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Abstract: As the incidence of small-diameter particles in the air has increased in recent decades, the
development of efficient filtration systems is both urgent and necessary. Nanotechnology, more pre-
cisely, electrospun nanofibres, has been identified as a potential solution for this issue, since it allows
for the production of membranes with high rates of fibres per unit area, increasing the probability of
nanoparticle collision and consequent retention. In the present study, the electrospinning technique
of polyamide nanofibre production was optimized with the variation of parameters such as polymer
concentration, flow rate and needle diameter. The optimized polyamide nanofibres were combined
with polypropylene and polyester microfibres to construct a multilayer and multiscale system with
an increased filtration efficiency. We observed that the penetration value of the multilayer system
with a PA membrane in the composition, produced for 20 min in the electrospinning, is 2.7 times
smaller than the penetration value of the system with the absence of micro and nano fibers.

Keywords: electrospinning; nanofibres; filtration; particles retention; multilayer systems

1. Introduction

The incidence of particles with a small diameter (lower than 2.5 µm) in the air has
risen in recent decades [1]. The rapid growth of urbanization and industrialization has
led to a release of small particles to the atmosphere, such as solid particles and liquid
droplets, which is concerning. Particles with diameters smaller than 2.5 µm may cause
considerable damage due to their ability to penetrate the human bronchi, lungs and even
the extrapulmonary organs. Furthermore, these particles can be linked to bacteria or
viruses and cause serious human health problems due to the development of acute and
chronic diseases [2,3]. Developing a solution to this problem is extremely important, and
certain approaches such as filtration membranes have been identified as useful. These
filter membranes can be applied in various products, such as face masks and NBC suits
(protection against nuclear, biological, and chemical warfare agents) [4].

There are several types of particles that require filtering and each one of them has
unique properties. The particle’s diameter is one such property, and it can span from a
few nanometers, as is the case for antibodies and viruses, to microns, such as for pollen [5].
Figure 1 shows the previously mentioned variation in particle size retention. Therefore,
since there are different particles with distinct sizes, the filtration process should be opti-
mized, depending on the objectives. Permeability, filtration performance and the uniformity
of the structure are the three principal factors to consider when developing or applying
a filtration process. Permeability, mostly related to breathability and water vapour trans-
mission, should be optimized to make the structure wearable without compromising the
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filtration efficiency [4]. Concerning the filtration performance, the filtration theory provides
that the efficiency of this process increases with a decrease in the dimension of the fibres
that compose the filter. This statement relates to the increase in fibres per unit area, which
leads to an increase in the probability of impact between the filter and particles that need
to be filtered. The uniformity is related to efficacy [6].

Materials 2021, 14, x FOR PEER REVIEW 2 of 15 
 

 

and water vapour transmission, should be optimized to make the structure wearable 
without compromising the filtration efficiency [4]. Concerning the filtration performance, 
the filtration theory provides that the efficiency of this process increases with a decrease 
in the dimension of the fibres that compose the filter. This statement relates to the increase 
in fibres per unit area, which leads to an increase in the probability of impact between the 
filter and particles that need to be filtered. The uniformity is related to efficacy [6]. 

 
Figure 1. Different particle sizes to be filtered. 

The filtration process occurs through different methods, dependent on the size of the 
particle requires filtering, and the parameter that most influences this. In Table 1 the 
different mechanisms of filtration are described, corresponding with the particles size 
being filtered. Larger particles are usually trapped by gravity sedimentation, since the 
pore sizes of filters are smaller than the particles size, blocking the particles outside the 
porous structure. Inertial impaction is also a possibility in the retention of larger particles. 
This mechanism occurs when the particles do not follow the direction of the airflow due 
to their large inertia. Thus, when associating high speed with larger particles, there is an 
increase in the probability of collision between particles and fibres. After collision, the 
particles can adhere to the fibres, and are retained in the filter. The interception 
mechanism is related to the retention of particles below 0.6 µm and occurs when the 
particles follow the airflow. Eventually, the particles come into contact with fibres that 
compose the filter and remain connected by Brownian forces. The efficiency of this process 
increases with the decrease in particle size. For nano-sized particles (below 0.2 µm), 
diffusion is the predominant mechanism. The particles do not follow the streamline 
direction and have a very slow and random movement. At some point, the particles and 
fibres collide and remain attached. Electrostatic attraction occurs in particles of different 
dimensions and occurs when the fibres are electrically charged and can capture the 
particles that are oppositely charged [5,7,8]. 

Table 1. Mechanisms of filtration and respective particle sizes to be filtered [7]. 

Mechanisms of Filtration Size of Particles 
Gravity sedimentation Between 1 and 10 µm 

Inertial impaction Above 0.6 µm 
Interception Below 0.6 µm 

Diffusion Below 0.2 µm 
Electrostatic attraction Charged particles 

Concerning the retention of small particles, diffusion is the predominant mechanism 
of filtration. The diffusion efficiency increases with a decrease in the diameter of the fibres 
that constitute the filter. However, when the particles have a size of around 0.3 µm, the 
retention process can be harder to achieve because the diffusion mechanism may not 
occur. Therefore, to increase retention via interception, a multi-layer approach should be 
applied [5]. To promote nanoparticles’ retention, two factors should be considered: the 

Figure 1. Different particle sizes to be filtered.

