006, pp. 1–36.
[70] Carraher Jr, C. E. “Introduction to polymer chemistry.” Florida, Boca Raton:
CRC press, 2017, pp. 25–50.
[71] Carraher Jr, C. E. “Carraher’s polymer chemistry.” Florida, Boca Raton: CRC
press, 2017, pp. 25–50.

[72] N.K. Verma, S.K. Khanna, B. Kapila, (2008, Feb. 1), Comprehensive Chemistry
XII,
(1st
edition),
[Online],
I.
Available
:
https://books.google.com.tr/books?hl=en&lr=&id=wTqOs3DAoUAC&oi=fnd
&pg=PA1&dq=N.K.+Verma,+S.K.+Khanna,+B.+Kapila,+Comprehensive+Ch
emistry+XII,+Laxmi+Publications,+New+Delhi,+India,+2004.&ots=p6Q4Y3S
m1N&sig=kDOueaqTD0a9EN1s3S_W1Sf5T6U&redir_esc=y#v=onepage&q
&f=false. [Feb. 12, 2019].

[73] Shrivastava, A., (2018, May. 18), Introduction to Plastics Engineering, (1st
edition),
[Online],
Available
:
https://books.google.com.tr/books?hl=en&lr=&id=BbXNCgAAQBAJ&oi=fnd
&pg=PP1&dq=Shrivastava,+A.+(2018).+Introduction+to+Plastics+Engineerin
g.+William+Andrew.&ots=xnL9rycSmG&sig=vfYF8pSHMKd1_4OCVA2Sn
qXT9AI&redir_esc=y#v=onepage&q=Shrivastava%2C%20A.%20(2018).%20
Introduction%20to%20Plastics%20Engineering.%20William%20Andrew.&f=f
alse. [Feb. 12, 2019].
[74] F. Croisier and C. Jérôme, “Chitosan-based biomaterials for tissue engineering.”
European Polymer Journal, vol. 49, no. 4, pp. 780–792, Apr. 2013.

[75] F. S. El-banna, M. E. Mahfouz, Leporatti, S., El-Kemary, M. and AN Hanafy,
N., “Chitosan as a Natural Copolymer with Unique Properties for the
Development of Hydrogels.” Applied Sciences, vol. 9, no. 11 pp. 1–11, May.
2019.
[76] H. Homayoni, S. A. H. Ravandi, and M. Valizadeh, “Electrospinning of chitosan
nanofibers: Processing optimization.” Carbohydrate polymers, vol. 77, no. 3, pp.
656–661, Jul. 2009.
[77] Geng, X., Kwon, O.H. and Jang, J., “Electrospinning of chitosan dissolved in
concentrated acetic acid solution.” Biomaterials, vol. 26, no. 27, pp. 5427–5432,
Sep. 2005.
52

[78] S. Surucu and H. T. Sasmazel, “Development of core-shell coaxially electrospun
composite PCL/chitosan scaffolds.” International journal of biological
macromolecules, vol. 92, pp. 321–328, Nov. 2016.
[79] K. Ohkawa, D. Cha, H. Kim, A. Nishida, and H. Yamamoto, “Electrospinning
of chitosan.” Macromolecular rapid communications, vol. 25, no. 18, pp. 1600–
1605, Sep. 2004.

