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Abstract: Recent advances in large-scale thermoplastic additive manufacturing (AM), using fused
deposition modelling (FDM), have shown that the technology can effectively produce large aerospace
tools with common feed stocks, costing 2.3 $/kg, such as a 20% carbon-filled acrylonitrile butadiene
styrene (ABS). Large-scale additive manufacturing machines have build-volumes in the range of
cubic meters and use commercially available pellet feedstock thermoplastics, which are significantly
cheaper (5–10 $/kg) than the filament feedstocks for desktop 3D printers (20–50 $/kg). Additionally,
large-scale AM machines have a higher material throughput on the order of 50 kg/h. This enables
the cost-efficient tool production for several industries. Large-scale 3D-printed tooling will be
computerized numerical control (CNC)-machined and -coated, to provide a surface suitable for
demolding the composite parts. This paper outlines research undertaken to review and improve
the adhesion of the coating systems to large, low-cost AM composite tooling, for marine or
infrastructure composite applications. Lower cost tooling systems typically have a lower dimensional
accuracy and thermal operating requirements than might be required for aerospace tooling. As such,
they can use lower cost commodity grade thermoplastics. The polymer systems explored in the
study included polypropylene (PP), styrene-maleic anhydride (SMA), and polylactic acid (PLA).
Bio-based filler materials were used to reduce cost and increase the strength and stiffness of the
material. Fillers used in the study included wood flour, at 30% by weight and spray-dried cellulose
nano-fibrils, at 20% by weight. Applicable adhesion of the coating was achieved with PP, after surface
treatment, and untreated SMA and PLA showed desirable coating adhesion results. PLA wood-filled
composites offered the best properties for the desired application and, furthermore, they have
environment-friendly advantages.
Keywords: surface free energy; pull-off strength; composites; wood polymer composites
(WPC); cellulose nanofibers (CNF); polylactic acid (PLA); polypropylene (PP); styrene-maleic
anhydride (SMA)

