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Abstract: With the recent expansion of additive manufacturing (AM) in industries, there is an intense
need to improve the surface quality of AM parts. A functional surface with extreme wettability would
explore the application of AM in medical implants and microfluid. In this research, we propose to
superimpose the femtosecond (fs) laser induced period surface structures (LIPSS) in the nanoscale
onto AM part surfaces with the micro structures that are fabricated in the AM process. A hierarchical
structure that has a similar morphology to a lotus leaf surface is obtained by combining the advantages
of liquid assisting fs laser processing and AM. A water contact angle (WCA) of 150◦ is suggested so
that a super hydrophobic surface is achieved. The scanning electron microscopy (SEM) images and
X-ray photoelectron spectroscopy (XPS) analysis indicate that both hierarchical structures and higher
carbon content in the laser processed area are responsible for the super hydrophobicity.
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1. Introduction

Additive manufacturing (AM) is increasingly and making inroads in many industries which
include automotive, aerospace, electronics, and biomedical areas [1]. There are many advantages of
AM technologies over other manufacturing processes including the following: parts can be made easily
on-demand for customization and personalization, special tooling is not required in part fabrication,
the time cost of manufacturing and materials can be reduced significantly for individualized parts and
small-quantity productions, novel components and structures of complex geometries and functional
graded components can be fabricated without difficulties for some AM technologies, and the supply
chain is compressed drastically [2].

However, research is still required to fully realize the potential of AM. The widespread adoption
of AM is always challenged by the quality of the AM parts. In the past several years, most of the
efforts focused on the internal quality such as porosity [3], mechanical properties [4], and dimensional
accuracy [5]. Nevertheless, to achieve the real application of the AM components, we cannot neglect
the importance of their external quality; surface quality such as wettability would affect the corrosion
behaviors [6,7] and water–solid interaction performance of the AM fabricated device.

Traditional methods to produce hydrophobic surfaces include plasma treatment [8], chemical
coating [9], and wet-chemical etching [10]. These methods are usually applied on a massive area
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that cannot be accurately defined onto a specific geometry unless using a mask with high expense.
However, the durability of this hydrophobic surface is limited due to delamination of chemical coating.

Recently, intensive studies are focused on the interaction between laser energy and solid surfaces
to create hierarchical structures on a solid to change the wettability properties [11–13]. The laser
processing is a top to bottom, non-contact, and highly selective method that can be used to produce
complex features. The femtosecond laser holds many advantages over other kinds of laser in material
processing. Fs laser–material interaction is different from that of long pulse laser which induces a
significant amount of heat and melting. In the case of the fs laser, the laser pulse duration (typically
~200 fs) is smaller than electron–phonon coupling time (in ps time scale) [14]. The laser energy can be
deposited into a thin layer in a short time which is faster than lattice heating. The material removal
process is confined in small volume enabling a precise machining process with minimal heat affected
zone. Additionally, interaction between the laser pulse and plasma is avoided because the short laser
pulse ends before the generation of plasma. This would increase the laser processing efficiency.

Fs laser energy with a small thermal effect can be tightly focused onto a tiny spot to create micro
and/or nano structures that mimic hierarchical morphology from the natural world such as lotus
leaves and shark skin, whose surface usually exhibits extreme non-wettability [15].

However, the laser treating from the above studies is mainly conducted on a flat or polished
surface which is usually not applicable for AM parts. A high surface roughness cannot be avoided due
to the nature of the AM process [16]. Additionally, the AM parts always have complex 3D features that
are not possible to grind or polish using conventional methods.

In this study, we propose the implementation of a fs laser to directly fabricate nanostructures
on the Ti6Al4V AM parts with pre-designed microstructures. A hierarchical structure with a super
hydrophobic surface could be obtained by combining the advantages of the fs laser and AM process.