[80] Min, B.M., Lee, S.W., Lim, J.N., You, Y., Lee, T.S., Kang, P.H. and Park, W.H.,
“Chitin and chitosan nanofibers: electrospinning of chitin and deacetylation of
chitin nanofibers.” Polymer, vol. 45, no. 21, pp. 7137–7142, Sep. 2004.
[81] K. Desai and K. Kit, “Effect of spinning temperature and blend ratios on
electrospun chitosan/poly(acrylamide) blends fibers.” Polymer, vol. 49, no. 19,
pp. 4046–4050, Sep. 2008.
[82] R. R. Klossner, H. A. Queen, A. J. Coughlin, and W. E. Krause, “Correlation of
chitosan’s rheological properties and its ability to electrospin.”
Biomacromolecules, vol. 9, no. 10, pp. 2947–2953, Oct. 2008.
[83] S. Torres‐Giner, M. J. Ocio, and J. M. Lagaron, “Development of active
antimicrobial fiber‐based chitosan polysaccharide nanostructures using
electrospinning.” Engineering in Life Sciences, vol. 8, no. 3, pp. 303–314, Jun.
2008.
[84] B. Son, B.-Y. Yeom, S. H. Song, C.-S. Lee, and T. S. Hwang, “Antibacterial
electrospun chitosan/poly (vinyl alcohol) nanofibers containing silver nitrate and
titanium dioxide.” Journal of Applied Polymer Science, vol. 111, no. 6, pp.
2892–2899, Mar. 2009.
[85] Martin G. Peter, “European Chitin Society EUCHIS’99,” Proceedings of the 3rd
International Conference of the European Chitin Society, Potsdam, Germany,
1999.
[86] D. W. Lee, C. Lim, J. N. Israelachvili, and D. S. Hwang, “Strong adhesion and
cohesion of chitosan in aqueous solutions.” Langmuir, vol. 29, no. 46, pp.
14222–14229, Nov. 2013.
[87] Lim, C., Lee, D.W., Israelachvili, J.N., Jho, Y. and Hwang, D.S., “Contact timeand pH-dependent adhesion and cohesion of low molecular weight chitosan
53

coated surfaces.” Carbohydrate polymers, vol. 117, no. 6, pp. 887–894, Mar.
2015.
[88] Jeffryes, C., Agathos, S.N. and Rorrer, G., “Biogenic nanomaterials from
photosynthetic microorganisms.” Current opinion in biotechnology, vol. 33, pp.
23–31, Jun. 2015.
[89] Husseinsyah, S., Azmin, A.N. and Ismail, H., “Effect of maleic anhydridegrafted-polyethylene (MAPE) and silane on properties of recycled
polyethylene/chitosan biocomposites.” Polymer-Plastics Technology and
Engineering, vol. 52, no. 2, pp. 168–174, Oct. 2013.
[90] Rinaudo, M., “Chitin and chitosan: properties and applications.” Progress in
polymer science, vol. 31, no. 7, pp. 603–632, Jul. 2006.
[91] O. Hardick, B. Stevens, and D. G. Bracewell, “Nanofibre fabrication in a
temperature and humidity controlled environment for improved fibre
consistency.” Journal of materials science, vol. 46, no. 11, pp. 3890–3898, Jun.
2011.
[92] Mit‐uppatham, C., Nithitanakul, M. and Supaphol, P., “Ultrafine electrospun
polyamide‐6 fibers: effect of solution conditions on morphology and average
fiber diameter.” Macromolecular Chemistry and Physics, vol. 205, no. 17, pp.
2327–2338, Nov. 2004.

[93] C. L. Casper, J. S. Stephens, N. G. Tassi, D. B. Chase, and J. F. Rabolt,
“Controlling surface morphology of electrospun polystyrene fibers: effect of
humidity and molecular weight in the electrospinning process.”
Macromolecules, vol. 37, no. 2, pp. 573–578, Jan. 2004.
[94] L. Huang, N. Bui, S. S. Manickam, and J. R. Mccutcheon, “Controlling
electrospun nanofiber morphology and mechanical properties using humidity.”
Journal of polymer science part B: Polymer physics, vol. 49, no. 24, pp. 1734–
1744, Dec. 2011.

[95] Y. E. Aguirre-chagala, V. M. Altuzar-aguilar, and J. G. Domínguez-chávez,
(2017), “Influence of Relative Humidity on The Morphology of Electrospun
Polymer Composites.” Pelagia Research Library, [Online], 8(1), pp. 83–92.
Available: http://www.pelagiaresearchlibrary.com/ [Sep. 25, 2019].

54

[96] Zhao, J., Yang, R., Iervolino, R. and Barbera, S., “Changes of chemical structure
and mechanical property levels during thermo-oxidative aging of NBR.” Rubber
Chemistry and Technology, vol. 86, no. 4, pp. 591–603, Dec. 2013.