1. Introduction
Large-scale tooling for low-cost marine or infrastructure composite applications is fabricated
using a multi-step process, using a welded steel frame, plywood sheathing, a machined polystyrene
substrate covered with epoxy fiberglass, and an epoxy-based tooling paste for the final computerized
numerical control (CNC) machining, sanding, and the final coating application. This is a complex
and labor-intensive process. The recyclability of the tooling is also poorly attributable to the multiple
materials used in the assembly process [1,2].
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Large-scale AM tooling has the potential to significantly simplify the build process to three steps:
(1) the printing, (2) the CNC machining, and (3) the coating application. Using a 3D printing polymer
material, and also wood/cellulose-reinforced or particle-filled polymers, can improve the mechanical
properties, reduce costs, and increase the portion of the renewable resources used [3]. As only one
material is to be used in the tool manufacturing process, the recycling of the wood polymer composites
(WPC) becomes possible [4].
AM has been demonstrated to be fast and cost-effective for aerospace tooling, using 20%
carbon-filled ABS costing 10 $/kg [5]. To be cost-effective for marine or infrastructure applications,
lower cost feedstock materials, in the range of 3–5 $/kg are expected to be sufficient. This research
focusses on the surface treatment of low-cost filled polymer systems and the subsequent adhesion
of a common surface coating, for composite tooling. This work forms part of a larger
study on compounding, thermal and mechanical testing and large-scale printing of bio-filled
thermoplastic materials.
In this study, three polymers suitable for the fused deposition modelling (FDM) 3D printing
were investigated: polypropylene (PP), polylactic acid (PLA), and styrene maleic anhydride (SMA).
Bio-derived fiber reinforcements are used to reduce cost and improve the mechanical performance of
the material, particularly stiffness. Two filler materials were chosen—30 wt % micron scale wood flour
and 20 wt % spray-dried cellulose nanofibers (CNF). Whilst CNFs are not yet produced in sufficient
quantities to be considered a low-cost filler material they were included in this study because of the
significant interest in this area. Pine wood, as wood flour, was chosen as a filling material since it was
available in large quantities and is a low-cost filling material.
The first two production steps have their own challenges to overcome. For example, warping and
cracking of large-scale prints [6,7]. However, a crucial part of the production process for composite
tooling manufacture is the final coating application. Adequate adhesion of the coating to the surface of
the 3D-printed product is as much a necessity, as good mechanical properties, and a good printability
of the material. The polymer matrices chosen in this study have different base surface free energies.
While most coatings will, typically, adhere better to surfaces with a higher surface free energy,
mold release will be easier on surfaces with a lower one. The incorporation of a polar filling material
(wood and CNF) influence this behavior, as well, and make a layer of coating a necessity, in some cases.
This is especially true since a very smooth surface is required. Surface adhesion is dependent on the
substrate’s surface morphology and surface chemistry. There are numerous methods to improve the
surface properties, e.g., chromic acid treatment, flame treatment, water treatment, or sanding [8]. In the
polymer industry an approach to use atmospheric pressure plasma for the surface activation is the most
commonly used method and is also under investigation for WPCs [9–11]. Coating adhesion on WPC
substrates has not been widely researched until now and only a few publications deal with that matter,
e.g., Akhtarkhavari et al. [12] and Gupta et al. [13]. The coating adhesion in our study was tested with a
two-component polyester system, as it is commonly used in the marine industry for finishing machined
composite tools. The adhesion of the coating to the surface was investigated using injection-molded
flat specimens, with four different surface finishes—untreated reference (after sanding with 120 grit
sanding paper), plasma treatment, and sanding, followed by coating with an adhesion promoter.
Analysis of the resulting surfaces was conducted in the form of contact angle measurements for
the determination of the surface free energy. Following a more practical approach, the pull-off strength
of the applied coating was determined by a dolly test [14,15].
2. Materials and Methods
The reinforced plastic composite formulations were melt compounded using a Brabender TSE
20/40 D (Brabender GmbH & Co. KG, Duisburg, Germany). The following three polymers were used
as matrix material for the formulations: Polypropylene (PP) (Pro-fax 6525, LyondellBasell, Rotterdam,
The Netherlands); Polylactide (PLA) Ingeo™ Biopolymer 4043D (NatureWorks, Minnetonka, MN,
USA); Styrene maleic anhydride (SMA) XIRAN SE750 (Polyscope, Geleen, The Netherlands).
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Two different bio-based fillers were used to produce the composite compounds. WPCs with
30 wt % 100 mesh (150 micron) pine (Pinus spp.) Wood flour obtained from American Wood Fibers,
Inc. (Columbia, MD, USA); as well as 20 wt % (10 micron) spray-dried cellulose nanofibers (CNF).
The CNF was produced by the University of Maine Process Development Center (Orono, ME, USA).
The CNF suspension was spray-dried according to the methods described by Peng et al. (2012) [16–18].
Subsequently the compounded granulates of the formulations were injection-molded into coating
test specimens with dimensions of 39 × 103 × 2 mm3 , using a Mini-Jector Model #50 (Miniature Plastic
Molding, Solon, OH, USA). This production steps lead to specimens with densities as shown in Table 1.
Table 1. Densities of the produced specimens.
Variant

Density (g/cm3 )

PP Reference
PP 30 WF
PP 20 CNF
PLA Reference
PLA 30 WF
PLA 20 CNF
SMA Reference
SMA 30 WF
SMA 20 CNF