The filtration process occurs through different methods, dependent on the size of
the particle requires filtering, and the parameter that most influences this. In Table 1 the
different mechanisms of filtration are described, corresponding with the particles size
being filtered. Larger particles are usually trapped by gravity sedimentation, since the pore
sizes of filters are smaller than the particles size, blocking the particles outside the porous
structure. Inertial impaction is also a possibility in the retention of larger particles. This
mechanism occurs when the particles do not follow the direction of the airflow due to their
large inertia. Thus, when associating high speed with larger particles, there is an increase
in the probability of collision between particles and fibres. After collision, the particles can
adhere to the fibres, and are retained in the filter. The interception mechanism is related to
the retention of particles below 0.6 µm and occurs when the particles follow the airflow.
Eventually, the particles come into contact with fibres that compose the filter and remain
connected by Brownian forces. The efficiency of this process increases with the decrease
in particle size. For nano-sized particles (below 0.2 µm), diffusion is the predominant
mechanism. The particles do not follow the streamline direction and have a very slow and
random movement. At some point, the particles and fibres collide and remain attached.
Electrostatic attraction occurs in particles of different dimensions and occurs when the fibres
are electrically charged and can capture the particles that are oppositely charged [5,7,8].

Table 1. Mechanisms of filtration and respective particle sizes to be filtered [7].

Mechanisms of Filtration Size of Particles

Gravity sedimentation Between 1 and 10 µm
Inertial impaction Above 0.6 µm

Interception Below 0.6 µm
Diffusion Below 0.2 µm

Electrostatic attraction Charged particles

Concerning the retention of small particles, diffusion is the predominant mechanism
of filtration. The diffusion efficiency increases with a decrease in the diameter of the fibres
that constitute the filter. However, when the particles have a size of around 0.3 µm, the
retention process can be harder to achieve because the diffusion mechanism may not
occur. Therefore, to increase retention via interception, a multi-layer approach should be
applied [5]. To promote nanoparticles’ retention, two factors should be considered: the
use of fibres with very small diameters in the filter membrane and the application of a
multi-layer system [9–11].

Concerning the relationship between fibres with lower diameters and higher efficien-
cies, nanofibres have been identified as a solution with great potential. Nanofibre filters
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have a controllable small diameter, low basis weight, high permeability values, reduced
thickness and a porous structure [7,12]. The electrospinning technique is a simple and
effective method used to produce fibres at a nanoscale. In this methodology, a high electric
field is applied which promotes repulsive interactions among the polymeric solution, and
the Taylor cone is formed. When the electrostatic forces overlap the repulsive interactions, a
charged jet is ejected from the Taylor cone with a dynamic whipping. Concurrently, the sol-
vent evaporates, and the jet is stretched into fibres with finer diameters that are deposited
on a grounded collector [13,14]. The electrospun nanofibre diameters can range from a
few nanometers to micrometres. Additionally, this filtration layer can be produced with
distinct raw materials and by the application of different parameters, obtaining specific
nanofibres with several functionalities. So, the nanoscale diameters and the interconnected
porous structure of the electrospun nanofibres make the electrospinning technique a very
attractive approach for filtration applications. Furthermore, the static charge, which is a
result of the electrospinning process, may remain on the fibres that have been produced
and enhance the filtration retention by electrostatic attraction [12,15,16].

The selection of the most suitable polymer to produce the fibres to be applied in
particles retention should consider good mechanical properties, hydrophobicity, biocom-
patibility and compatibility with non-toxic solvents [17–19]. Polyamide (PA) stands out
as a potential polymer since it has excellent chemical stability and thermal resistance. It
is a synthetic polymer that is biodegradable and biocompatible. Usually, polyamide is
dissolved in formic acid, and this combination can be electrospun to efficiently produce
nanometric fibres [17,18], as opposed to polycaprolactone (PCL) (for example), which is
usually dissolved in chloroform and dimethylformamide (DMF) [11]. According to EU
directive 67/548/EEC, DMF is toxic [18].

In this study, electrospun nanofibres were produced with PA polymers to optimize
systems with a higher filtration efficiency. Firstly, the parameters’ polymers concentration,
flow rate and needle’s diameter were optimized to obtain fibres with very low diameters
and a mat with controlled porosity. The morphology and intrinsic properties of the pro-
duced nanofibres were analyzed. In the second part of the study, several combinations of
the optimized electrospun PA nanofibres with polypropylene (PP) and polyester (PES) mi-
crofibres were analyzed to obtain a multi-layer and multiscale system with a high retention
capacity of small particles. The performance of the obtained combinations was evaluated
by measuring the filtering material penetration, air permeability and breathing resistance.

2. Materials and Methods
2.1. Materials

PA 6.6 pellets (with a molecular weight of 262.35 g/mol, Tm = 250–260 ◦C, density =
1.14 g/mL at 25 ◦C, Sigma Aldrich, St. Louis, MO, USA) were used as a polymeric matrix.
The solvent used was formic acid (FA) (98–100%, Fisher Scientific, Leics, UK).

The PP microfibres membrane (weight = 50 g per square meter (gsm), thickness =
360 µm, average fibre diameter = 3.7 µm), applied as a substrate for PA nanofibres, were
obtained from Protechnic S.A. (Cernay, France).

2.2. Production of Electrospun PA Membranes

The polymeric solution was optimized after studying different PA concentrations
(20% w/v and 25% w/v) to obtain fibres with small diameters and without defects. The
solvent applied was FA in 1:1 proportion. The polymeric solution was prepared through
the dissolution of PA pellets in FA, for at least 6 h at 30 ◦C, at constant stirring.

PA nanofibre webs were produced by electrospinning NF-103 from MECC Co., Ltd.
(Fukuoka, Japan). The electrospinning parameters were also optimized to obtain fibres
with small diameters to increase filtration efficacy. The tested parameters include the flow
rate (ranging from 0.4 to 2 mL/h), needle’s diameter (0.33, 0.41 and 0.61 mm) and the fibre
deposition time (10, 20 and 30 min). The voltage applied was 28 kV and the collector-needle
distance was 100 mm. The electrospinning process was conducted at 60% ± 5 RH and
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20 ◦C ± 2. The group’s previous studies were consulted to define certain fixed parameters,
including voltage, collector-needle distance and the applied solvent [20,21]. The studied
conditions and the corresponding produced membranes are presented in Table 2.