2. Experiment

One of the established metal AM processes is selective laser melting (SLM) which is capable of
producing full-density, high-precision, and functional metal parts. SLM uses a powder deposition
method consisting of a recoating mechanism to spread a powder layer onto a substrate plate and
a powder reservoir. Once the powder is evenly distributed, SLM uses a high-power laser to trace
the geometry of an individual layer of the slices from a 3D model on the surface of the powder bed.
During the process, the powder particles are fused together, and solidification takes place. After a
layer has been completed, the build platform is lowered down by the required layer thickness and the
solidification process is continued to build up the finished part as shown in Figure 1.

Figure 1. Schematic diagram of the selective laser melting (SLM) process.
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To perform a set of experiments for surface properties modification, samples of
10 mm × 10 mm × 10 mm were fabricated by the SLM-250HL system (SLM solution GmbH, Lübeck,
Germany) using the ytterbium laser (CW) source with a maximum power of 400 W. The SLM-250HL
system offers a build volume of 250 × 250 × 250 mm3 and the laser beam is of 80 µm diameter.
Ti6Al4V powders supplied by TLS Technik GmbH & Co (Bitterfeld-Wolfen, Germany) were used to
manufacture all the test specimens. The size of the powders ranges from 20 to 63 µm and the chemical
compositions (wt %) of the powder include: aluminum (6.46), vanadium (4.24), iron (0.17), oxygen
(0.094), nitrogen (0.01), carbon (0.007), hydrogen (0.002), and titanium (balance). Table 1 shows the list
of the SLM parameters used in this study.

Table 1. Processing parameters used in the SLM of TI6AL4V samples.

Parameters Unit Values

Laser Power W 95
Layer Thickness mm 0.050

Scan Speed mm/s 125
Hatch space mm 0.11

The prepared AM samples were then processed by Quantronix Integra-C fs laser that emitted
pulses of 130 fs with linearly polarized light at a central wavelength of approximately 795 nm.
The nominal repetition rate is 1 kHz. The total pulse energy was attenuated by a rotating half
wave. The mechanical shutter was controlled to release the desired laser on the substrate. The laser
beam was focused and controlled by Scanlab galvanometer scanner. The average laser power after
the lens was measured using a power meter. An area of 5 × 5 mm2 were processed in ethanol and
air by using laser parameters listed in Table 2 on Ti6Al4V AM parts, each experiment was repeated
three times.

Table 2. Femtosecond (fs) laser processing parameters.

Parameters Unit Values

Scan Speed mm/s 20, 40, 80
Hatch density mm 0.02
Laser spot size µm 120
Laser intensity W/cm2 4.9 × 1013

The surface properties of the samples were analyzed using the Jeol JSM 5600-LV scanning electron
microscope (SEM) and X-ray photoelectron spectroscopy (XPS) (ESCALAB 250Xi, Thermo Scientific,
Paisley, UK). The surface water contact angle (WCA) measurement was conducted by applying the
sessile drop method. A contact angle meter (Attension Theta Auto D) was used for the water contact
angle measurement.

3. Results and Discussion

3.1. Partially Melted Powder

The partially melted micro-powder particles (PMP) are observed on the vertical walls as shown in
Figure 2. In the SLM process, the powders in the center of laser track would be fully melted to create
a melting pool. However, for high melting point metallic powders such as stainless steel [17] and
Ti alloy [18], the powder right at the edge of laser track could be partially melted in the SLM process
(powder bed based). When the laser beam moved away and the melting pool solidified, some parts
of certain powder particles would be fused together with the solid part. The remaining part of this
particle would be preserved as its original spherical shape. By choosing the scanning parameters in
Table 1, the side wall can be covered with the partially melted particles. The existence of these PMPs
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is important because they constitute the micro structures that are considered as the first grade of the
hierarchical surface.

Figure 2. Scanning electron microscopy (SEM) image of the additive manufacturing (AM) surface
covered with half-melt micro-particles (a) and (b); water droplet on the structures (c).