0.92
1.02
0.99
1.08
1.16
1.13
1.31
1.05
1.33

All specimen surfaces were cleaned with 2-propanol, prior to one of three following
surface treatments.
This led to four different specimen surfaces: (1) Cleaned reference;
(2) mechanically-abraded by sanding with 120 grit sandpaper; (3) sanded with 120 grit sandpaper
followed by treatment with an adhesion promoter SEM 39863 (SEM Products, Inc., Rock Hill, SC, USA);
and (4) forced air plasma treated.
The final coating was applied onto the adhesion promoter treated surfaces, according to the
application instructions of the manufacturer [19]. In this case, the adhesion promoter was allowed
only 3–5 min to flash before the final topcoat was applied. Due to technical limitations this was not
possible for the contact angle measurement, thus, the contact angle measurement was performed on a
dried layer of the adhesion promoter.
The plasma treatment was performed with a Lectrotreat LT III (Lectro Engineering Co., Saint Louis,
MO, USA). The device ignites a plasma arc under atmospheric pressure and uses forced air to form
a plasma torch underneath the electrode, the process is called forced-air plasma treatment (FAPT).
The electrode was passed over the specimens five times, with high energy, and a working distance
of 2 mm and a speed of 0.1 m/s, following the procedure for the optimal outcome obtained by the
experiments from Oporto et al. [20].
The surface analysis was done by contact angle measurements with a Mobile Surface Analyzer
(KRÜSS GmbH, Hamburg, Germany) and the corresponding software for this device. Contact angles
of water and diiodomethane were measured. The contact angle was measured for both sides of a 1 µL
droplet with the tangent-1 fitting method, thus, for each measurement the average of both angles was
used. From these data, the surface free energy was calculated using the Owens, Wendt, Rabel, and the
Kaelble (OWRK) method [21–23]. The surface free energy is divided into a dispersive and a polar part,
while the latter is responsible for the chemical dipole-based adhesion of coatings. Calculations of the
surface free energy values and the corresponding error was done with the corresponding device’s
software. The measurements were done within 1 h, after the plasma treatment.
To examine the theoretical value of the surface free energy, and also adhesion, in a realistic
application setting, the pull-off strength of a polyester-based coating was measured. For this
reason, the surface treated specimens were coated with Duratec 707-002 (Dura Technologies, INC.,
Bloomington, CA, USA) with a paint spray gun. The subsequent investigation of the coating’s pull-off
strength was carried out on the basis of ASTM D4541-02 [14] and DIN EN ISO 4624 [15] with a PosiTest
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For the cleaned specimens the surface free energy is low for the PP but increased due to the
incorporation of the WF and the CNF fibers, which contain polar groups (mostly hydroxyl) that affect
the surface. The result for PP of about 35 mN/m is in agreement with the results by Khoshkava and
Maral, who reported a surface energy value of 32.1 mN/m [19]. The surface free energy of SMA in
the range of 42.5 mN/m was mostly unaffected by the addition of fibers, a reason for this could be
that the fibers are in the same surface free energy range as the substrate and, therefore, did not change
the overall surface energy value. The obtained results are in a good agreement with the reported
results of 47.7 mN/m, from inverse gas chromatography measurements performed on the cellulose
fibers, grafted with SMA [22]. For the PLA, the incorporation of the fibers reduced the surface free
energy from 52.7 mN/m of the virgin PLA to 50.7 for the CNF and 47.5 mN/m for the wood flour
incorporated composites. This leads to the assumption that the PLA has a higher base surface free
energy than any of the two other fibers. The obtained surface energy values for the PLA are higher than
what can be found in the literature of about 35–40 mN/m [21,23]. Since the values for the PP are in the
range of 35 mN/m, the obtained values for the PLA, in the range of 50 mN/m, appear reasonable as
the oxygen functional groups have an impact on the surface free energy.
As expected from a mechanical abrasion process treatment, the sanding had little effect on the
surface energy of the plastics. Two exceptions were for the neat SMA and PLA. In both cases, the surface
free energy was lowered by about 5 mN/m. It is assumed that these are artifacts of the contact angle
measurements and that the roughened and anisotropic-sanded surfaces influenced the contact angle
and the variability of the results, respectively. The large error bars and missing significance of the
difference between the cleaned and the sanded PLA/SMA specimens supported this assumption.
Contact angle measurements, used in this study, to calculate the surface free energy, are affected
by many factors, e.g., surface roughness, material composition, surface crystallinity, and surface
charge [21].
The adhesion promoter increased the surface free energy for some formulations but decreased
it for others, as well, as the contact angle measurements, in this case, were not performed on the
substrate’s surface, but on the dried intermediate layer of the adhesion promoter. The former different
levels of the formulations were leveled to a surface free energy, in the range of 40 mN/m.
The most noticeable surface energy changes were obtained with the plasma treatment.
Atmospheric pressure plasma is known for creating oxygen-containing functional groups,
mostly carbonyl and hydroxyl, which significantly increase the surface’s free energy and, therefore,
its wettability [24]. The huge increase from around 35 mN/m of the base PP to the 65 mN/m, for the
treated-PP-based composites was a result of the lack of oxygen-containing functional groups in the
base PP material, and the oxidation of the surface. The surface free energy for SMA composites was
also increased to values in the same dimension as the PP ones of 65 mN/m. For the PLA formulations,
the benefit of the plasma treatment was the least. This was expected, since the surface is already highly
polar attributable to the oxygen-containing ester groups of the PLA. The obtained results for the PLA
are in agreement with the reported values, after plasma treatment of up to 60 mN/m [25].
3.2. Pull-off Strength/Dolly Test
The results for the determination of the pull-off strength can be found in the following three
Figures 3–5. The boxes of the box plots are defined by the 25th and 75th percentile.
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that these results would be in the same range as the reference SMA: 0.93 MPa.