Table 2. Operational conditions tested during electrospinning production.

Sample
Solution Parameters Electrospinning Parameters

Concentration
(% (w/v)) Solvent Voltage

(kV)
Collector-Needle Distance

(mm)
Flow Rate

(mL/h)
Needle-Diameter

(mm)

A

20
100% FA 28 100

0.4

0.33B 0.8

C 1

D 0.4

0.41E 0.8

F 1

G 1
0.61

H 2

I 25 0.4 0.41

After optimizing the ideal conditions to produce the nanofibres, deposition was per-
formed over PP microfibres to construct a multilayer and multiscale system with higher
performance in terms of small particles retention. Another layer of PP microfibres were
added to the PA nanofibres deposited above the PP microfibres. Thus, the filtration layer
is composed of 3 layers: PP microfibres, PA nanofibres and PP microfibres. Two different
polyester (PES) nonwovens were added to the filtration layer, one for the inner layer—
PES IL—and the other for the outer layer—PES OL. A schematic representation of the
multilayer system is presented in Figure 2. A total of 4 different combinations were ob-
tained, as represented in Table 3. The difference between the multiple combinations relates
to the nanofibre production time, of 0, 10, 20 and 30 min. The membranes were combined
through a thermoforming process using a mould with a face-mask shape. However, it is
important to mention that the structure can be molded to other shapes for application in
other types of products.

2.3. Electrospun PA Membranes Characterization

The morphology of the produced PA nanofibres was investigated using a scanning
electron microscope (SEM). The analyses were performed using a NOVA 200 Nano SEM
from the FEI Company (Hillsboro, OR, USA). Due to the polymeric nature of the analysed
specimens, the samples were vacuum metalized with a thin film of gold-palladium (Au-Pd)
before the analysis. The average diameters and the porous distribution of the fibres were
calculated by taking measurements from different regions using ImageJ software (1.52a).

The chemical composition and the structural aspects of the electrospun nanofibres were
analyzed using Fourier transform infrared spectroscopy (FTIR) coupled with the attenuated
reflection (ATR) technique using IRAffinity-1S, SHIMADZU equipment (Kyoto, Japan). All
spectra were obtained in the transmittance mode with 45 scans over a wavenumber range
of 4000–400 cm−1.

The thermal behaviour of the electrospun nanofibres was assessed via a thermogravi-
metric analysis (TGA) of the electrospun fibres, which was performed with an STA 700
from HITACHI (Tokyo, Japan). The samples were tested in a temperature range from 25 ◦C
to 500 ◦C, at a heating rate of 10 ◦C/min.
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Table 3. Multilayer systems tested in terms of filtration efficiency.

Reference Inner Layer Filtration Layer Outer Layer PA Deposition Time

Multilayer_0 min

PES IL

PP microfibres/PP microfibres
(Note: without PA nanofibres)

PES OL

0 min

Multilayer _10 min
PP microfibres/

PA (10 min)/
PP microfibres

10 min

Multilayer _20 min
PP microfibres/

PA nanofibres (20 min)/
PP microfibres

20 min

Multilayer _30 min
PP microfibres/

PA nanofibres (30 min)/
PP microfibres

30 min

2.4. Electrospun PA + Nonwoven Fabrics Characterization

The PP microfibres, PES IL and PES OL purchased from Protechnic S.A. (Cernay, France)
were also studied. Morphology was analyzed through brightfield microscopy using a Mi-
croscope Leica DM750 M (brightfield) (Leica, Wetzlar, Germany) with a coupled camera.

The areal mass of several layers from the multilayer system was calculated by divid-
ing the weight of the sample mat by its effective area. The thicknesses of the different
membranes and multilayers systems were measured by analyzing the cross-section at the
corresponding SEM images. The areal mass and thickness were obtained by performing
measurements on 10 different regions of the samples.

The air permeability, filtration and respiratory evaluations were performed according to
the standard EN 149:2001+A1:2009., For the air permeability evaluation, 40 Pa pressure was
applied, using an air permeability tester from TEXTEST instruments (Zurich, Switzerland),
model FX 3300. The tests related to filtration and respiratory evaluation were performed
at Aitex—textile research institute, in Spain. The penetration of sodium chloride aerosol
was tested by applying a flow rate of 95 L/min, and the maximum value was registered
after 3.5 min of exposure. To perform the respiratory resistance evaluation, the pressure
at 3 different conditions was registered, namely, inhalation at 30 L/min, inhalation at
95 L/min and exhalation at 160 L/min.

3. Results
3.1. Electrospun Fibre Characterization
3.1.1. Fourier Transform Infrared Spectroscopy and Thermogravimetric Analysis

The PA nanofibres were produced using an electrospinning technique according to
the conditions reported in Table 2. The FTIR spectra of the nanofibres produced with PA
polymer are shown in Figure 3. From the figure, it is possible to identify one significant
band at 3300 cm−1, typically attributed to the N-H stretching vibration. The asymmetric
and symmetric stretching of CH2 appears at 2931 and 2860 cm−1, respectively. In this
spectrum, amide bands of the PA 6.6. appear at 1637 and 1537 cm−1, and the bands located
at 1145 cm−1 correspond to the CO–CH symmetric bending vibration when combined with
CH2 twisting. The bands at 935 and 688 cm−1 are typically attributed to the stretching and
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bending vibrations of C–C bonds and the band at 580 cm−1 may be a result of O=C–N
bending. The FTIR spectra obtained agree with those of other authors as a PA 6.6. FTIR
spectrum [22–25].
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3.1.2. Thermogravimetric Analysis

To study the polymer behaviour at different temperatures, a TGA analysis was per-
formed. The results are represented in Figure 4. At the TGA plot, a rapid decline in values
starting at 350 ◦C is visible. No significant changes are observed preceding this temperature
value. In this way, the PA polymer is found to have a very resistant thermal profile, that
is only able to support temperatures up to approximately 320 ◦C. After this, a single-step
degradation of the electrospun fibres is visible. The obtained results are in accordance with
the results of other authors [26–28].
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3.1.3. Morphological Analysis

The PA nanofibre morphology was studied using SEM images. The images and the
corresponding fibre diameters and porous distribution are represented in Table 4.
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Table 4. SEM images of the produced PA nanofibres and corresponding characteristics.