After the manufacturing process, the samples were wire cut and removed from the substrate.
The surface morphology of the samples was carefully analyzed using the SEM as shown in Figure 2a,b.
The size of observed micro-sphere ranges from 20 to 60 µm that is similar with the raw powders.
The water contact angle (WCA) of the sample that did not undergo laser processing was measured
for reference purposes. This as-deposited SLM sample shows a hydrophilic surface (WCA 73◦) as
illustrated in Figure 2c.

As illustrated in Figure 3, the AM sample was immersed in the ethanol solution during the firing
of the laser pulses. The thickness (assumed uniformly distributed here with relatively low surface
tension) of liquid film is estimated to be 2 mm.

Figure 3. Setup of laser processing AM parts immersed in liquid.

The surface microstructures of the laser processed AM parts characterized by SEM are shown in
Figure 4. The 1st, 2nd, 3rd rows show the profile of samples processed in ethanol liquid with a scanning
speed of 80 mm/s, 40 mm/s, and 20 mm/s, respectively. To better illustrate the detailed features of the
surface structures, the 2nd and 3rd columns show the SEM image captured at a higher magnification.
As indicated in Figure 4a, the high speed laser scanning (80 mm/s) only has a minimal modification on
the original surface. On the top view of the PMP, it shows a sphere shape with small distortion on the
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edge and no regular nano structures were found. When the scanning speed is decreased to 40 mm/s,
the surface roughness is observed to expressly increase as shown in Figure 4b.

Figure 4. SEM images of the AM parts surface processed by fs laser in ethanol with scanning speed of
80 mm/s (a,e,i; first row); in ethanol with scanning speed of 40 mm/s (b,f,j; second row); in ethanol
with scanning speed of 20 mm/s (c,g,k; third row); in air with scanning speed of 40 mm/s (d,h,l;
last row); water droplet and water contact angle (WCA) on the corresponding structures (m–p).

It is known that the long pulse laser or CW laser processing would cause re-melting and completely
reformat the original surface structure. Ma et. al. [16] reported that the nanosecond (ns) fiber laser
processed the AM made Ti alloys samples. In Ma et. al.’s study, the scanning of a ns laser with
considerable thermal effect resulted in deep re-melting of the surface structures. The surface tension
and gravity of the melting materials can make the liquid surface flat. When the melting surface
re-solidified, the roughness of the sample is thereby reduced from 5 µm to 1 µm. The huge heat
input from the ns laser also caused heat affect zone with thickness of 150 µm in which the material’s
microstructures and metallurgical performance is modified.

However, fs laser processing with moderate fluence does small damage to the pre-design
microstructures (i.e. the micro PMP still exists) due to the ultrashort pulse duration and minimal
thermal effect. Figure 4f exhibits there is more laser induced distortion of the whole surface, while the
PMP (microscale convex structures) can still be well preserved.

3.2. Laser Induced Periodical Surface Structures

Figure 4j is the further magnified image around the same area, which shows nano-ripples with
a spatial wavelength of ~470 nm. These self-organized ripples are known as laser induced period
surface structures (LIPSS) resulting from the interference of the incident laser induced surface scattered
waves [19].



Nanomaterials 2018, 8, 601 6 of 10

The nonuniform surface energy distribution from the interference leads to surface modification
to form the final ripple status. The orientation of the LIPSS are perpendicular to the incident laser
polarization direction and their spatial wavelength is usually found to be close to or smaller than the
incident laser’s wavelength [20]. The period of ripple produced here in ethanol is around 470 nm,
which is about 40% less than the incident laser wavelength (795 nm). The laser processing environment
of ethanol has a refractive index of 1.36 compared to that of air of 1.0. According to the physical model
in the literature [19], the spatial wavelength can be significantly smaller than incident laser wavelength
when the refractive index of processing medium is increased. The observation of 470 nm period is
consistent with the previous literature [21] that applied a 775 nm fs laser on silicon in ethanol.

The SEMs in the third row of Figure 4 show the sample that underwent laser processing at a
slower scanning speed of 20 mm/s. At this speed, most of the PMPs are damaged and micro-holes
with a diameter of 5–20 µm are formed. Excessive energy input leads to a drastic material removal
process that damages the original structures and no LIPSS can be found as well.

