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Abstract: The textile sector produces yearly great quantities of cotton byproducts, and the major
part is either incinerated or landfilled, resulting in serious environmental risks. The use of such
byproducts in the composite sector presents an attractive opportunity to valorize the residue, reduce
its environmental impact, and decrease the pressure on natural and synthetic resources. In this
work, composite materials based on polypropylene and dyed cotton byproducts from the textile
industry were manufactured. The competitiveness of the resulting composites was evaluated from
the analyses, at macro and micro scales, of the flexural modulus. It was observed that the presence
of dyes in cotton fibers, also a byproduct from the production of denim items, notably favored the
dispersion of the phases in comparison with other cellulose-rich fibers. Further, the presence of
a coupling agent, in this case, maleic anhydride grafted polypropylene, enhanced the interfacial
adhesion of the composite. As a result, the flexural modulus of the composite at 50 wt.% of cotton
fibers enhanced by 272% the modulus of the matrix. From the micromechanics analysis, using the
Hirsch model, the intrinsic flexural modulus of cotton fibers was set at 20.9 GPa. Other relevant
micromechanics factors were studied to evaluate the contribution and efficiency of the fibers to the
flexural modulus of the composite. Overall, the work sheds light on the potential of cotton industry
byproducts to contribute to a circular economy.
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1. Introduction
The circular economy has recently evolved and gained acceptance mainly due to
the increasing environmental awareness in our society, scarcity of resources, and environmental legislation [1,2]. One major goal of the circular economy is the minimization of
waste generation in industrial processes, or otherwise, the implementation of systems that
promote conscientious management of such wastes via, for example, its valorization in
other sectors [3]. In this context, the textile sector has experienced considerable growth
in recent years, reaching up to approximately 105 million tons per year of textile fibers
by 2018 [4], which by consequence has driven the generation of high amounts of textile
byproducts [5]. A large fraction of such textile byproducts with low-added value are
landfilled or incinerated, resulting in serious environmental risks, whilst only a minor
part is recycled. As reported, only 15% of the textile byproducts worldwide are currently
recycled or reused, and it is estimated that nowadays such wastes occupy 5% of the mass of
landfills [6]. To enhance the sustainability of the textile sector and reduce the environmental
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impact resulting from the improper waste management strategies, the application of a
circular economy and valorization of the byproducts is of utmost importance.
It is estimated that a great part, about 35–40%, of the textile waste produced globally
consists of cotton [7,8]. The production of cotton fabrics consists of a first step where the
cotton fibers are yarned to produce high-quality yarns, which are then destined to the
manufacturing of fabrics and the obtention of textiles. This step generates high content
of fibrous residues in the shape of cotton trims, which are posteriorly submitted to a
defibration process to obtain cotton fibers. Again, these fibers are yarned for the final
production of textiles that will be used for the manufacturing of denim products. These
fibers used to produce denim items are generally more than 10 mm in length, whereas
those fibers less than 10 mm in length are unable to be yarned and thus have no value
to the textile industry. Such fibrous-like material stemming from the yarning of cotton
trims has usually been referred to, owing to its shape and appearance, as cotton flocks,
which are regarded as a lignocellulosic byproduct of the textile industry. Additionally, the
dyes applied for the production of denim products remain in such cotton flocks, which
indeed add a layer of complexity to its recycling, as huge amounts of water, energy, and
reactants may be needed to eliminate the dyes, making these operations economically and
environmentally unfeasible [9].
An attractive way to valorize dyed cotton flocks could be by its incorporation in
polymer matrixes to provide improved strength and/or stiffness to composite materials. Such composite materials have been typically produced using synthetic fibers (i.e.,
glass, carbon, or aramid); though, in recent years, there has been an increasing interest in
substituting such materials with natural fibers [10–12]. This is mainly due to the much
more eco-friendly character of natural fibers over synthetic ones due to their biobased,
renewable, recyclable, and biodegradable nature [13]. Additionally, mixing natural fibers
and plastic materials may contribute to low-weight, non-abrasive, non-toxic, low-cost,
and biodegradable properties [14]. Natural fiber composites (NFC) have been traditionally developed using flax, abaca, bamboo, hemp, sisal, and wood, amongst others [15].
However, in practice, any type of lignocellulosic material, such as recycled fibers, side
streams from agricultural practices, or even industrial byproducts, can be added to plastics as reinforcement [16]. In this context, the current investigation aimed to incorporate
dyed cotton flocks, an industrial textile byproduct, into polypropylene, with the purpose
of valorizing the residue, contributing to a circular economy, reducing the pressure on
natural resources, and developing competitive composite materials that can replace the
existing ones.
The case of cotton flocks is considered particularly interesting given the huge availability of the residue and its favorable chemical composition. Cotton is a cellulose-rich
material with high availability of hydroxyls groups at the fibers’ surface [17]. The abundance of hydroxyl groups can aid the development of bonds between the polymeric and
lignocellulosic phases under favorable conditions. For instance, in polypropylene (PP)based composites, with PP probably being the most representative polyolefin within the
composite sector, the use of maleic anhydride grafted polypropylene (MAPP) as a coupling
agent has effectively proved to enhance the interfacial adhesion by connecting the hydroxyl
groups in the fiber surface and maleic acid chains. The action of MAPP is based on two
mechanisms: first, the maleic groups form covalent bonds through esterification with the
hydroxyl groups in the surface of the fiber; second, MAPP’s PP chains diffuse through
entanglement (physical interactions) between the unmodified PP chains [18–20]. Hence, an
elevated presence of hydroxyls groups combined with the action of an adequate coupling
agent can develop an optimal scenario to enhance the fiber–plastic compatibility. Otherwise, poor compatibilities may lead to fiber agglomeration, uneven dispersion within the
matrix, and low stress-transfer capacity, ultimately hindering the composite’s properties.
Strengthening the interfacial adhesion with coupling agents may also contribute to the
water barrier properties of the composite material by reducing the gaps between the fiber
and the matrix [21]. In previous work from the research team dealing with the tensile and
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flexural strength of cotton fiber-reinforced PP composites, a 6 wt.% of MAPP concerning
the fiber content was established as an optimal percentage of coupling agent to effectively
address the issue of the interfacial adhesion. At this MAPP content, the higher tensile and
flexural strength increments were obtained concerning the uncoupled composite. For this
reason, in this work, composite materials were prepared both without and with a 6 wt.%
of MAPP. It must be stated that other grades of natural fiber-reinforced PP composites
may require lower MAPP contents. This may be explained by the greater contribution of
hydroxyl groups in the case of cotton fibers in comparison with other fiber sources (i.e.,
wood) [18,22].
As mentioned, cotton flocks may contain dyes resulting from the manufacture of
denim products. The presence of dyes in cotton flocks has been reported to increase the