Sample and Production
Parameters SEM Images (×1000) SEM Images (×5000) Fiber Diameter

± STDEV (nm)
Porous

Distribution (%)

A
Flow rate = 0.4 mL/h

Needle-diameter = 0.33 mm
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conclude that nanofibres with lower diameters are always obtained when using a needle 
with a diameter equal to 0.41 mm. Additionally, by analyzing the flow rate values, it is 
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Table 4. Cont.

Sample and Production
Parameters SEM Images (×1000) SEM Images (×5000) Fiber Diameter

± STDEV (nm)
Porous

Distribution (%)
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The SEM images reveal that randomly deposited fibres were produced. This feature
is important, as filtration aims to produce a structure composed of innumerable pores
with very small dimensions. This way, the probability of promoting the retention of
nanoparticles is enhanced. The porous distribution, based on size, was measured using
imageJ software. The obtained values ranged from 21 to 56%. To promote higher filtration
efficiencies, a perfect combination of the fibres diameter and porous distribution should
be achieved—a small fibre diameter allows for a lot of tinny pores, but the percentual
distribution based on the size of these pores should be as small as possible, to increase the
retention of particles probability. The PA nanofibres with the highest polymer concentration
have the highest value of porous distribution. Most of the samples obtained percentage
distribution values varying from 20 to 30%, thus emphasizing the applicability of PA
nanofibres in the field of filtration. It is also important to produce fibre matts with higher
densities, to ensure an increase in the collision points’ probability. For this purpose, samples
A, D, E, F, G and H are identified as viable options. Regarding the diameters of the fibres,
samples A and D were found to be significant. Both samples were produced with a flow
rate of 0.4 mL/h, with a needle with a diameter of 0.33 mm applied on sample A, and a
needle with a diameter of 0.41 mm applied on sample B. Although the two samples have
the two lowest mean fibre diameters, sample B had a smaller value—293 nm. Furthermore,
samples A and D also have the lowest standard deviation value, which means that the
produced fibres are more uniform with each other in terms of size. Sample I was produced
using the same ideal conditions as sample B, however, the polymer proportion was higher
(25% w/v instead of 20% w/v). When comparing sample I with the others, it is clear that the
number of fibres produced per unit area was considerably lower. The average diameters
of the produced fibres, as well as the corresponding standard deviation, are higher when
compared to the other samples. This result reveals that the application of 20% (w/v) PA is
the best approach to produce homogeneous mats of PA nanofibres with smaller diameters.

It can be observed that different parameters in PA-nanofiber production affect the
fibre’s diameter and porous distribution values, as presented in Figure 5. The values are
related to the samples produced with 20% (w/v) PA. By analyzing the bars related to the
diameter of the needles between 0.33 mm and 0.41 mm in Figure 5a, it is possible to conclude
that nanofibres with lower diameters are always obtained when using a needle with a
diameter equal to 0.41 mm. Additionally, by analyzing the flow rate values, it is possible
to conclude that generally, lower flow rates promote the production of fibres with smaller
diameters. The results of porous distribution are presented in Figure 5b, and it seems that
a direct correlation between this value and the nanofiber construction parameters cannot
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be established. However, lower values for porous distribution are related to smaller fibres
diameters, which becomes apparent when looking at both Figure 5a,b. When combining
lower flow rates with smaller needle diameters, homogeneous mats of nanofibres (low
standard deviation values) with small diameters and a porous distribution are produced.
These conditions are optimal filtration purposes [6].
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3.2. Electrospun PA + Non-Woven Fabrics Characterization

The above-mentioned optimal conditions for producing PA nanofibres, using electro-
spinning methods, were applied in this phase of the study The production and deposition
of PA nanofibres onto the PP microfibres were conducted to obtain a multilayer structure for
filtration purposes. The PP microfibres were morphologically and physically characterized,
and are presented in the microscope images in Figure 6. PP fibres were found to have a ran-
dom orientation. The average fibre diameter is 3.7 µm (Table 5). This value is much higher
than the value obtained for PA nanofibres. Due to the conjugation of these 2 different
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structures, a multiscale system was constructed, and the filtration efficiency is expected
to increase with minimal levels of breathability and/or permeability. The nanofibre mem-
brane is much thinner (ranges from 1.16 to 2.64 µm depending on the production time
for PA nanofibres) than the microfibres membrane (368.3 µm), making its application on
wearable devices much more attractive. This is one of the greatest advantages of nanoscale,
through the addition of a very small amount of nanomaterials it is possible to maximize
specific functionalities on a high scale.
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Table 5. PP microfibres characteristics.