The last row of the Figure 4 is the sample processed in air using the exact same laser parameters
as second row. Without ethanol’s influence, the LIPSS’s wavelength is measured as around 520 nm that
is also smaller than the laser wavelength. This observation is consistent with the recent literature [22]
that produced LIPSS with a period of 520 nm on pure polished titanium by a 790 nm fs laser.
Theoretically, the modulus of the surface plasmon wave vector has a strong connection with the
surface morphology. [23] It is well accepted that the LIPSS’s period would be decreased with increasing
the real part of the surface plasmons’ refractive index. Previous literature reported that the initial laser
pulses can create some random nanostructures including nanorods, nanocones, and nanospheres. [24]
These nanostructures would contribute to the increase of the real part of the surface plasmons’ refractive
index. In most of the cases, the generation of LIPSS requires multiple laser pulses. With applying more
numbers of pulses, more nanostructures are thereby produced, allowing a smaller LIPSS period.

With selected laser processing parameters (listed in Table 2), large area typical LIPSSs are imposed
on the PMP dominated AM surface. The surface covered by hierarchical structures including micro
features (20–60 µm) and nano features (470 nm) is obtained.

3.3. Wettability

The wettability of the laser processed surface is characterized using static WCA as shown in
Figure 4m–p. All the WCA measurement shown in Figure 4 were performed 10 days after laser
processing. The WCAs reveal significant variation among the different surface structures. Comparing
to the as-deposited surface with WCA of 73◦ in Figure 2c, all the samples in Figure 4 show a larger
WCA resulting from the increase of surface roughness induced by fs laser processing. This observation is
consistent with Cassie-Baxter’s model which assumes the air can be trapped between the solid structures
and water. A composite interface would be formed and the WCA increases with surface roughness [25].

Importantly, Figure 4n shows the WCA is increased to 150◦ on the hierarchical structures that are
fabricated in ethanol. The LIPSS has a strong influence on WCA. It is known that [26] the nanostructures
(LIPSS) can pin the liquid-air interface and thus prevent liquid from filling the valleys between
microstructures (PMP). It is important for the LIPSS to support nanodroplets that would not easily
condensate in the gaps between microstructures.

The samples (as shown in Figure 4m,o) without LIPSS exhibit smaller WCAs than the ones
with LIPSS. These results concluded that the combination of the micro and nano structures results in
highest WCA.

It is worth noting that there is obvious LIPSS existing on the surface processed in air, however,
the WCA of this sample is much small than its counterpart that is processed in ethanol. It was
observed that the LIPSS fabricated in liquid is 10% finer than that in air. The smaller nano feature
size and correspondingly large surface area may enhance the hydrophobicity of the sample processed
in ethanol.
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3.4. Chemical Composition

In addition, it is known that the surface chemistry has significant influence on the wettability.
To make a comparison for the chemical composition of the sample produced in different environment,
chemical bonds of all of the surface are analyzed by XPS (10 days after the laser processing). Table 3
exhibits the relative atomic percentage of elements for the surface of samples that underwent
non-processing (NP), laser processing in air (PA), and processing in liquid (PL). It is found that
carbon, oxygen, and titanium are the main elements for all the three samples. NP sample shows a
high carbon content of 35.75%. This XPS detected C may have two sources: the first source is the
contamination from the coolant solvent during the wire cutting which is an essential process to separate
the AM sample from the substrate; the second source can be the hydrocarbon from air because the
sample is stored in an air environment for three months after AM fabrication. After laser processing,
both the PA and PL samples show a decrease in the C content. It can be explained by the laser
induced local temperature rise that can easily burn the surface carbon. Additionally, the high pressure
generated by plasma expansion [27] during laser processing could blow away the contamination
adhering to the surface. The surface carbon content is usually considered to have a positive effect on
the hydrophobicity. However, the NP sample with the highest C content exhibits the smallest WCA
which is mainly due to their less hydrophobic surface morphology.