hydrophobicity of the fibers, and thus, better dispersion of the phases is expected [9,23].
It is even possible to find some studies where the use of coupling agents was deemed
unnecessary due to the presence of dyes acting as a hydrophobic agent of the fiber surface.
Indeed, such dyes could also be interfering with the action of the coupling agents by
reducing the accessibility to the hydroxyls groups [24]. However, disposing of coupling
agents may lead to insufficient strength increments and limit the potential of the composite
material. Overall, there seems to be widespread rather ambiguous results on the influence
of dyes and coupling agents in cotton flocks-reinforced plastic composites.
The development of novel materials might fill demands that cannot be satisfied with
the existing materials. In this sense, it is important to evaluate the potential of such
materials in their specific application sectors, which are principally the automotive and
building/construction sectors for the case of natural fiber composites. In such sectors,
the composites are transformed, mainly by injection molding or extrusion processes, to
obtain products such as door panels, roofing sheets, seat backboards, windows, and floor
tiles, amongst others. These components principally develop structural or semi-structural
functions and hence are typically subjected to bending forces, whereas tensile forces are
scarce in comparison. This makes the flexural behavior of composite materials particularly
relevant for gauging the potential of these products. Engineers and architects have a particular interest in previewing the materials’ behavior under use conditions. When it comes to
mechanical properties, Neagu et al. [25] explained that the most important characteristics
of composite materials aiming at structural functions are dimensional stability and stiffness,
whereas strength has a less important role. Overall, there seems to be an interest in the
flexural behavior and stiffness of composite material, altogether making necessary the
study of the flexural modulus as a key parameter for determining the technical viability
of any product. Further, modeling the flexural modulus of composite materials via micromechanics analysis can be useful in understanding the fiber reinforcing mechanism, in
determining the intrinsic flexural modulus of the fibers, and in evaluating the contribution
of the fibers to the flexural modulus of the composite. Further, micromechanics analysis
allows relevant characteristics of the fibers to be obtained, making it possible to predict
their performance in similar systems. Some well-known micromechanical models include
the Hirsch and Tsai-Pagano models, which can be used for the prediction of the intrinsic
flexural modulus, the Cox-Krenchel model, the Fukuda model, and the Kawata model,
amongst others—all of them contributing to a better understanding of the role of natural
fibers in polymer composites. These micromechanics models have offered an effective
prediction of the intrinsic properties and behavior of natural fiber composites, as reflected
in numerous studies [26–28].
The present work examines the flexural moduli of PP-based composites processed
using injection molding and charged up with 10–50 wt.% of cotton flocks, with the
main purpose of valorizing this residue and reducing the pressure on other types of
reinforcements, either synthetic or extracted from natural resources. Further, the influence of the coupling agent, MAPP, and dyes on the composites is evaluated. The
competitiveness of the developed composites is assessed from macro- and micromechanics analyses of the flexural moduli, hereby considered a relevant mechanical prop-
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erty. Overall, the current investigation sheds light on the possibility of developing highperformance composite materials through the valorization of cotton byproducts stemming
from the textile industry, obtaining relevant, yet unknown, parameters of such residues via
micromechanics modeling.
2. Materials and Methods
2.1. Materials
Dyed cotton flocks were kindly supplied by Fontfilva S.L. (Olot, Girona, Spain). These
flocks were a byproduct of their yarning process. As mentioned, the flocks were agglomerates non-individualized fibers of less than 10 mm in length. Polypropylene (PP)
(Isplen PP090 62M) was used as a polymeric matrix, and it was supplied by Repsol-YPF
(Tarragona, Spain). Maleic anhydride grafted polypropylene (MAPP) (Epolene G3015)
from Eastman Chemical Products (San Roque, Spain) was added to the composites as
a coupling agent. Decahydronaphthalene (decalin) was acquired from Fischer Scientific (Madrid, Spain) and used to dissolve the PP matrix to recover the fibers from the
composite materials.
2.2. Methods
2.2.1. Preparation of Composite Materials
Cotton flocks were initially passed through a blade mill equipped with a 1 mm
mesh screen to individualize the entangled fibers and ensure size homogeneity. The
resulting cotton fibers were mixed with PP in a Brabender Plastograph kinetic mixer by
Brabender® (Duisburg, Germany). The composites were prepared at weight ratios of
20/80, 30/70, 40/60, and 50/50 (cotton fibers/PP), and the whole mixing process took
place at 185 ◦ C, speed of 80 rpm, and 10 min. For each composite formulation, the process
was carried out with and without MAPP to evaluate the influence of the coupling agent.
For coupled composites, a 6 wt.% of MAPP concerning fiber content was added during
the mixing process. Such MAPP quantity has been previously reported to be adequate
to strengthen fiber-matrix interfacial adhesion [9]. The obtained materials were cooled
down at room temperature and then pelletized using a knives mill equipped with a 5 mm
mesh screen. The pellets were stored at 80 ◦ C for 24 h to prevent moisture uptake before
further processing.
2.2.2. Obtention of Standard Specimens and Flexural Test
The specimens for the flexural test were produced with an injection molding machine
Meteor-40 (Mateu and Solé, Spain). The process was carried out at injection and maintaining pressures of 120 and 37.5 kg/cm3 , respectively, and temperatures of 175, 175, and 190 ◦ C
for the three equipment heating areas. At least 10 flexural specimens of each formulation
were obtained to be posteriorly tested. The dimensions of the obtained specimens were
around 127 mm in length, 13.2 mm in width, and 3.1 mm in thickness.
Before the flexural tests, the specimens were stored in a conditioning chamber for 48 h,
23 ◦ C, and 50% relative humidity, as required by [29]. Then, the specimens were subjected
to a three-point bending test using an Instron universal testing machine fitted with a 5 kN
load cell, following [30]. Some important specifications about the three-point bending test
include a distance between supports of 50 mm and 2 mm/min testing speed.
The average and standard deviation of the flexural modulus and maximum flexural
deformation were taken from 10 sample tests.
2.2.3. Morphological Analysis of the Fibers
The morphology of the fibers is required to use some micromechanics models. Since
the compounding and injection molding processes change the fiber’s morphology, it is
necessary to evaluate its morphology after the whole compounding process and not before.
For this reason, the cotton fibers were recovered from the composite materials by PP
solubilization using a Soxhlet apparatus by Merck KGaA (Dramstadt, Germany) and
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decalin (decahydronaphthalene) as solvent. The whole extraction process lasted about 24 h,
and then the fibers were rinsed with acetone and distilled water to remove the remaining
solvent. The morphology of the fibers was evaluated using a MorFi Compact from Techpap
SAS (Gières, France). The equipment measures about 30,000 fibers per test and, amongst
other parameters, returns the average fiber lengths and diameters of the fibers.
Scanning electron microscopy (SEM) was performed on the cross-sectional area of the
fractured specimens using a Zeiss DMS 960 SEM microscope by Zeiss (Jena, Germany).
2.2.4. Density Measurement and Void Volume Percentage
The density of the composite (ρc ) and matrix (ρm ) was determined using a pycnometer
and distilled water as reference liquid. Then, the density of the fibers (ρ F ) was obtained from
Equation (1), whereas the fiber volume fraction (V F ) was calculated following Equation (2):
ρC =
VF =