Polymer Average Fibres Diameter ± STDEV (µm) Thickness (µm) Air Permeability (L/m2/s) Aerial Mass (gsm)

PP 3.7 ± 1.5 368.3 102.3 53.5

PA electrospun nanofibres were produced and deposited succesfully. In total, 3 different
combinations were obtained, since 3 different deposition times of the PA nanofibres were
studied: 10, 20 and 30 min. A control sample consisting of the PP membrane without
PA nanofibres was added to the study. By changing the time of nanofibre production,
a different aerial mass, thickness and air permeability were obtained. These differences
will influence the filtration efficiency. Results are shown in Figure 7. All the parameters
corresponded to increasesin the of PA nanofibre production time. In the case of aerial
mass results, it is observed that the value increased with a higher deposition time of PA
nanofibres. This result was expected since higher deposition times allow for the production
of more nanofibres, thereby increasing its density. The sample in which nanofibres were
produced for 10 min is very similar to the PP microfibres. The sample in which nanofibres
were produced for 20 min has an aerial mass closer to the sample in which nanofibres
were produced for 30 min. This result indicates that the deposition time is not uniform, as
differences were notices with regard to time. This relationship between higher deposition
times and the properties of the produced electrospun nanofibres were also observed
by Vrieze et al. The authors stated that after some time of fibre deposition the electric
field becomes distorted, causing an inhomogeneous deposition in the collector [29]. The
thickness of the samples are very similar to each other. This result is a consequence of
the higher thickness of the PP microfibres (368.3 µm) compared to the PA nanofibres
(10 min: 1.16 µm; 20 min: 1.52 µm; 30 min: 2.64 µm). So, when combining the structures,
the PA nanofibres thickness is hidden by the PP microfibres due to the different thicknesses
of the two structures. It was also observed that the PP microfibres have a non-homogeneous
mat in terms of thickness, with a high standard deviation value. It is also possible to
conclude that the addition of PA nanofibres decreases the permeability values, due to
the presence of extra material. Once again, greater differences are observed between the
samples for which nanofibres were produced for 10 min and 20 min, and the samples
produced during 20 and 30 min. The air-permeability parameter is more affected by
the presence of the nanofibre membrane. On one hand, lower air permeability values



Materials 2021, 14, 7147 11 of 15

may increase the filtration efficiency, however, on the other hand, it may compromise the
breathability parameter. So, this topic needs to be considered when analyzing the filtration
parameter and some optimization may be required to obtain the appropriate equilibrium
between these two factors.

Materials 2021, 14, x FOR PEER REVIEW 11 of 15 
 

 

 
Figure 7. Aerial mass (a), thickness (b) and air permeability (c) of PP and PP + PA nanofibres combinations. 

The SEM images shown in Figure 8 represents three different deposition times of the 
electrospun nanofibres onto the PP microfibres studied. Due to the different dimensions 
of PA (nano-scale) and PP (micro-scale) fibres, the two fibres are perfectly distinguishable 
from each other. From the images provided, it is possible to observe that two different 
layers were obtained via the establishment of contact points between the two adjacent 
layers. It is also clear that the presence of the PP membrane as a substrate during 
nanofibres production did not affect the electrospinning process, as the nanofibres with 
the presence of the PP membrane have the same morphology as the ones represented in 
Table 4. The density of the PA nanofibres increases with the deposition time , observable 
in the SEM images. This result increases the aerial mass and thickness and decreases the 
air permeability, as was observed in the results represented in Figure 7. 
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The SEM images shown in Figure 8 represents three different deposition times of the
electrospun nanofibres onto the PP microfibres studied. Due to the different dimensions of
PA (nano-scale) and PP (micro-scale) fibres, the two fibres are perfectly distinguishable from
each other. From the images provided, it is possible to observe that two different layers
were obtained via the establishment of contact points between the two adjacent layers. It is
also clear that the presence of the PP membrane as a substrate during nanofibres production
did not affect the electrospinning process, as the nanofibres with the presence of the PP
membrane have the same morphology as the ones represented in Table 4. The density of
the PA nanofibres increases with the deposition time, observable in the SEM images. This
result increases the aerial mass and thickness and decreases the air permeability, as was
observed in the results represented in Figure 7.
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Figure 8. SEM images of the PP microfibres combined with PA nanofibres. The nanofibres were
produced for (a) 10 min, (b) 20 min and (c) 30 min.

Since the multilayer filtration system is intended as personal protective equipment,
it will probably have direct contact with skin on one side and with the external environ-
ment on the other side. For this reason, two extra layers were added, one as an inner
layer and the other as an outer layer, to promote higher comfort levels and mechanical
support, respectively. These two layers were composed of polyester (PES) polymer, for
which microscopic images are represented in Figure 9. The PES IL is denser since it has
been selected due to softness. The PES OL will be in contact with the environment and was
chosen due to its higher rigidity to provide protection from possible dangers in the external
environment and to support the entire structure. Therefore, a multilayer system with three
different layers—inner layer (PES IL); filtration layer (PP microfibres + PA nanofibres + PP
microfibres); outer layer (PES OL)—were defined. At this point, 4 different combinations
were tested: the inner and outer layer remained the same throughout, the filtration layer
changed because of the three different deposition times of the studied electrospun nanofi-
bres. The several combinations studied are represented in Table 3. The membranes were
combined using a thermoforming process and moulded using a mask shape mould.
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The multilayer system has been optimized for application in filtration systems, to
promote micro and nanoparticle retention. More specifically, it can be applied in products
such as suits or respiratory masks. The filtration and respiratory parameters were analyzed
in relation to the intended purpose of the filtration system. The results are represented
in Table 6. The filtration topic was evaluated by the penetration of sodium chloride after
3.5 min of exposure, and it was observed that the multilayer system without the presence of
PA nanofibres achieved much higher values (15.39%) than the systems with PA nanofibres
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(7.83, 5.9 and 7.11%). This result highlights that the presence of nanofibres promotes smaller
penetration rates, and, consequently higher retention rates, thereby increasing the filtration
efficiency. Therefore, the results show that the penetration value of the multilayer system,
composed of a PA membrane, produced for 20 min, is 2.7 times lower than the penetration
value of the system with the absence of PA nanofibres. It is also important to emphasize
that the amount of PA present in the system is very small compared to the remaining layers
that make up the entire system. By comparing the three multilayer systems, composed
with PA nanofibres, the system composed of nanofibres produced for a smaller deposition
time—10 min—was identified as having a higher rate of particle penetration and a lower
efficiency in terms of filtration. The system in which nanofibres had been produced for
20 min resulted in smaller penetration rates with higher filtration capabilities. The results
represented in Figure 7, related to aerial mass, thickness and air permeability reveal that
the multilayer systems in which PA nanofibres were produced for 20 and 30 min are
very similar. The deposition time can only be increased to a certain threshold, due to
electric field distortion occuring in nanofibre production, thereby changing the deposition
profile, an effect that has previously been described by Vrieze et al. [29]. So, the different
values shown in Table 6 for the multilayer systems composed of nanofibres produced
during 20 and 30 min are probably related to the lower homogeneity of the PA nanofibres
produced for 30 min, creating points of lower density and decreasing the filtration efficiency.