Table 3. Relative atomic percentage of element obtained from X-ray photoelectron spectroscopy (XPS).

Sample Name
Relative Atomic Percentage of Detected Elements

Al 2p C 1s N 1s O 1s Ti 2p V 2p

Non-processed (NP) 3.86 36.75 4.41 42.96 12.01 0.30
Processed in air (PA) 5.58 14.95 1.23 54.89 23.35 0.21

Processed in liquid (PL) 4.09 23.94 1.64 50.49 19.84 0.46

It is observed that the O content form TiO2 that is not hydrophobic [28] is higher in the PA sample
than the PL sample. For the PA sample, Oxygen is mainly induced by the dramatic oxidation during
the laser processing that can cause a thick oxidation layer. For the cases of the PL sample that are
processed in liquids, the ethanol liquid would insulate the air from the ablation area thus avoiding the
fast and massive oxidation of titanium at high temperature.

The O content from the PL sample is due to the slow oxidation during storage in air. As shown in
Figure 5a, the peak of metallic Ti (454.57 eV) still can be observed in XPS spectra even at the 10th day
after laser processing.

Figure 5. XPS spectra of Ti 2p (a) and C 1s (b) for sample underwent non-processing (NP), laser processing
in air (PA) and in liquid (PL).
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On the other hand, the fs laser fluence is sufficient to result in the photo-dissociative ionization
of ethanol to break the covalent bonds (C–C and C–O) [29]. This can increase the possibility of
chemical reaction between Ti– and C– at the solid-liquid interface. This process can be validated by the
appearance of a C–Ti peak (281.64 eV) in the XPS spectra of PL sample. It can have a contribution to
the higher C content in the PL sample (23.94%) than that in the PA sample (13.95%). The deconvoluted
N 1s peak at 400.4 eV corresponds to organically bound nitrogen (C–N). This nitrogen possibly comes
from the nitrogen containing carbon contaminants (proteins or oil in air) that might be brought in
during storage or transfer.

The observed carbon may be related to the nonpolar functional groups including
methylgroup-CH3 and/or graphitic carbon that are hydrophobic [30]. These functional groups possibly
are responsible for the high hydrophobicity of the PL sample.

During the WCA testing, it is found that the WCA increases with storage time and reaches a
relatively steady state after around 10 days as shown in Figure 6. This phenomenon is usually attributed
to the increased carbon content along with storage time. For the case of the PL sample, it is believed a
certain portion of the carbon comes from the Ti-C2H5OH reaction in the laser processing. The other
portion is due to the accumulation of carbon [31] possibly sourced from the airborne hydrocarbon
contaminations [32] during the storage. The laser creates nanostructures with higher surface energy
can increase the surface adsorption activities [32] and may help to capture the airborne hydrocarbon.
This also could be the main reason for the carbon accumulation in the PA sample. After 10 days,
the WCAs for both PA and PL sample show small fluctuations that may come from the slow change of
the surface chemistry. It is known that there are still some chemical reactions and physical adsorption
activities happening on the surface sample that was stored in air. [28] The oxidation of pure titanium
produces TiO2 which is hydrophilic. However, continuous accumulation of carbon would result in
hydrophobic features. With increasing storage time, the competing of several phenomena could cause
fluctuations of WCA.

Figure 6. WCA development of PL and PA samples stored in air.

4. Conclusions

In this study, a facile approach to produce functional graded surface on AM parts was proposed.
The implementation of liquid assisted fs laser processing created periodical surface ripples with a
spatial wavelength of 470 nm on the Ti6Al4V AM sample that was covered by predesigned PMP with
diameter from 20 to 60 µm. The combination of LIPSS in nanoscale and PMP in microscale enabled the
hierarchical structures that had a similar morphology to the surface of a lotus leaf. The WCA of 150◦

suggested that a super hydrophobic surface was obtained when the LIPSS was fabricated in ethanol
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at a laser scanning speed of 40 mm/s. It is believed that both the hierarchical structures and higher
surface carbon content contribute to the super hydrophobicity. These results can pave a way for AM
parts to obtain water repelling and self-cleaning properties that would explore the application area
of AM.