wC
wm /ρm + w F /ρ F

(1)

w F /ρ F
+ wm /ρm

(2)

w F /ρ F

where wC , wm , and w F represent the composite, matrix, and fiber weight fractions, respectively.
Void volume percentage (Vvoid ) was estimated using the expression in Equation (3) [31]:

Vvoid =


ρC th − ρC ex
·100
ρC th

(3)

where ρC th and ρC ex are the theoretical and experimental density of the composites. The
theoretical density of the composites is calculated assuming a fiber density of 1.54 g/cm3 ,
which agrees with accepted values in the literature.
2.2.5. Modeling the Flexural Modulus
Modeling the behavior of natural fiber composites is often required to gain a deeper
understanding of the reinforcing mechanisms and to take advantage of the potential of the
composites. Additionally, natural fiber-reinforced composites exhibit complex behavior
under load due to their anisotropy, which further supports the use of such micromechanics
models. One of the simplest ways to compute the contribution of the fibers and matrix to
the flexural modulus of the composite is through a modified Rule of Mixtures (mRoM).
The rule was initially developed to model Young’s modulus [30], although it was rapidly
adapted to the flexural modulus [32]. The mRoM for the flexural modulus is presented in
Equation (4):


F
ECf = ηe · E Ff ·V F + E M
f · 1−V

(4)

where ECf , E Ff , and E M
f are the flexural modulus of the composite, fiber, and matrix, respectively. The fiber volume fraction is represented by V F , whereas the contribution of the
fibers to the flexural modulus of the composite is corrected by incorporating a modulus
efficiency factor (ηe ). The fiber volume fraction may be simply calculated from the density
of the composite (ρC ) and the polymer (ρ M ), both measured using a pycnometer, and from
the fiber (w F ) and matrix (w M ) weight fractions [33].
The contribution of the fibers to the overall flexural modulus of the composite can
be determined from a Fiber Flexural Modulus Factor (FFMF) by rearranging the mRoM.
The contribution of the fibers to the flexural modulus of the composite, expressed by
F
ECf − E M
f · 1 − V , is graphically represented as a function of the fiber volume fraction
(V F ) at each fiber content (Equation (5)). The FFMF is obtained from the slope of the
regression line that joins the contributions at different reinforcement volume fractions. The

Materials 2021, 14, 4787

6 of 20

parameter has been typically used in the literature for comparison purposes with other
types of reinforcement within the same matrix.
FFMF =

ηe · E Ff

=

F
ECf − E M
f · 1−V


(5)

VF

The mRoM, in its current shape, contains two unknowns, which are the intrinsic
flexural modulus of the fibers (E Ff ) and modulus efficiency factor (ηe ). Following previously
published methodologies, the intrinsic flexural modulus can be effectively determined
using either (i) the Hirsch model [34] or (ii) the Tsai–Pagano model employing Halpin–Tsai
equations, hereby abbreviated as TP&HT [35–37].
The Hirsch model is a combination of Reuss and Voigt models. The Reuss model
defines a system where the load is applied parallel to the fiber axis, whereas in the Voigt
model, the stress happens perpendicular to the fiber axis. From the combination of both
models and, by the inclusion of a stress-transfer coefficient (β), the Hirsch model is obtained.
Generally, in those short fiber polymer composites processed using injection molding, a
value of β close to 0.4 has shown good agreement between theoretical and experimental
values [38]. The Hirsch model is reported in Equation (6):
Ecf

= β·



E Ff ·V F

−

EM
f



1−V

F





+ 1−V

F



·

E Ff · E M
f
F
F
F
EM
f ·V + E f ·(1 − V )

(6)

Unlike the Hirsch model, where only experimental data from the flexural test are
used, the TP and HT model also considers morphological features of the fibers, such as
mean fiber length (l F ) and diameter (d F ). Tsai–Pagano model is described in Equation (7),
whereas the longitudinal modulus (E11 ) and transverse modulus (E22 ) may be determined
following Halpin–Tsai equations according to Equations (8) and (9):
ECf =

E11

3 11 5 22
·E + ·E
8
8

(7)




E Ff /E M
−1
1 + 2· l F /d F ·ηl ·V F m
f

=
· E f ; ηl = 
F
1 − ηl · V
+ 2·(l F /d F )
E Ff /E M
f


F /E M − 1
F
E
f
1 + 2 ·ηt · V
f

E22 =
· Emf ; ηt = 
F
M
F
1 − ηt · V
E /E
+2
f

(8)

(9)

f

Once the intrinsic flexural modulus is computed, either by Hirsch or TP&HT models,
the modulus efficiency factor may be obtained from the mRoM in Equation (4). Such
modulus efficiency factor is mainly influenced by the orientation and length of the fibers
inside the composite, which makes it possible to decompose the factor in a modulus
orientation factor (ηl ) and modulus length factor (ηo ) according to Equation (10):
ηe = ηl ·ηo

(10)

Both ηl and ηo can be obtained by initially calculating the ηl through the Cox and
Krenchel model (Equation (11)) [39,40] and then isolating the ηo from Equation (10). It
should be noted that the factor ξ in Equation (11) refers to the stress concentration rate
at the ends of the fibers, whereas ν is the Poisson’s ratio of the matrix—in this case,
0.36 for PP.
v

u
F
EM
u
tan h ξ ·l /2
1
f
t
p
ηl = 1 −
;
ξ
=
·
(11)
F
ξ ·l F /2
(d F /2)
E ·(1 − ν)· ln(π/4V F )
f
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Once the orientation factor is obtained from Equation (10), it is possible to relate
such factor to a limiting angle of the fibers (αo ) following the Fukuda and Kawata model
(Equation (12)) [41]. Then, Sanomura and Kawamura [42] proposed an orientation parameter ( f p ) from which a theoretical average orientation of the fibers (α) can be obtained
((Equation (13)):


sin(αo ) 3 − ν sin(αo ) 1 − ν sin(3αo )
ηo =
·
·
+
·
(12)
αo
4
αo
4
3αo
fp =

sin(2αo )
= 2· cos2 (α) − 1
2αo

(13)

The workflow of the current investigation, from experimental to micromechanics
8 of 21
modeling, is presented in Figure 1.
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3. Results
3.1. Density and Void Volume Percentage of the Composites
The effect of fiber loading on the density and void volume percentage of the composites was evaluated and the results are collected in Table 1.
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3. Results
3.1. Density and Void Volume Percentage of the Composites
The effect of fiber loading on the density and void volume percentage of the composites
was evaluated and the results are collected in Table 1.
Table 1. Fiber content, matrix density (ρm ), experimental composite density (ρC ex ), fiber density (ρ F ), fiber volume fraction
(V F ), theoretical composite density (ρC th ), and void volume percentage (Vvoid ).
Fiber Content (wt. %)
20
30
40
50

ρm (g/cm3 )

ρC ex (g/cm3 )

ρF (g/cm3 )

VF

ρC th (g/cm3 )

Vvoid (%)