Table 6. Filtration and respiratory evaluation of the four different multilayer systems studied.

Sample: Multilayer
_0 min

Multilayer
_10 min

Multilayer
_20 min

Multilayer
_30 min

Test Result

Penetration of the filter material with sodium chloride after
3.5 min of exposure (%) 15.39 7.83 5.90 7.11

Respiratory resistance (mbar): Inhalation at 30 L/min 0.37 0.66 0.65 0.66
Respiratory resistance (mbar): Inhalation at 95 L/min 1.53 2.23 2.33 2.34

Respiratory resistance (mbar): Exhalation at 160 L/min 2.36 3.73 3.62 4.09

The last three rows of Table 6 are related to the respiratory parameter and the evalua-
tion is performed by analyzing the resistance in millibar (mbar). The lower the resistance
values, the greater the breathing facility. The system without the presence of nanofibres has
the smallest resistance values, both in terms of exhalation and in terms of inhalation. This
result is logical since the combination has one missing layer compared to the other systems.
Additionally, the higher value may not be problematic, if the values are under the limits
defined by the legislation. These limit values change according to the location in which the
product is distributed and also depending on the type of product. For example, in Europe,
the legislation that is applied is the RfU PPE-R/02.075.02—certification of filtering half
mask against SARS-CoV-2. This legislation defines that when analyzing the respiratory
resistance of an FFP2 mask, in inhalation at 30 m/min, the maximum value permitted is
0.7 mbar and at 95 L/min the maximum value permitted is 2.4 mbar. Additionally, when
evaluating the exhalation at 160 L/min the value must not exceed 3.0 mbar [30]. In the re-
sults obtained within this work, the respiratory resistance at inhalation achieved values that
are under values specified by the legislation. In the exhalation evaluation, it was observed
that the masks composed of nanofibres membranes produced during 20 and 30 min have a
respiratory resistance value that is slightly higher than defined by legislation. Therefore, for
this specific application, this aspect should be optimized. Optimization can be performed
by changing the electrospinning parameters, such as the production time or the flow rate, or
by changing the thermoforming parameters, such as the temperature or the time of forming.
When comparing the three multilayers composed with PA nanofibres, very similar results
are obtained to the three systems at each respiratory resistance condition. The value that
differs the most is the exhalation evaluation at the multilayer system with PA nanofibres
produced for 30 min. This value is slightly higher and is related to the presence of more
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material. At this point, the differences previously observed for 20 and 30 min are no longer
observable because the respiratory parameters are affected by the entire structure.

4. Conclusions

Multilayer systems composed of PA nanofibres at the filtration layer were produced.
Within this study, different polymer concentrations, flow rates and needle diameters,
applied during electrospinning technique, were tested to define suitable conditions for
filtration. It was concluded that lower flow rates, combined with smaller needle diameters,
enhance the production of nanofibres with smaller diameters. In the second section of
the study, different multilayer systems, with PA nanofibres located at the filtration layer,
were studied. The PA nanofibres between the different multilayer systems had different
production times which led to membranes with a distinct aerial mass, thickness and air
permeability. The three-pointed properties affect the filtration efficiency. It was observed
that the ideal deposition time for the PA nanofibres is 20 min. The nanofibres, together with
the substrate layer—PP microfibres—have an aerial mass equal to 55.28 gsm, a thickness of
370.15 µm and an air permeability of 26.5 L/m2/s. For lower values, the filtration perfor-
mance was compromised due to a lack of sufficient material to prevent the penetration of
the particles. On the other hand, for higher time periods of nanofibre production, it was
observed that the properties of the samples do not increase proportionally because the
produced nanofibre mats suffer some distortion during the electrospinning technique. The
most important conclusion taken from this study is the high potential of nanotechnology,
more precisely of electrospun nanofibres, since, with the addition of a very tinny layer of
nanofibres, the penetration values decreased 2.7 times when compared with membranes
without electrospun nanofibres.

Author Contributions: Conceptualization, V.P. and J.G.D.; methodology, V.P.; software, V.P.; valida-
tion, R.F.; investigation, V.P.; resources, J.G.D.; data curation, V.P.; writing—original draft preparation,
V.P.; writing—review and editing, V.P. and R.F.; supervision, J.B. and F.C.; project administration,
C.M.; funding acquisition, J.G.D. All authors have read and agreed to the published version of
the manuscript.