Author Contributions: L.J., S.K.M. and H.Z. conceived and designed the experiments; L.J. and Z.Y.C. performed
the experiments; L.J. and J.S. analyzed the data; H.Z. and G.B. contributed reagents/materials/analysis tools; L.J.,
Z.Y.C. and S.K.M. wrote the paper.

Acknowledgments: This research was supported by SIMTech-NTU Joint Lab, the National Research Foundation,
Prime Minister’s Office, Singapore under its Medium-Sized Centre funding scheme. We gratefully acknowledge
the help of Goh Minhao (Singapore Institute of Manufacturing Technology) with XPS analysis.

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

References

1. Bhaduri, D.; Penchev, P.; Batal, A.; Dimov, S.; Soo, S.L.; Sten, S.; Harrysson, U.; Zhang, Z.; Dong, H.
Laser polishing of 3D printed mesoscale components. Appl. Surf. Sci. 2017, 405, 29–46. [CrossRef]

2. Huang, Y.; Leu, M.C.; Mazumder, J.; Donmez, A. Additive manufacturing: Current state, future potential,
gaps and needs, and recommendations. J. Manuf. Sci. Eng. 2015, 137, 014001. [CrossRef]

3. Zhang, S.; Wei, Q.; Cheng, L.; Li, S.; Shi, Y. Effects of scan line spacing on pore characteristics and mechanical
properties of porous Ti6AL4V implants fabricated by selective laser melting. Mater. Des. 2014, 63, 185–193.
[CrossRef]

4. Wieding, J.; Jonitz, A.; Bader, R. The effect of structural design on mechanical properties and cellular response
of additive manufactured titanium scaffolds. Materials 2012, 5, 1336–1347. [CrossRef]

5. Turner, B.N.; Gold, S.A. A review of melt extrusion additive manufacturing processes: II. Materials,
dimensional accuracy, and surface roughness. Rapid Prototyp. J. 2015, 21, 250–261. [CrossRef]

6. Xiang, T.; Ding, S.; Li, C.; Zheng, S.; Hu, W.; Wang, J.; Liu, P. Effect of current density on wettability and
corrosion resistance of superhydrophobic nickel coating deposited on low carbon steel. Mater. Des. 2017,
114, 65–72. [CrossRef]

7. Lin, Y.; Shen, Y.; Liu, A.; Zhu, Y.; Liu, S.; Jiang, H. Bio-inspiredly fabricating the hierarchical 3D porous
structure superhydrophobic surfaces for corrosion prevention. Mater. Des. 2016, 103, 300–307. [CrossRef]

8. Hwang, S.J.; Tseng, M.C.; Shu, J.R.; Yu, H.H. Surface modification of cyclic olefin copolymer substrate by
oxygen plasma treatment. Surf. Coat. Technol. 2008, 202, 3669–3674. [CrossRef]

9. Liu, T.; Yin, Y.; Chen, S.; Chang, X.; Cheng, S. Super-hydrophobic surfaces improve corrosion resistance of
copper in seawater. Electrochim. Acta 2007, 52, 3709–3713. [CrossRef]

10. Liu, Y.; Yin, X.; Zhang, J.; Wang, Y.; Han, Z.; Ren, L. Biomimetic hydrophobic surface fabricated by chemical
etching method from hierarchically structured magnesium alloy substrate. Appl. Surf. Sci. 2013, 280, 845–849.
[CrossRef]

11. Skoulas, E.; Manousaki, A.; Fotakis, C.; Stratakis, E. Biomimetic surface structuring using cylindrical vector
femtosecond laser beams. Sci. Rep. 2017, 7. [CrossRef] [PubMed]