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With the incorporation of 30 wt % wood flour into the polymer, the adhesion of the coating was
improved for almost all surface treatments, except the adhesion promoter. For the reference PP the
pull-off strength increased from 0.23 to 0.33 MPa. The effect was, however, most visible for the PLA
formulations. Adding wood flour in the formulation increased the median pull-off strength of the
reference PLA from 1.04 to 1.74 MPa. With the additional plasma treatment, the PLA WPC’s coating
showed a pull-off strength of 1.97 MPa.
Spray-dried CNF fibers incorporated into the plastics did not much change the adhesion of
the surface coating to the different surfaces, but all three polymers showed a reduction, which was
attributable to the incorporation of the CNF. For the PP and the PLA formulations, the change of the
pull-off strength is insignificant (1.04 mN/m to 0.97 mN/m and 0.23 mN/m to 0.23 mN/m); for the
SMA formulations the change is also significant (0.93 mN/m to 0.8 mN/m).
Differences in the coating adhesion of the wood-flour-filled specimens are evident, especially for
the PLA-based formulations. The incorporation of the wood flour increased the pull-off strength for
all polymers, significantly, for the SMA and the PP, the increase was minor (0.93 mN/m to 1.02 mN/m
and 0.23 mN/m to 0.33 mN/m), for the PLA-based formulation, an increase of 0.7 mN/m (1.04 mN/m
to 1.74 mN/m) could be observed.
The effect of sanding is most visible for the PP specimens. Independently from a possible
incorporation of the CNF or the WF, all three PP-based formulations showed a significant increase of
the pull-off strength. The initial value of 0.23 mN/m increased to values between 0.6 and 0.75 mN/m.
It is assumed that coating adhesion increase resulted from the increase of the interfacial area attributable
to the sanding. If this was the case, the improvement should have been seen for every base polymer.
Since sanding was the most effective for the PP surface, it is assumed that mechanical interlocking
might be a possible explanation for this behavior [26].
When comparing the adhesion-promoter-treated samples (three most right-hand boxes from the
last three figures), it is evident that the results obtained from the surface free energy corresponds with
the results of the surface free energy measurements. Independent from the substrate, the obtained
pull-off strength for the adhesion-promoter-treated surfaces is around 0.6 mN/m.
A reason for the lack of the adhesion performance improvement of the PLA and the SMA
formulations, after the plasma treatment, could be that the treatment parameters were not optimal.
Since the PLA and the SMA are already polar, the plasma treatment and its influence on the surface has
not been well-researched. Excessive plasma treatment might even be disadvantageous for an already
polar substrate, the overtreatment effect. This has been shown, for example, for PP and the PET [27–29].
This is even more relevant for the reinforced/filled plastic formulations. It is expected that the fiber
containing formulation’s surfaces would react in a very similar way as the pure polymers [29–33].
However, the influence of the fibers on the surface energy is also possible. Especially since wood
contains lignin, which is known to react differently from cellulose, under the effect of an atmospheric
plasma treatment [34,35].
The adhesion of the desired final coating meets the applicable values for wood and wood-based
products, polymers, and WPCs alike [7,36–38]. Therefore, it is assumed that it will meet the practical
considerations of the desired setting in marine tool composite manufacturing. With incorporation
of WF, the coating adhesion was improved further, which has the positive side-effect of a cheap,
sustainable, filler material; thus, increasing the economic viability. PLA is, further, a good base
material, since it is a bio-based product and is well-established in FDM 3D printing; it is easy to handle
and widely available. After the service life of the tooling part, there is a possibility for recycling, or the
WF-filled PLA can be decomposed by composting in a landfill.
4. Conclusions
Surface treatments for 3D-printing materials could improve the adhesion of the final coating
used for marine direct composite tool construction. Atmospheric pressure plasma treatment offers the
most benefit regarding the surface free energy, especially for PP with a low initial surface free energy.
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The adhesion promoter led to a pull-off strength that is not as high as the one obtained after the plasma
treatment. In some cases, the adhesion, after the application of the promoter, is lowered, in comparison
to the base material.
While applicable pull-off strengths could be obtained with PP, after treatment, and even for
untreated-SMA, PLA shows superior results. The results indicate that PLA wood-filled composites
offer good coating adhesion properties for the desired application, as a material for the marine direct
composite tool construction.
The experiments presented here should be seen as an early stage research and a proof of
concept that needs further investigation. Future experiments should focus on reviewing the specimen
production processes (compounding and injection-molding) of the SMA, to prevent cohesive failure
inside the material. A screening of possible settings for the plasma treatment to find the optimal
settings for the PLA and the SMA and their filled/reinforced formulations should also be studied.
This screening experiment could also be used to determine if a possible overtreatment has occurred for
the PLA or the SMA.
Author Contributions: Conceptualization, J.A., D.J.G. and P.S.; Formal Analysis, P.S.; Investigation, P.S.;
Resources, J.A. and D.J.G.; Writing-Original Draft Preparation, P.S.; Writing–Review & Editing, J.A. and D.J.G.;
Visualization, P.S.; Supervision, D.J.G.; Project Administration, J.A.; Funding Acquisition, J.A. and D.J.G.
Funding: The authors acknowledge the support of Oak Ridge National Labs for the funding of this research
program. This work was supported by the subcontract No. 4000154793 under the contract DE-AC05-00OR22725,
with the U.S. Department of Energy. Philipp Sauerbier was funded by the German Federal Ministry of Education
and Research (BMBF) and the joint research project “PlaNaWood 2” (Grant No. 03XP0015A).
Acknowledgments: The authors thank Lindsay West, Emily LeClair, and Chris West, for their support during the
experiments. We acknowledge support by the Open Access Publication Funds of the Göttingen University.
Conflicts of Interest: The authors declare no conflict of interest.