Funding: This research was funded by Portugal 2020 through project nº POCI-01-02B7-FEDER-
048171, NanoMask—“Desenvolvimento de máscaras de proteção do tipo FFP2 termoconformadas,
com gradiente de filtração (nano e micro), para contexto profissional”.

Institutional Review Board Statement: Not applicable.

Informed Consent Statement: Not applicable.

Data Availability Statement: Not applicable.

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

References
1. Harrison, R.M.; Yin, J. Particulate matter in the atmosphere: Which particle properties are important for its effects on health? Sci.

Total Environ. 2000, 249, 85–101. [CrossRef]
2. Li, H.; Wang, Z.; Zhang, H.; Pan, Z. Nanoporous PLA/(Chitosan Nanoparticle) Composite Fibrous Membranes with Excellent

Air Filtration and Antibacterial Performance. Polymers 2018, 10, 1085. [CrossRef] [PubMed]
3. Park, K.; Kang, S.; Park, J.-W.; Hwang, J. Fabrication of silver nanowire coated fibrous air filter medium via a two-step process of

electrospinning and electrospray for anti-bioaerosol treatment. J. Hazard. Mater. 2021, 411, 125043. [CrossRef] [PubMed]
4. Gorji, M.; Bagherzadeh, R.; Fashandi, H. Electrospun nanofibers in protective clothing. In Electrospun Nanofibers; Elsevier Ltd.:

Amsterdam, The Netherlands, 2017; pp. 571–598.
5. Tebyetekerwa, M.; Xu, Z.; Yang, S.; Ramakrishna, S. Electrospun Nanofibers-Based Face Masks. Adv. Fiber Mater. 2020, 2, 161–166.

[CrossRef]
6. Selvam, A.K.; Nallathambi, G. Polyacrylonitrile/silver nanoparticle electrospun nanocomposite matrix for bacterial filtration.

Fibers Polym. 2015, 16, 1327–1335. [CrossRef]
7. Tcharkhtchi, A.; Abbasnezhad, N.; Seydani, M.Z.; Zirak, N.; Farzaneh, S.; Shirinbayan, M. An overview of filtration efficiency

through the masks: Mechanisms of the aerosols penetration. Bioact. Mater. 2020, 6, 106–122. [CrossRef] [PubMed]

http://doi.org/10.1016/S0048-9697(99)00513-6
http://doi.org/10.3390/polym10101085
http://www.ncbi.nlm.nih.gov/pubmed/30961010
http://doi.org/10.1016/j.jhazmat.2021.125043
http://www.ncbi.nlm.nih.gov/pubmed/33485235
http://doi.org/10.1007/s42765-020-00049-5
http://doi.org/10.1007/s12221-015-1327-8
http://doi.org/10.1016/j.bioactmat.2020.08.002
http://www.ncbi.nlm.nih.gov/pubmed/32817918


Materials 2021, 14, 7147 15 of 15

8. Adanur, S.; Jayswal, A. Filtration mechanisms and manufacturing methods of face masks: An overview. J. Ind. Text. 2020, 1–35.
[CrossRef]

9. Srikrishnarka, P.; Kumar, V.; Ahuja, T.; Subramanian, V.; Selvam, A.K.; Bose, P.; Jenifer, S.K.; Mahendranath, A.; Ganayee, M.A.;
Nagarajan, R.; et al. Enhanced Capture of Particulate Matter by Molecularly Charged Electrospun Nanofibers. ACS Sustain. Chem.
Eng. 2020, 8, 7762–7773. [CrossRef]

10. Barhate, R.S.; Ramakrishna, S. Nanofibrous filtering media: Filtration problems and solutions from tiny materials. J. Membr. Sci.
2007, 296, 1–8. [CrossRef]

11. Bazgir, M.; Zhang, W.; Zhang, X.; Elies, J.; Saeinasab, M.; Coates, P.; Youseffi, M.; Sefat, F. Fabrication and Characterization of
PCL/PLGA Coaxial and Bilayer Fibrous Scaffolds for Tissue Engineering. Materials 2021, 14, 6295. [CrossRef] [PubMed]

12. Khandaker, M.; Progri, H.; Arasu, D.; Nikfarjam, S.; Shamim, N. Use of Polycaprolactone Electrospun Nanofiber Mesh in a Face
Mask. Materials 2021, 14, 4272. [CrossRef] [PubMed]

13. Qin, X.; Subianto, S. Electrospun Nanofibers for Filtration Applications; Elsevier Ltd.: Amsterdam, The Netherlands, 2017; pp. 449–466.
[CrossRef]

14. Xue, J.; Wu, T.; Dai, Y.; Xia, Y. Electrospinning and electrospun nanofibers: Methods, materials, and applications. Chem. Rev. 2019,
119, 5298–5415. [CrossRef] [PubMed]

15. Yang, Y.; Li, B.; Chen, Z.; Sui, N.; Chen, Z.; Xu, T.; Li, Y.; Fu, R.; Jing, Y. Sound insulation of multi-layer glass-fiber felts: Role of
morphology. Text. Res. J. 2016, 87, 261–269. [CrossRef]

16. Wu, S.; Wang, B.; Zheng, G.; Liu, S.; Dai, K.; Liu, C.; Shen, C. Preparation and characterization of macroscopically electrospun
polyamide 66 nanofiber bundles. Mater. Lett. 2014, 124, 77–80. [CrossRef]

17. Heikkilä, P.; Taipale, A.; Lehtimäki, M.; Harlin, A. Electrospinning of polyamides with different chain compositions for filtration
application. Polym. Eng. Sci. 2008, 48, 1168–1176. [CrossRef]

18. Matulevicius, J.; Kliucininkas, L.; Martuzevicius, D.; Krugly, E.; Tichonovas, M.; Baltrusaitis, J. Design and Characterization of
Electrospun Polyamide Nanofiber Media for Air Filtration Applications. J. Nanomater. 2014, 2014, 859656. [CrossRef]