12. Lu, Y.; Yu, L.; Zhang, Z.; Wu, S.; Li, G.; Wu, P.; Hu, Y.; Li, J.; Chu, J.; Wu, D. Biomimetic surfaces
with anisotropic sliding wetting by energy-modulation femtosecond laser irradiation for enhanced water
collection. RSC Adv. 2017, 7, 11170–11179. [CrossRef]

13. George, J.E.; Rodrigues, V.R.M.; Mathur, D.; Chidangil, S.; George, S.D. Self-cleaning superhydrophobic
surfaces with underwater superaerophobicity. Mater. Des. 2016, 100, 8–18. [CrossRef]

14. Shugaev, M.V.; Wu, C.; Armbruster, O.; Naghilou, A.; Brouwer, N.; Ivanov, D.S.; Derrien, T.J.Y.; Bulgakova, N.M.;
Kautek, W.; Rethfeld, B.; et al. Fundamentals of ultrafast laser–material interaction. MRS Bull. 2016, 41, 960–968.
[CrossRef]

15. Stratakis, E.; Ranella, A.; Fotakis, C. Biomimetic micro/nanostructured functional surfaces for microfluidic
and tissue engineering applications. Biomicrofluidics 2011, 5, 013411. [CrossRef] [PubMed]

16. Ma, C.P.; Guan, Y.C.; Zhou, W. Laser polishing of additive manufactured ti alloys. Opt. Lasers Eng. 2017, 93, 171–177.
[CrossRef]

17. Meier, H.; Haberland, C. Experimental studies on selective laser melting of metallic parts. Mater. Werkst.
2008, 39, 665–670. [CrossRef]

http://dx.doi.org/10.1016/j.apsusc.2017.01.211
http://dx.doi.org/10.1115/1.4028725
http://dx.doi.org/10.1016/j.matdes.2014.05.021
http://dx.doi.org/10.3390/ma5081336
http://dx.doi.org/10.1108/RPJ-02-2013-0017
http://dx.doi.org/10.1016/j.matdes.2016.10.047
http://dx.doi.org/10.1016/j.matdes.2016.04.083
http://dx.doi.org/10.1016/j.surfcoat.2008.01.016
http://dx.doi.org/10.1016/j.electacta.2006.10.059
http://dx.doi.org/10.1016/j.apsusc.2013.05.072
http://dx.doi.org/10.1038/srep45114
http://www.ncbi.nlm.nih.gov/pubmed/28327611
http://dx.doi.org/10.1039/C6RA28174E
http://dx.doi.org/10.1016/j.matdes.2016.03.104
http://dx.doi.org/10.1557/mrs.2016.274
http://dx.doi.org/10.1063/1.3553235
http://www.ncbi.nlm.nih.gov/pubmed/21522501
http://dx.doi.org/10.1016/j.optlaseng.2017.02.005
http://dx.doi.org/10.1002/mawe.200800327


Nanomaterials 2018, 8, 601 10 of 10

18. Vaithilingam, J.; Goodridge, R.D.; Hague, R.J.M.; Christie, S.D.R.; Edmondson, S. The effect of laser remelting
on the surface chemistry of Ti6Al4V components fabricated by selective laser melting. J. Mater. Process. Technol.
2016, 232, 1–8. [CrossRef]

19. Bonch-Bruevich, A.M.; Libenson, M.N.; Makin, V.S.; Trubaev, V.V. Surface Electromagnetic Waves in Optics;
SPIE: Bellingham, WA, USA, 1992; p. 13.

20. Cunha, A.; Serro, A.P.; Oliveira, V.; Almeida, A.; Vilar, R.; Durrieu, M.-C. Wetting behaviour of femtosecond
laser textured Ti-6AL-4V surfaces. Appl. Surf. Sci. 2013, 265, 688–696. [CrossRef]

21. Jiao, L.S.; Ng, E.Y.K.; Zheng, H.Y. Refining femtosecond laser induced periodical surface structures with
liquid assist. Appl. Surf. Sci. 2013, 264, 52–55. [CrossRef]