References
1.
2.
3.
4.
5.

6.
7.

8.
9.
10.
11.

Strong, A.B. Fundamentals of Composites Manufacturing: Materials, Methods and Applications, 2nd ed.; Society of
Manufacturing Engineers: Dearborn, MI, USA, 2008.
Ehrenstein, G.W. Faserverbund-Kunststoffe: Werkstoffe—Verarbeitung—Eigenschaften; Hanser: München WI,
USA, 2006.
Sobczak, L.; Lang, R.W.; Haider, A. Polypropylene composites with natural fibers and wood—General
mechanical property profiles. Compos. Sci. Technol. 2012, 72, 550–557. [CrossRef]
Teuber, L.; Osburg, V.-S.; Toporowski, W.; Militz, H.; Krause, A. Wood polymer composites and their
contribution to cascading utilisation. J. Cleaner Prod. 2016, 110, 9–15. [CrossRef]
ORNL. 3D Printed Tool for Building Aircraft Achieves Guinness World Records title. Available online:
https://www.ornl.gov/news/3d-printed-tool-building-aircraft-achieves-guinness-world-records-title
(accessed on 30 October 2018).
Compton, B.G.; Post, B.K.; Duty, C.E.; Love, L.; Kunc, V. Thermal analysis of additive manufacturing of
large-scale thermoplastic polymer composites. Addit. Manuf. 2017, 17, 77–86. [CrossRef]
Rahman, H.; John, T.D.; Sivadasan, M.; Singh, N.K.; Gramlich, W.M.; Gardner, D.J.; Neivandt, D.J.
Investigation on the Scale Factor applicable to ABS based FDM Additive Manufacturing. Mater. Today Proc.
2018, 5, 1640–1648. [CrossRef]
Gramlich, W.M.; Gardner, D.J.; Neivandt, D.J. Surface treatments of wood–plastic composites (WPCs) to
improve adhesion. J. Adhes. Sci. Technol. 2006, 20, 1873–1887. [CrossRef]
Kogelschatz, U. Dielectric-barrier discharges: Their history, discharge physics, and industrial applications.
Plasma Chem. Plasma Process. 2003, 23, 1–46. [CrossRef]
Wolkenhauer, A.; Avramidis, G.; Hauswald, E.; Militz, H.; Viöl, W. Plasma treatment of wood–plastic
composites to enhance their adhesion properties. J. Adhes. Sci. Technol. 2008, 22, 2025–2037. [CrossRef]
Hünnekens, B.; Krause, A.; Militz, H.; Viöl, W. Hydrophobic recovery of atmospheric pressure plasma
treated surfaces of Wood-Polymer Composites (WPC). Eur. J. Wood Wood Prod. 2017, 75, 761–766. [CrossRef]