19. Yun, K.M.; Hogan, C.J.; Matsubayashi, Y.; Kawabe, M.; Iskandar, F.; Okuyama, K. Nanoparticle filtration by electrospun polymer
fibers. Chem. Eng. Sci. 2007, 62, 4751–4759. [CrossRef]

20. Pais, V.; Navarro, M.; Guise, C.; Martins, R.; Fangueiro, R. Hydrophobic performance of electrospun fibers functionalized with
TiO2 nanoparticles. Text. Res. J. 2021. [CrossRef]

21. Francavilla, P.; Ferreira, D.P.; Araújo, J.C.; Fangueiro, R. Smart Fibrous Structures Produced by Electrospinning Using the
Combined Effect of PCL/Graphene Nanoplatelets. Appl. Sci. 2021, 11, 1124. [CrossRef]

22. Zarshenas, K.; Raisi, A.; Aroujalian, A. Surface modification of polyamide composite membranes by corona air plasma for gas
separation applications. RSC Adv. 2015, 5, 19760–19772. [CrossRef]

23. Charles, J.; Ramkumaar, G.R.; Azhagiri, S.; Gunasekaran, S. FTIR and Thermal Studies on Nylon-66 and 30% Glass Fibre
Reinforced Nylon-66. E-J. Chem. 2009, 6, 23–33. [CrossRef]

24. Kang, E.; Kim, M.; Oh, J.S.; Park, D.W.; Shim, S.E. Electrospun BMIMPF6/nylon 6,6 nanofiber chemiresistors as organic vapour
sensors. Macromol. Res. 2012, 20, 372–378. [CrossRef]

25. Díaz-Alejo, L.A.; Menchaca-Campos, C.; Chavarín, J.U.; Sosa-Fonseca, R.; García-Sánchez, M.A. Effects of the Addition of Ortho-
and Para-NH2 Substituted Tetraphenylporphyrins on the Structure of Nylon 66. Int. J. Polym. Sci. 2013, 2013, 323854. [CrossRef]

26. Biglari, M.J.; Rahbar, R.S.; Shabanian, M.; Khonakdar, H.A. Novel composite nanofibers based on polyamide 66/graphene oxide-
grafted aliphatic- aromatic polyamide: Preparation and characterization. Polym. Technol. Mater. 2018, 58, 879–888. [CrossRef]

27. Nguyen, T.N.M.; Moon, J.; Kim, J.J. Microstructure and mechanical properties of hardened cement paste including Nylon 66
nanofibers. Constr. Build. Mater. 2020, 232, 117134. [CrossRef]

28. Xiao, L.; Xu, L.; Yang, Y.; Zhang, S.; Huang, Y.; Bielawski, C.W.; Geng, J. Core–Shell Structured Polyamide 66 Nanofibers with
Enhanced Flame Retardancy. ACS Omega 2017, 2, 2665–2671. [CrossRef] [PubMed]

29. De Vrieze, S.; Westbroek, P.; Van Camp, T.; van Langenhove, L. Electrospinning of chitosan nanofibrous structures: Feasibility
study. J. Mater. Sci. 2007, 42, 8029–8034. [CrossRef]

30. C.R.E. 2020/403. Co-Ordination of Notified Bodies PPE Regulation 2016/425. 2020. Available online: https://eur-lex.europa.eu/
legal-content/EN/TXT/?uri=CELEX:32016R0425 (accessed on 18 November 2021).

http://doi.org/10.1177/1528083720980169
http://doi.org/10.1021/acssuschemeng.9b06853
http://doi.org/10.1016/j.memsci.2007.03.038
http://doi.org/10.3390/ma14216295
http://www.ncbi.nlm.nih.gov/pubmed/34771821
http://doi.org/10.3390/ma14154272
http://www.ncbi.nlm.nih.gov/pubmed/34361466
http://doi.org/10.1016/b978-0-08-100907-9.00017-9
http://doi.org/10.1021/acs.chemrev.8b00593
http://www.ncbi.nlm.nih.gov/pubmed/30916938
http://doi.org/10.1177/0040517516629142
http://doi.org/10.1016/j.matlet.2014.03.048
http://doi.org/10.1002/pen.21070
http://doi.org/10.1155/2014/859656
http://doi.org/10.1016/j.ces.2007.06.007
http://doi.org/10.1177/00405175211010669
http://doi.org/10.3390/app11031124
http://doi.org/10.1039/C4RA15547E
http://doi.org/10.1155/2009/909017
http://doi.org/10.1007/s13233-012-0043-0
http://doi.org/10.1155/2013/323854
http://doi.org/10.1080/03602559.2018.1542712
http://doi.org/10.1016/j.conbuildmat.2019.117134
http://doi.org/10.1021/acsomega.7b00397
http://www.ncbi.nlm.nih.gov/pubmed/31457608
http://doi.org/10.1007/s10853-006-1485-6
https://eur-lex.europa.eu/legal-content/EN/TXT/?uri=CELEX:32016R0425
https://eur-lex.europa.eu/legal-content/EN/TXT/?uri=CELEX:32016R0425

	Introduction 
	Materials and Methods 
	Materials 
	Production of Electrospun PA Membranes 
	Electrospun PA Membranes Characterization 
	Electrospun PA + Nonwoven Fabrics Characterization 

	Results 
	Electrospun Fibre Characterization 
	Fourier Transform Infrared Spectroscopy and Thermogravimetric Analysis 
	Thermogravimetric Analysis 
	Morphological Analysis 

	Electrospun PA + Non-Woven Fabrics Characterization 

	Conclusions 
	References