0.905

0.983
1.028
1.076
1.129

1.500
1.505
1.502
1.504

0.131
0.205
0.287
0.376

0.986
1.033
1.084
1.140

0.339
0.460
0.715
0.881

The density of the composites is observed to increase with the fiber content due to the
notably higher density of cotton fibers in comparison with the neat matrix. In this sense, the
density of cotton fibers was calculated to be 1.50 g/cm3 , assuming fully dense composite
materials. However, the reported density in the literature for cotton fibers has been set at
1.54 g/cm3 , from which the theoretical density of the composite can be back calculated
with the purpose of obtaining the void volume percentage of the composites (Equation (3)).
Accordingly, the manufactured composites yielded void volume percentages of 0.339, 0.460,
0.715, and 0.881% concerning the 20, 30, 40, and 50 wt.% fiber content.
Porosity or void content in natural fiber composites is usually due to the intra fiber
voids, such as natural fiber lumen, or due to the formation of voids between fibers. The first
phenomenon affects composites with low fiber content, and the second increases with the
percentage of fibers, uneven dispersion, or low individualization. Indeed, it is observed that
void content increased with the fiber volume fraction. In this work, the relatively low void
volume percentages are principally attributed to the compression forces that the materials
undergo due to the mold injection process. Fibers’ morphology changes noticeably during
this phase. The lumen disappears as the fibers are compressed. On the other hand, the
authors individualized the fibers prior to their processing to minimize the apparition of
fiber bundles and to ensure a proper and regular dispersion of the reinforcements in the
composite. This fact decreases the formation of voids between fibers.
Voids may affect the mechanical performance of composite materials. Madsen et al. [43]
stated that for natural fiber-reinforced thermoplastic composites, the effect of porosity on
the stiffness could be approximated by a factor of (1 − Vvoid )2 . This roughly means that the
void content in the composites reduced the stiffening potential by 0.68, 0.92, 1.42, and 1.75%
concerning the composites containing a 20, 30, 40, and 50 wt.% of cotton fibers. These are
considered almost negligible effects. Indeed, it has been considered that void content up to
4% has minimal effect on natural fiber composites [44]. Neglecting the possible effects of
porosity on the materials’ stiffness, the flexural modulus of the manufactured composites
was evaluated.
3.2. Analysis of the Flexural Modulus
Table 2 presents the flexural modulus (ECf ) and flexural strain (εCf ) of the coupled
(6 wt.% MAPP) and uncoupled (0 wt.% MAPP) polypropylene (PP) composites containing
20–50 wt.% of cotton fibers (CF). In addition, the evolution of such parameters with the
fiber volume fraction is graphically represented in Figure 2.
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Table 2. Flexural modulus (ECf ) and flexural deformation (εCf ) of the uncoupled and coupled composites reinforced with
cotton fibers.
Fiber Content
(wt. %)

Vf

0
0
20
0.131
30
0.205
40 14, x FOR PEER REVIEW
0.287
Materials 2021,
50
0.376

0 wt.% MAPP
Ecf

(GPa)

1.1 ± 0.1
2.4 ± 0.2
2.9 ± 0.1
3.5 ± 0.2
4.1 ± 0.2

6 wt.% MAPP
εcf

(%)

9.6 ± 0.2
5.8 ± 0.2
4.7 ± 0.3
4.0 ± 0.1
3.8 ± 0.1

Ecf

(GPa)

1.1 ± 0.1
2.4 ± 0.1
2.7 ± 0.2
3.2 ± 0.2
3.9 ± 0.1

εcf (%)
9.6 ± 0.2
6.7 ± 0.0
5.5 ± 0.1
4.9 ± 0.2 10 of 21
4.1 ± 0.1

Figure 2.
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was 16.39
μeq·g/g,
the virgin
cotton
fibers containing no dyes exhibited a CD of about 58.7 μeq·g/g [23,49]. This means that the
presence of dyes reduces the anionic nature of the fiber surface and thus makes the reinforcement more affine to the plastic material. For this reason, the presence of dyes in cotton flocks should not be viewed as inconvenient if the purpose is to valorize the residue

Materials 2021, 14, 4787

10 of 20

cotton fibers containing no dyes exhibited a CD of about 58.7 µeq·g/g [23,49]. This means
that the presence of dyes reduces the anionic nature of the fiber surface and thus makes the
reinforcement more affine to the plastic material. For this reason, the presence of dyes in
cotton flocks should not be viewed as inconvenient if the purpose is to valorize the residue
in the composite sector.
The differences in flexural moduli of both coupled and uncoupled composites were
not statistically significant as determined by ANOVA analysis at 95% confidence. Indeed,
the presence of coupling agents that enhance the fiber-matrix interfacial adhesion has been
reported to have almost no influence on the stiffness of composite materials [48], which
is mainly governed by other factors, such as fiber and matrix properties, fiber content,
grade of dispersion, and distribution of the phases [26,50,51]. Hence, coupling agents
such as MAPP may not be required for purely stiffening purposes. However, composites
containing MAPP were able to withstand higher flexural deformations and in addition, a
recent study indicated that the flexural strength of coupled composites was higher than
uncoupled [52]. Contrary to the flexural modulus, the analysis of variance (ANOVA) for
the flexural deformation revealed significant differences between coupled and uncoupled
composites. Such effects on deformation and strength properties are explained by the
presence of MAPP favoring the bond formation between PP and cotton fibers, which
consequently improves the stress transfer at the interfacial boundary when the material is
subjected to load. Additionally, MAPP may also contribute to the water barrier properties of
the composite material by reducing the availability of hydroxyl groups [53]. It is concluded
that MAPP may not be necessary to increase the flexural modulus of the composite, though,
its addition may add a competitive advantage over uncoupled composites in terms of
strength, deformation capacity, and water barrier properties. Scanning electron microscopy
(SEM) images were taken at the cross-sectional area of the specimens to assess how the
presence of MAPP affected the dispersion and adhesion of the phases (Figure 3).
In Figure 3a, several holes in the material can be observed, presumably due to fiber
slippage because of poor fiber-matrix adhesion in those uncoupled composites. A rather
smother surface is observed in Figure 3b for the coupled composite, and the fibers seem to
be more attached to the matrix. Such effects are more pronounced at higher magnifications.
Composites without MAPP (Figure 3c,d) showed weaker interfacial adhesion than those
containing MAPP (Figure 3e,f), as denotes the poor fiber-matrix anchoring and fiber pullout tendency. Moreover, coupled composites showed improved wetting of the polymer on
the fiber mainly due to the improved interactions between both phases. These effects on
the material can explain the lower deformation capacities of uncoupled composites over
coupled ones.
3.3. Contribution of Cotton Fibers to the Flexural Modulus of the Composites
The Fiber Flexural Modulus Factor (FFMF) is used to compute the contribution of the
fibers to the flexural modulus of the composite. The parameter is considered an adequate
indicator of the stiffening potential of natural fibers and thus can be used for comparison
purposes with other fibers. In this work, the FFMF of cotton fibers was compared with other
PP-based composites reinforced with wood fibers [54] and glass fibers [55] and reported
in the literature. In Figure 4, the net contribution of cotton fibers, wood fibers, and glass
fibers to the flexural modulus of PP composites is represented against the fiber volume
fraction to obtain the FFMF. For comparison purposes, the fiber weight percentage is also
presented in Figure 4.
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In Figure 3a, several holes in the material can be observed, presumably due to fiber
slippage because of poor fiber-matrix adhesion in those uncoupled composites. A rather
smother surface is observed in Figure 3b for the coupled composite, and the fibers seem
to be more attached to the matrix. Such effects are more pronounced at higher magnifica-
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Figure
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2.9
times
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From
4 it ispossible
further possible
to estimate
that, for
40 wt.% of cotton fibers, 30 wt.% of wood fibers, and 20 wt.% of glass fibers showed similar
instance,
40 wt.% of cotton fibers, 30 wt.% of wood fibers, and 20 wt.% of glass fibers
stiffening potential. It is also worth noting that at the mentioned weight percentages, cotton
showed similar stiffening potential. It is also worth noting that at the mentioned weight
fiber composites show rather higher flexural deformation than wood composites (4.7%),
percentages, cotton fiber composites show rather higher flexural deformation than wood
which can be principally attributed to a better grade of dispersion within the matrix. Other
composites (4.7%), which can be principally attributed to a better grade of dispersion
types of lignocellulosic residues resulting from the textile industrial activity have shown
within the matrix. Other types of lignocellulosic residues resulting from the textile indusslightly lower FFMFs. This is the case of hemp core fibers, which are an industrial residue
trial activity have shown slightly lower FFMFs. This is the case of hemp core fibers, which
from the production of hemp strands, which when combined with PP exhibited an FFMF
are an industrial residue from the production of hemp strands, which when combined
around 8 [56].
with PP exhibited an FFMF around 8 [56].
Following the same methodology as for the calculus of the FFMF, a Fiber Tensile
Following the same methodology as for the calculus of the FFMF, a Fiber Tensile
Modulus Factor (FTMF) can be calculated from the measurement of Young’s modulus. The
Modulus Factor (FTMF) can be calculated from the measurement of Young’s modulus.
ratio between the FFMF and FTMF has been proposed in recent works as a simple modus
for predicting the intrinsic flexural modulus of natural fibers [19]. Such a hypothesis is
built on the fact that the modulus efficiency factor (ηe ) does not depend upon the type of
test, either tensile or flexural. ηe is mainly influenced by fibers’ morphology, dispersion,
and average orientation within the composite material, and such characteristics should not
vary with the type of test. Assuming this hypothesis is correct, the following expression is
obtained (Equation (14)):
ηe · E Ff
E Ff
FFMF
=
= F
FTMF
ηe · EtF
Et

then,

E Ff =

FFMF F
·E
FTMF t

(14)