[97] Melo-Silveira, R.F., Fidelis, G.P., Costa, M.S.S.P., Telles, C.B.S., DantasSantos, N., Elias, S.D.O., Ribeiro, V.B., Barth, A.L., Macedo, A.J., Leite, E.L.
and Rocha, H.A.O., “In vitro antioxidant, anticoagulant and antimicrobial
activity and in inhibition of cancer cell proliferation by xylan extracted from corn
cobs.” International journal of molecular sciences, vol. 13, no. 1, pp. 409–426,
Jan. 2012.
[98] W. F. Wolkers, A. E. Oliver, F. Tablin, and J. H. Crowe, “A Fourier-transform
infrared spectroscopy study of sugar glasses.” Carbohydrate research, vol. 339,
no. 6, pp. 1077–1085, Apr. 2004.

[99] Silva, F.R.F., Dore, C.M.P.G., Marques, C.T., Nascimento, M.S., Benevides,
N.M.B., Rocha, H.A.O., Chavante, S.F. and Leite, E.L., “Anticoagulant activity,
paw edema and pleurisy induced carrageenan: Action of major types of
commercial carrageenans.” Carbohydrate Polymers, vol. 79, no. 1, pp. 26–33,
Jan. 2010.
[100] S.-H. Lim and S. M. Hudson, “Synthesis and antimicrobial activity of a watersoluble chitosan derivative with a fiber-reactive group.” Carbohydrate research,
vol. 339, no. 2, pp. 313–319, Jan. 2004.
[101] A. B. Vino, P. Ramasamy, V. Shanmugam, and A. Shanmugam, “Extraction,
characterization and in vitro antioxidative potential of chitosan and sulfated
chitosan from Cuttlebone of Sepia aculeata Orbigny, 1848.” Asian Pacific
journal of tropical biomedicine, vol. 2, no. 1, pp. S334–S341, Jan. 2012.
[102] C. Song, H. Yu, M. Zhang, Y. Yang, and G. Zhang, “Physicochemical properties
and antioxidant activity of chitosan from the blowfly Chrysomya megacephala
larvae.” International journal of biological macromolecules, vol. 60, pp. 347–
354, Sep. 2013.

[103] Lee, J.S., Choi, K.H., Ghim, H.D., Kim, S.S., Chun, D.H., Kim, H.Y. and Lyoo,
W.S., “Role of molecular weight of atactic poly (vinyl alcohol) (PVA) in the
structure and properties of PVA nanofabric prepared by electrospinning.”
Journal of Applied Polymer Science, vol. 93, no. 4, pp. 1638–1646, Aug. 2004.
[104] “Conjugate

electrospinning.”
55

Internet:

http://article.sapub.org/image/10.5923.j.textile.20170604.03_007.gif, [Sep. 3,
19].
[105] “Centrifugal Electrospinning.” Internet:
espin.html#.WcJ4-jVx3IU, [Sep. 3, 19].

http://electrospintech.com/centri-

[106] Yang Weimin, Li Haoyi, Tan Jing, Cheng Hongbo, Yan Hua, Ding Yumei,
“Melt
Differential
Electrospinning
Method.”
Internet:
http://electrospintech.com/article_mdesp.html#.WcJ6MTVx 3IU, Jan. 27, 2015
[Mar. 24, 2019].
[107] “Edge
Electrospinning.”
Internet:
http://article.sapub.org/image/10.5923.j.textile.20170604.03_016.gif, [Mar. 24,
2019].
[108] Chen, R.X., Li, Y. and He, J.H., “Mini-review on Bubbfil spinning process for
mass-production of nanofibers.” Matéria (Rio de Janeiro), vol. 19, no. 4, pp.
325–343, Dec. 2014.

[109] Xiaosong Li, MinMin, Nan Du, Ying Gu, Tomas Hode, Mark Naylor, Dianjun
Chen, Robert E. Nordquist, and Wei R. Chen, “Chitin, chitosan, and glycated
chitosan regulate immune responses: the novel adjuvants for cancer vaccine.”
Clinical and Developmental Immunology, vol. 2013, pp. 1–8, Mar. 2013.

56