Coatings 2018, 8, 457

12.
13.
14.
15.
16.
17.

18.
19.

20.

21.
22.
23.

24.

25.

26.
27.
28.

29.

30.
31.

32.

9 of 10

Akhtarkhavari, A.; Kortschot, M.T.; Spelt, J.K. Adhesion and durability of latex paint on wood fiber reinforced
polyethylene. Prog. Orga. Coat. 2004, 49, 1. [CrossRef]
Gupta, B.S.; Laborie, M.P.G. Surface activation and adhesion properties of wood-fiber reinforced
thermoplastic composites. J. Adhes. 2007, 83, 939–955. [CrossRef]
ASTM D4541-02 Standard Test Method for Pull-Off Strength of Coatings Using Portable Adhesion Testers;
ASTM International: West Conshohocken, PA, USA, 2002.
DIN EN ISO 4624:2016-08 Paints and Varnishes—Pull-off Test for Adhesion (ISO 4624:2016); European Committee
for Standardization: Brussels, Belgium, 2016.
Product Specification Sheet CNF. Available online: https://umaine.edu/pdc/wp-content/uploads/sites/
398/2016/03/Specs-CNF.pdf (accessed on 13 October 2018).
Nanocellulose Facility—The Process Development Center—University of Maine. Available online:
https://umaine.edu/pdc/cellulose-nanomaterials/umaine-nanomaterial-pilot-plant/ (accessed on
10 December 2018).
Peng, Y.; Han, Y.; Gardner, D.J. Spray-drying cellulose nanofibrils: Effect of drying process paramters on
particle mophology and size distribution. Wood Fiber Sci. 2012, 44, 448–461.
Plastic Adhesion Promoter SEM39863 Technical Data Sheet. Available online: https://www.semproducts.
com/manage/html/public/content/techsheets/TDS_plastic_adhesion_promoter.pdf (accessed on
13 October 2018).
Oporto, G.S.; Gardner, D.J.; Bernhardt, G.; Neivandt, D.J. Forced air plasma treatment (FAPT) of hybrid
wood plastic composite (WPC)–fiber reinforced plastic (FRP) surfaces. Compos. Interfaces 2009, 16, 847–867.
[CrossRef]
Kaelble, D.H. Dispersion-polar surface tension properties of organic solids. J. Adhes. 1970, 2, 66–81.
[CrossRef]
Owens, D.K.; Wendt, R.C. Estimation of the surface free energy of polymers. J. Appl. Polym. Sci. 1969, 13,
1741–1747. [CrossRef]
Owens, Wendt, Rabel and Kaelble (OWRK) Method. Available online: https://www.kruss-scientific.
com/services/education-theory/glossary/owens-wendt-rabel-and-kaelble-owrk-method/ (accessed on
13 October 2018).
Khoshkava, V.; Kamal, M.R. Effect of surface energy on dispersion and mechanical properties of
polymer/nanocrystalline cellulose nanocomposites. Biomacromolecules 2013, 14, 3155–3163. [CrossRef]
[PubMed]
Tze, W.T.Y.; Gardner, D.J.; Tripp, C.P.; O’Neill, S.C. Cellulose fiber/polymer adhesion: Effects of fiber/matrix
interfacial chemistry on the micromechanics of the interphase. J. Adhes. Sci. Technol. 2006, 20, 1649–1668.
[CrossRef]
Biresaw, G.; Carriere, C.J. Interfacial tension of poly(lactic acid)/polystyrene blends. J. Polym. Sci. Part B
Polym. Phys. 2002, 40, 2248–2258. [CrossRef]
Garbassi, F.; Morra, M.; Occhiello, E. Polymer Surfaces: From Physics to Technology; Wiley: Chichester, UK;
New York, NY, USA, 1998.
De Geyter, N.; Morent, R.; Desmet, T.; Trentesaux, M.; Gengembre, L.; Dubruel, P.; Leys, C.; Payen, E.
Plasma modification of polylactic acid in a medium pressure DBD. Surf. Coat. Technol. 2010, 204, 3272–3279.
[CrossRef]
Oporto, G.S.; Gardner, D.J.; Bernhardt, G.; Neivandt, D.J. Characterizing the mechanism of improved
adhesion of modified wood plastic composite (WPC) surfaces. J. Adhes. Sci. Technol. 2007, 21, 1097–1116.
[CrossRef]
Strobel, M.; Dunatov, C.; Strobel, J.M.; Lyons, C.S.; Perron, S.J.; Morgen, M.C. Low-molecular-weight
materials on corona-treated polypropylene. J. Adhes. Sci. Technol. 1989, 3, 321–335. [CrossRef]
Bodine, J. Overtreatment of PET—Fact or fiction (Part I): A study of the following variables: Watt density,
corona dwell time, film selection, dyne level and water soak bond strength. In Proceedings of
the Polymers, Laminations, Adhesives, Coatings and Extrusions Conference, Portsmouth, NH, USA,
14–17 September 2008.
Liston, E.M.; Martinu, L.; Wertheimer, M.R. Plasma surface modification of polymers for improved adhesion:
A critical review. J. Adhes. Sci. Technol. 1993, 7, 1091–1127. [CrossRef]