The FTMF and intrinsic tensile modulus of cotton fibers (EtF ) were studied in previous
work [9]. The FTMF was set at 12.603, whereas the EtF was 31.5, 28.1, 26.5, and 25.5 GPa with
respect to the composites containing 20, 30, 40, and 50 wt.% of cotton fibers, respectively.
From these values, the intrinsic flexural strength of cotton fibers may be obtained following
Equation (14). It is noted that the resulting values should be further contrasted with more
established models such as Hirsch or Tsai–Pagano ones. However, finding models that
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connect, in a rather effective way, tensile and flexural properties of composite materials
is interesting from a research perspective, as reflected in several works, especially in
the study of fibers’ intrinsic properties owing to the difficulty of direct measuring their
properties [57,58]. For instance, Hashemi [59] proposed a linear relationship combining
macro- and micromechanical parameters by using the ratio between the tensile
and

 flexural
modulus of the composite, resulting in the following expression: E Ff = Ecf /Etc · EtF . The
main difference between this expression and the one in Equation (14) is that the latter one
accounts only for the fiber contribution, whereas the expression of Hashemi considers both
the matrix and fiber contribution to the flexural modulus of the composite.
3.4. Determination of the Intrinsic Flexural Modulus
The difficulty in measuring the flexural modulus of natural fibers by direct testing
glimpses the opportunity of applying micromechanics models. In this context, the intrinsic
flexural modulus of cotton fibers was calculated using (i) the Hirsch model and (ii) the
Tsai–Pagano model using Halpin–Tsai equations, abbreviated as TP&HT. Since Halpin–
Tsai equations require the mean fiber length (l F ) and diameter (d F ) of the fibers, the
composite materials were subjected to Soxhlet extraction using decalin as a solvent to
dissolve polypropylene and recover the fibers, which were then submitted to morphological
analysis. The results from the morphological test are reported in Table 3. Further, SEM
images of the cotton fibers before processing are provided in Figure 5 to further evaluate
the morphology of the fibers.
Table 3. Evolution of morphological parameters, mean fiber length (l F ), mean fiber diameter (d F ), and aspect ratio (l F /d F )
with the fiber content.
0 wt.% MAPP
Fiber Content
(wt. %)
20
30
40
50

lF
(µm)
512 ± 9
459 ± 5
396 ± 13
351 ± 15

6 wt.% MAPP

dF
(µm)

lF /dF

lF
(µm)

16.5

31.0
27.8
24.0
21.3

509 ± 9
406 ± 5
339 ± 7
299 ± 11

dF
(µm)

lF /dF

16.5

30.8
24.6
20.5
18.1

A clear overall tendency of the mean fiber length to decrease as the fiber content
increases was observed. This is explained by an increment of the composite viscosity
concerning the matrix when natural fibers are incorporated into the material, which by
consequence increases the shear forces created during the internal mixing process leading
to fiber attrition and fiber length shortening. Additionally, the diameter was less affected
by the compounding process and thus remained very stable at 16.5 µm. Such diameter
agrees with the images in Figure 5, where the fibers present approximate diameters in the
range of 16 and 17 µm. In addition, from SEM images in Figure 5, one can see that cotton
fibers present a smooth surface, probably due to low lignin content and to the presence of
dyes covering the surface. The attrition phenomena of the fibers were more pronounced in
coupled composites, as reflected in a more sudden decrease of the average fiber length. This
is explained by the stronger fiber-matrix adhesion in coupled composites that promotes
the more efficient transmission of the shear forces from the matrix to the fibers [60]. The
lower length of natural fibers in coupled composites, combined with very stable diameters,
also led to smaller aspect ratios. Such differences observed in the aspect ratio of the fibers
depending on the presence of MAPP can justify the slight discrepancies in the flexural
moduli between uncoupled and coupled composites. The relationship between fiber aspect
ratio and the stiffness of composite materials has been previously studied by Shibata et al.
(2005) [61] and Hsueh (2000) [62]. According to their results, the stiffness of composites
increases with the average fiber length up to approximately 2.8 mm length. Hence, the
uncoupled composites are expected to show slightly higher flexural modulus owing to
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composites, as shown in Figure 6. The specific intrinsic flexural modulus (E Ff /ρ F ) of the
fibers are also included in Figure 6 to attain the different densities of the fibers.
Table 4. Intrinsic flexural modulus of cotton fibers obtained using (i) Hirsch model, (ii) Tsai–Pagano model using Halpin–Tsai
equation (TP&HT) (iii), and the ratio between the FFMF and FTMF.
Intrinsic Flexural Modulus (EFf ) (Gpa)
Fiber Content
(wt. %)

0 wt.% MAPP

6 wt.% MAPP

Hirsch

TP&HT

FFMF
FTMF

20
30
40
50

24.1
21.1
19.9
18.6

29.4
23.7
21.4
18.9

21.8
19.4
18.3
17.6

24.1
18.7
17.3
17.3

29.4
20.4
18.1
17.6

23.3
20.8
19.6
17.6

Average

20.9

23.4

20.7

19.4

21.4

19.3
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using the modulus length and orientation factors. Further, from the orientation factor, the
using the modulus length and orientation factors. Further, from the orientation factor, the
limiting and average orientation angles were determined. The results are given in Table 5.
limiting and average orientation angles were determined. The results are given in Table
5.
Table 5. Micromechanics of the flexural modulus. Intrinsic flexural strength (𝐸 ), modulus efficiency factor (𝜂 ), length
factor (𝜂 ), orientation factor (𝜂 ), limit angle (𝛼 ), mean orientation angle (𝛼).

Coupling Agent Content

Factor

0 wt.% MAPP

𝐸 (Hirsch)
η
η

20
24.1
0.46
0.89

Fiber Content (wt. %)
30
40
21.1
19.9
0.47
0.48
0.90
0.90

50
18.6
0.49
0.91

Average
20.9
0.47
0.90
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Table 5. Micromechanics of the flexural modulus. Intrinsic flexural strength (E Ff ), modulus efficiency factor (ηe ), length
factor (ηl ), orientation factor (ηo ), limit angle (αo ), mean orientation angle (α).
Coupling Agent Content

Factor

0 wt.% MAPP

E Ff (Hirsch)
ηe
ηl
ηo
αo
α
E Ff (Hirsch)
ηe
ηl
ηo
αo
α

6 wt.% MAPP

Fiber Content (wt. %)
20

30

40

50

24.1
0.46
0.89
0.52
66.0◦
30.6◦
24.1
0.46
0.89
0.52
65.8◦
30.6◦

21.1
0.47
0.90
0.52
65.2◦
30.6◦
18.7
0.48
0.89
0.54
63.5◦
30.6◦

19.9
0.48
0.90
0.53
64.3◦
30.6◦
17.3
0.49
0.89
0.55
61.9◦
30.6◦

18.6
0.49
0.91
0.54
63.1◦
30.6◦
17.3
0.49
0.89
0.55
61.2◦
30.6◦

Average
20.9
0.47
0.90
0.53
64.7◦
30.6◦
19.4
0.48
0.89
0.54
63.1◦
30.6◦

First, the slight differences between the micromechanics of coupled and uncoupled
composites are not considered significant, as the variations are almost negligible. The
modulus efficiency factor is in line with those reported in the literature for natural fibers,
around 0.5, supporting the relevance of the results and indicating that the composite
material took full advantage of the stiffening potential of the fiber. Noteworthily, the
efficiency factor is in the same order as the one obtained from the micromechanics of
Young’s modulus in a recent work, with an average value of 0.47. The similarities between
the efficiency factors obtained from Young’s and flexural moduli analyses support the
theoretical hypothesis regarding the calculus of the intrinsic flexural modulus from the
FFMF/FTMF ratio.
The modulus orientation factor typically ranges between 0.4 and 0.6 in composites
processed using injection molding and is mainly influenced by the compounding conditions
and mold geometry [46]. In this work, the values for the modulus orientation factor were
around 0.53–0.54. Such factor equals 1 when the fibers are completely aligned, whereas for
planar random configuration the factor tends to be 3/8 and for completely random systems
the factor may decrease to 1/5 [63,64]. Hence, for the present case a certain alignment of the
fibers inside the composite is noticed, which as mentioned, can be principally attributed to
the injection process. The modulus length factor was close to 1, which indicates that fibers’
morphology, particularly their aspect ratio, plays a key role in stiffening the composite
material by providing an adequate load transfer.
By using the modulus orientation factor and estimating a square packing distribution
of the fibers inside the composite, a limiting angle around 63–64◦ was obtained. The
limiting angle refers to the angle of orientation for which the axial stress of the fiber tends
to 0. From such value, the mean orientation of the fibers inside the composite may be
set at 30.6◦ , both for uncoupled and coupled composites, considering that a fully aligned
fiber/matrix system would reach 0◦ . Comparatively, the micromechanics of Young’s
modulus for the same composites returned a limiting angle of 53.3◦ and mean orientation
about 36.1◦ . It is observed that, again, the micromechanics of the Young’s modulus and
flexural modulus deliver similar results. Similarities are also found in the micromechanics
analysis of the tensile strength, which was the subject of study in previous work [24]. In
such work, the strength orientation factor (x1 ) was set at 0.3, from which a limiting angle
of 61◦ could be calculated in agreement with the expression x1 = cos4 (α0 ) developed by
Mittal et al. [65], finally obtaining a mean orientation of the fibers of 35.4◦ . It is observed
that from tensile strength, Young’s modulus, and flexural modulus analysis of the materials’
similar orientation angles are attained, which supports the relevance of the micromechanics
models and the results obtained.
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In general, the developed cotton-reinforced PP composites are presented as an attractive opportunity to replace virgin lignocellulosic feedstocks with industrial residues,
attaining economically and technically competitive materials. The composites could exhibit
potential for semi-structural/construction given their relatively high stiffness/weight ratio,
making their use particularly adequate for lightweight applications, such as panels, ceilings,
and partition boards. Other fields where the composites could be directly implemented
concern the automotive sector. Indeed, the global production of natural fiber composites in the automotive sector has grown considerably in recent years from 90,000 tons in
the year 2010 to 350,000 tons by 2020 [66]. Additionally, the similar appearance of the
composites to solely wood materials also makes the composites suitable for furniture and
indoor applications.
4. Conclusions
The textile industry generates huge amounts of cotton byproducts yearly, from which
only a minor part is recycled, and the rest is either landfilled or incinerated, resulting
in serious environmental issues. To enhance the sustainability of the textile sector, the
potential of these cotton byproducts in the composite sector was evaluated. The cotton
flocks were mechanically defibrated and incorporated into a polypropylene matrix up to
50 wt.%. The flexural modulus of the composites was studied to assess their potential and
competitiveness. The results indicate that the flexural modulus increased steadily up to
50 wt.% of fiber contents, increasing the flexural modulus of the matrix by 272%. The good
dispersion of the phases in comparison with other fiber typologies was attributed to the
presence of dyes, whereas the good interfacial adhesion was attributed to the presence
of maleic anhydride polypropylene (MAPP), which was used as a coupling agent. From
the micromechanics analysis of the flexural modulus, the following remarks are pointed
out: (i) An alternative methodology, which connected Young’s and flexural moduli, was
used for the calculus of the intrinsic flexural modulus of cotton fibers, which agreed with
more established models such as Hirsch or Tsai–Pagano; (ii) The intrinsic flexural modulus
(around 20 GPa) was found in line with other natural fibers, though still far from glass
fibers; (iii) It was shown that the composite took advantage of the stiffening potential of
cotton fibers; (iv) The fibers showed a certain degree of alignment, whereas the aspect ratio
was found to play a key role on stiffening the material. Overall, the developed composites
showed similar stiffening potential as other natural fibers, with the environmental and
economic advantage of valorizing a low value-added residue.
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Malinauskaite, J.; Jouhara, H.; Czajczyńska, D.; Stanchev, P.; Katsou, E.; Rostkowski, P.; Thorne, R.J.; Colón, J.; Ponsá, S.;
Al-Mansour, F.; et al. Municipal solid waste management and waste-to-energy in the context of a circular economy and energy
recycling in Europe. Energy 2017, 141, 2013–2044. [CrossRef]

Materials 2021, 14, 4787

4.
5.
6.
7.
8.
9.
10.
11.
12.
13.
14.
15.
16.
17.
18.
19.
20.

21.
22.
23.
24.
25.
26.
27.
28.
29.
30.
31.
32.
33.