Coatings 2018, 8, 457

33.
34.

35.

36.
37.
38.

10 of 10

Gerenser, L.J. X-ray photoemission study of plasma modified polyethylene surfaces. J. Adhes. Sci. Technol.
1987, 1, 303–318. [CrossRef]
Hünnekens, B.; Krause, A.; Avramidis, G.; Militz, H.; Viöl, W. Improvement of surface properties
of wood-polymer composites (WPC) by atmospheric pressure plasma treatment for coating adhesion.
In Proceedings of the European Conference on wood Modification, Lisbon, Portugal, 10–12 March 2014.
Hünnekens, B.; Peters, F.; Avramidis, G.; Krause, A.; Militz, H.; Viöl, W. Plasma treatment of wood–polymer
composites: A comparison of three different discharge types and their effect on surface properties. J. Appl.
Polym. Sci. 2016, 133. [CrossRef]
Klarhöfer, L.; Viöl, W.; Maus-Friedrichs, W. Electron spectroscopy on plasma treated lignin and cellulose.
Holzforschung 2010, 64, 331–336. [CrossRef]
Avramidis, G.; Klarhöfer, L.; Maus-Friedrichs, W.; Militz, H.; Viöl, W. Influence of air plasma treatment at
atmospheric pressure on wood extractives. Polym. Degrad. Stab. 2012, 97, 469–471. [CrossRef]
Köhler, R.; Sauerbier, P.; Militz, H.; Viöl, W. Atmospheric pressure plasma coating of wood and MDF with
polyester powder. Coatings 2017, 7, 171. [CrossRef]
© 2018 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access
article distributed under the terms and conditions of the Creative Commons Attribution
(CC BY) license (http://creativecommons.org/licenses/by/4.0/).