18 of 20

Chemiefaser, I. Worldwide Production Volume of Chemical and Textile Fibers from 1975 to 2018; Statista Inc.: Hamburg, Germany, 2018.
Patti, A.; Cicala, G.; Acierno, D. Eco-Sustainability of the Textile Production: Waste Recovery and Current Recycling in the
Composites World. Polymers 2021, 13, 134. [CrossRef] [PubMed]
De Silva, R.; Wang, X.; Byrne, N. Recycling textiles: The use of ionic liquids in the separation of cotton polyester blends. RSC Adv.
2014, 4, 29094–29098. [CrossRef]
Shen, F.; Xiao, W.; Lin, L.; Yang, G.; Zhang, Y.; Deng, S. Enzymatic saccharification coupling with polyester recovery from
cotton-based waste textiles by phosphoric acid pretreatment. Bioresour. Technol. 2013, 130, 248–255. [CrossRef]
Jeihanipour, A.; Karimi, K.; Niklasson, C.; Taherzadeh, M.J. A novel process for ethanol or biogas production from cellulose in
blended-fibers waste textiles. Waste Manag. 2010, 30, 2504–2509. [CrossRef] [PubMed]
Serra, A.; Tarrés, Q.; Chamorro, M.-À.; Soler, J.; Mutjé, P.; Espinach, F.X.; Vilaseca, F. Modeling the Stiffness of Coupled and
Uncoupled Recycled Cotton Fibers Reinforced Polypropylene Composites. Polymers 2019, 11, 1725. [CrossRef]
Mohanty, A.K.; Misra, M.; Drzal, L.T. Natural Fibers, Biopolymers, and Biocomposites; Lawrence, T., Ed.; Taylor & Francis: Boca Raton,
FL, USA, 2005; ISBN 9780203508206.
Bledzki, A.K.; Gassan, J.; Theis, S. Wood-filled thermoplastic composites. Mech. Compos. Mater. 1998, 34, 563–568. [CrossRef]
Holbery, J.; Houston, D. Natural-fiber-reinforced polymer composites in automotive applications. JOM 2006, 58, 80–86. [CrossRef]
Serrano, A.; Espinach, F.X.; Tresserras, J.; Pellicer, N.; Alcala, M.; Mutje, P. Study on the technical feasibility of replacing glass
fibers by old newspaper recycled fibers as polypropylene reinforcement. J. Clean. Prod. 2014, 65, 489–496. [CrossRef]
Puglia, D.; Biagiotti, J.; Kenny, J.M. A review on natural fibre-based composites—Part II: Application of natural reinforcements in
composite materials for automotive industry. J. Nat. Fibers 2004, 1, 23–65. [CrossRef]
Serra-Parareda, F.; Tarrés, Q.; Delgado-Aguilar, M.; Espinach, F.X.; Mutjé, P.; Vilaseca, F. Biobased Composites from BiobasedPolyethylene and Barley Thermomechanical Fibers: Micromechanics of Composites. Materials 2019, 12, 4182. [CrossRef]
Väisänen, T.; Haapala, A.; Lappalainen, R.; Tomppo, L. Utilization of agricultural and forest industry waste and residues in
natural fiber-polymer composites: A review. Waste Manag. 2016, 54, 62–73. [CrossRef] [PubMed]
Chokshi, S.; Parmar, V.; Gohil, P.; Chaudhary, V. Chemical Composition and Mechanical Properties of Natural Fibers. J. Nat. Fibers
2020, 18, 1–12. [CrossRef]
Zabihzadeh, S.M.; Ebrahimi, G.; Enayati, A.A. Effect of Compatibilizer on Mechanical, Morphological, and Thermal Properties of
Chemimechanical Pulp-reinforced PP Composites. J. Thermoplast. Compos. Mater. 2011, 24, 221–231. [CrossRef]
Belgacem, C.; Serra-Parareda, F.; Tarrés, Q.; Mutjé, P.; Delgado-Aguilar, M.; Boufi, S. Valorization of Date Palm Waste for Plastic
Reinforcement: Macro and Micromechanics of Flexural Strength. Polymers 2021, 13, 1751. [CrossRef] [PubMed]
Ndiaye, D.; Gueye, M.; Malang Badji, A.; Thiandoume, C.; Dasylva, A.; Tidjani, A. Effects of Reinforcing Fillers and Coupling
Agents on Performances of Wood–Polymer Composites. In Bio-Based Composites for High-Performance Materials: From Strategy to
Industrial Application; CRC Press: Boca Raton, FL, USA, 2014; pp. 113–132.
Sanjay, M.R.; Madhu, P.; Jawaid, M.; Senthamaraikannan, P.; Senthil, S.; Pradeep, S. Characterization and properties of natural
fiber polymer composites: A comprehensive review. J. Clean. Prod. 2018, 172, 566–581. [CrossRef]
Mohanty, S.; Nayak, S.K.; Verma, S.K.; Tripathy, S.S. Effect of MAPP as a Coupling Agent on the Performance of Jute-PP
Composites. J. Reinf. Plast. Compos. 2004, 23, 625–637. [CrossRef]
Serra, A.; Tarrés, Q.; Claramunt, J.; Mutjé, P.; Ardanuy, M.; Espinach, F.X. Behavior of the interphase of dyed cotton residue flocks
reinforced polypropylene composites. Compos. Part B Eng. 2017, 128, 200–207. [CrossRef]
Serra, A.; Tarrés, Q.; Llop, M.; Reixach, R.; Mutjé, P.; Espinach, F.X. Recycling dyed cotton textile byproduct fibers as polypropylene
reinforcement. Text. Res. J. 2019, 89, 2113–2125. [CrossRef]
Neagu, R.C.; Gamstedt, E.K.; Berthold, F. Stiffness Contribution of Various Wood Fibers to Composite Materials. J. Compos. Mater.
2006, 40, 663–699. [CrossRef]
Espinach, F.X.; Julián, F.; Alcalà, M.; Tresserras, J.; Mutjé, P. High Stiffness Performance Alpha-Grass Pulp Fiber Reinforced
Thermoplastic Starch-Based Fully Biodegradable Composites. BioResources 2013, 9, 738–755. [CrossRef]
Wang, F.; Chen, Z.Q.; Wei, Y.Q.; Zeng, X.G. Numerical Modeling of Tensile Behavior of Fiber-reinforced Polymer Composites.
J. Compos. Mater. 2010, 44, 2325–2340. [CrossRef]
Delgado-Aguilar, M.; Oliver-Ortega, H.; Alberto Méndez, J.; Camps, J.; Espinach, F.X.; Mutjé, P. The role of lignin on the
mechanical performance of polylactic acid and jute composites. Int. J. Biol. Macromol. 2018, 116, 299–304. [CrossRef] [PubMed]
ASTM. ASTM D618—13: Standard Practice for Conditioning Plastics for Testing; ASTM: West Conshohocken, PA, USA, 2013.
ASTM. ASTM D790—17 Standard Test Methods for Flexural Properties of Unreinforced and Reinforced Plastics and Electrical Insulating
Materials; ASTM: West Conshohocken, PA, USA, 2017.
Rao, P.D.; Kiran, C.U.; Prasad, K.E. Effect of fiber loading and void content on tensile properties of keratin based randomly
oriented human hair fiber composites. Int. J. Compos. Mater. 2017, 7, 136–143.
Tarrés; Soler; Rojas-Sola; Oliver-Ortega; Julián; Espinach; Mutjé; Delgado-Aguilar Flexural Properties and Mean Intrinsic Flexural
Strength of Old Newspaper Reinforced Polypropylene Composites. Polymers 2019, 11, 1244. [CrossRef] [PubMed]
Vilaseca, F.; Serra-Parareda, F.; Espinosa, E.; Rodríguez, A.; Mutjé, P.; Delgado-Aguilar, M. Valorization of Hemp Core Residues:
Impact of NaOH Treatment on the Flexural Strength of PP Composites and Intrinsic Flexural Strength of Hemp Core Fibers.
Biomolecules 2020, 10, 823. [CrossRef]

Materials 2021, 14, 4787

34.
35.
36.
37.
38.

39.
40.
41.
42.
43.
44.
45.
46.

47.
48.

49.
50.
51.
52.

53.
54.
55.
56.

57.
58.
59.
60.

61.

19 of 20

Hirsch, T.J. Modulus of elasticity of concrete affected by elastic moduli of cement paste matrix and aggregate. J. Am. Concr. Inst.
1962, 59, 427–452.
Halpin, J.C.; Pagano, N.J. The Laminate Approximation for Randomly Oriented Fibrous Composites. J. Compos. Mater. 1969, 3,
720–724. [CrossRef]
Halpin, J.C. Effects of Environmental Factors on Composite Materials; Air Force Materials Lab Wright-Patterson AFB: Dayton, OH,
USA, 1969.
Affdl, J.H.; Kardos, J.L. The Halpin-Tsai equations: A review. Polym. Eng. Sci. 1976, 16, 344–352. [CrossRef]
Reixach, R.; Espinach, F.X.; Franco-Marquès, E.; Ramirez de Cartagena, F.; Pellicer, N.; Tresserras, J.; Mutjé, P. Modeling of the
tensile moduli of mechanical, thermomechanical, and chemi-thermomechanical pulps from orange tree pruning. Polym. Compos.
2013, 34, 1840–1846. [CrossRef]
Cox, H.L. The elasticity and strength of paper and other fibrous materials. Br. J. Appl. Phys. 1952, 3, 72. [CrossRef]
Krenchel, H. Fibre Reinforcement, Theoretical and Practical Investigations of the Elasticity and Strength of Fibre-Reinforced Materials;
Akademisk Forlag: Copenhagen, Denmark, 1964.
Fukuda, H.; Kawata, K. On Young’s modulus of short fibre composites. Fibre Sci. Technol. 1974, 7, 207–222. [CrossRef]
Sanomura, Y.; Kawamura, M. Fiber orientation control of short-fiber reinforced thermoplastics by ram extrusion. Polym. Compos.
2003, 24, 587–596. [CrossRef]
Madsen, B.; Thygesen, A.; Lilholt, H. Plant fibre composites–porosity and stiffness. Compos. Sci. Technol. 2009, 69, 1057–1069.
[CrossRef]
Shah, D.U.; Schubel, P.J.; Licence, P.; Clifford, M.J. Determining the minimum, critical and maximum fibre content for twisted
yarn reinforced plant fibre composites. Compos. Sci. Technol. 2012, 72, 1909–1917. [CrossRef]
Saheb, D.N.; Jog, J.P. Natural fiber polymer composites: A review. Adv. Polym. Technol. 1999, 18, 351–363. [CrossRef]
Brahmakumar, M.; Pavithran, C.; Pillai, R.M. Coconut fibre reinforced polyethylene composites: Effect of natural waxy surface
layer of the fibre on fibre/matrix interfacial bonding and strength of composites. Compos. Sci. Technol. 2005, 65, 563–569.
[CrossRef]
Prasad, S.V.; Pavithran, C.; Rohatgi, P.K. Alkali treatment of coir fibres for coir-polyester composites. J. Mater. Sci. 1983, 18,
1443–1454. [CrossRef]
Arrakhiz, F.Z.; El Achaby, M.; Malha, M.; Bensalah, M.O.; Fassi-Fehri, O.; Bouhfid, R.; Benmoussa, K.; Qaiss, A. Mechanical
and thermal properties of natural fibers reinforced polymer composites: Doum/low density polyethylene. Mater. Des. 2013, 43,
200–205. [CrossRef]
Carrasco, F.; Mutjé, P.; Pelach, M.A. Control of retention in paper-making by colloid titration and zeta potential techniques. Wood
Sci. Technol. 1998, 32, 145–155. [CrossRef]
Karmaker, A.C.; Youngquist, J.A. Injection molding of polypropylene reinforced with short jute fibers. J. Appl. Polym. Sci. 1996,
62, 1147–1151. [CrossRef]
Koronis, G.; Silva, A.; Fontul, M. Green composites: A review of adequate materials for automotive applications. Compos. Part B
Eng. 2013, 44, 120–127. [CrossRef]
Serra-Parareda, F.; Julián, F.; Espinosa, E.; Rodríguez, A.; Espinach, F.X.; Vilaseca, F. Feasibility of Barley Straw Fibers as
Reinforcement in Fully Biobased Polyethylene Composites: Macro and Micro Mechanics of the Flexural Strength. Molecules 2020,
25, 2242. [CrossRef]
Li, X.; Xiao, R.; Morrell, J.J.; Zhou, X.; Du, G. Improving the performance of hemp hurd/polypropylene composites using
pectinase pre-treatments. Ind. Crops Prod. 2017, 97, 465–468. [CrossRef]
López, J.P.; Gironès, J.; Mendez, J.A.; Pèlach, M.A.; Vilaseca, F.; Mutjé, P. Impact and flexural properties of stone-ground wood
pulp-reinforced polypropylene composites. Polym. Compos. 2013, 34, 842–848. [CrossRef]
Gironès, J.; Lopez, J.P.; Vilaseca, F.; Bayer, R.; Herrera-Franco, P.J.; Mutjé, P. Biocomposites from Musa textilis and polypropylene:
Evaluation of flexural properties and impact strength. Compos. Sci. Technol. 2011, 71, 122–128. [CrossRef]
Serra-Parareda, F.; Espinach, F.X.; Pelach, M.À.; Méndez, J.A.; Vilaseca, F.; Tarrés, Q. Effect of NaOH Treatment on the Flexural
Modulus of Hemp Core Reinforced Composites and on the Intrinsic Flexural Moduli of the Fibers. Polymers 2020, 12, 1428.
[CrossRef] [PubMed]
Wisnom, M.R. The relationship between tensile and flexural strength of unidirectional composites. J. Compos. Mater. 1992, 26,
1173–1180. [CrossRef]
Mujika, F.; Carbajal, N.; Arrese, A.; Mondragon, I. Determination of tensile and compressive moduli by flexural tests. Polym. Test.
2006, 25, 766–771. [CrossRef]
Hashemi, S. Hybridisation effect on flexural properties of single- and double-gated injection moulded acrylonitrile butadiene
styrene (ABS) filled with short glass fibres and glass beads particles. J. Mater. Sci. 2008, 43, 4811–4819. [CrossRef]
Arbelaiz, A.; Fernandez, B.; Ramos, J.A.; Retegi, A.; Llano-Ponte, R.; Mondragon, I. Mechanical properties of short flax fibre
bundle/polypropylene composites: Influence of matrix/fibre modification, fibre content, water uptake and recycling. Compos.
Sci. Technol. 2005, 65, 1582–1592. [CrossRef]
Shibata, S.; Cao, Y.; Fukumoto, I. Press forming of short natural fiber-reinforced biodegradable resin: Effects of fiber volume and
length on flexural properties. Polym. Test. 2005, 24, 1005–1011. [CrossRef]

Materials 2021, 14, 4787

62.
63.
64.
65.
66.

20 of 20

Hsueh, C.H. Young’s modulus of unidirectional discontinuous-fibre composites. Compos. Sci. Technol. 2000, 60, 2671–2680.
[CrossRef]
Espinach, F.X.; Julian, F.; Verdaguer, N.; Torres, L.; Pelach, M.A.; Vilaseca, F.; Mutje, P. Analysis of tensile and flexural modulus in
hemp strands/polypropylene composites. Compos. Part B Eng. 2013, 47, 339–343. [CrossRef]
Sanadi, A.R.; Young, R.A.; Clemons, C.; Rowell, R.M. Recycled Newspaper Fibers as Reinforcing Fillers in Thermoplastics: Part
I-Analysis of Tensile and Impact Properties in Polypropylene. J. Reinf. Plast. Compos. 1994, 13, 54–67. [CrossRef]
Mittal, R.K.; Gupta, V.B.; Sharma, P. The effect of fibre orientation on the interfacial shear stress in short fibre-reinforced
polypropylene. J. Mater. Sci. 1987, 22, 1949–1955. [CrossRef]
Peças, P.; Carvalho, H.; Salman, H.; Leite, M. Natural Fibre Composites and Their Applications: A Review. J. Compos. Sci. 2018,
2, 66. [CrossRef]