22. Bonse, J.; Koter, R.; Hartelt, M.; Spaltmann, D.; Pentzien, S.; Höhm, S.; Rosenfeld, A.; Krüger, J. Tribological
performance of femtosecond laser-induced periodic surface structures on titanium and a high toughness
bearing steel. Appl. Surf. Sci. 2015, 336, 21–27. [CrossRef]

23. Kröger, E.; Kretschmann, E. Surface plasmon and polariton dispersion at rough boundaries. Phys. Status Solidi (b)
1976, 76, 515–523. [CrossRef]

24. Vorobyev, A.Y.; Makin, V.S.; Guo, C. Periodic ordering of random surface nanostructures induced by
femtosecond laser pulses on metals. J. Appl. Phys. 2007, 101, 034903. [CrossRef]

25. Wang, B.; Wang, X.C.; Zheng, H.Y.; Lam, Y.C. Femtosecond laser-induced surface wettability modification of
polystyrene surface. Sci. China Phys. Mech. Astron. 2016, 59, 124211. [CrossRef]

26. Bhushan, B.; Jung, Y.C. Natural and biomimetic artificial surfaces for superhydrophobicity, self-cleaning,
low adhesion, and drag reduction. Prog. Mater. Sci. 2011, 56, 1–108. [CrossRef]

27. Jiao, L.S.; Ng, E.Y.K.; Wee, L.M.; Zheng, H.Y. Role of volatile liquids in debris and hole taper angle reduction
during femtosecond laser drilling of silicon. Appl. Phys. A Mater. Sci. Process. 2011, 104, 1081–1084.
[CrossRef]

28. Yang, C.-J.; Mei, X.-S.; Tian, Y.-L.; Zhang, D.-W.; Li, Y.; Liu, X.-P. Modification of wettability property of
titanium by laser texturing. Int. J. Adv. Manuf. Technol. 2016, 87, 1663–1670. [CrossRef]

29. Yazawa, H.; Shioyama, T.; Suda, Y.; Yamanaka, M.; Kannari, F.; Itakura, R.; Yamanouchi, K. Controlling the
dissociative ionization of ethanol with 800 and 400 nm two-color femtosecond laser pulses. J. Chem. Phys.
2007, 127. [CrossRef] [PubMed]

30. Bizi-bandoki, P.; Valette, S.; Audouard, E.; Benayoun, S. Time dependency of the hydrophilicity and
hydrophobicity of metallic alloys subjected to femtosecond laser irradiations. Appl. Surf. Sci. 2013, 273, 399–407.
[CrossRef]

31. Kietzig, A.-M.; Hatzikiriakos, S.G.; Englezos, P. Patterned superhydrophobic metallic surfaces. Langmuir
2009, 25, 4821–4827. [CrossRef] [PubMed]

32. Boinovich, L.B.; Emelyanenko, A.M.; Emelyanenko, K.A.; Domantovsky, A.G.; Shiryaev, A.A. Comment on
“nanosecond laser textured superhydrophobic metallic surfaces and their chemical sensing applications”
by duong v. Ta, andrew dunn, thomas j. Wasley, robert w. Kay, jonathan stringer, patrick j. Smith, colm
connaughton, jonathan d. Shephard (Appl. Surf. Sci. 357 (2015) 248–254). Appl. Surf. Sci. 2016, 379, 111–113.

© 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/).

http://dx.doi.org/10.1016/j.jmatprotec.2016.01.022
http://dx.doi.org/10.1016/j.apsusc.2012.11.085
http://dx.doi.org/10.1016/j.apsusc.2012.09.101
http://dx.doi.org/10.1016/j.apsusc.2014.08.111
http://dx.doi.org/10.1002/pssb.2220760209
http://dx.doi.org/10.1063/1.2432288
http://dx.doi.org/10.1007/s11433-016-0307-1
http://dx.doi.org/10.1016/j.pmatsci.2010.04.003
http://dx.doi.org/10.1007/s00339-011-6374-4
http://dx.doi.org/10.1007/s00170-016-8601-9
http://dx.doi.org/10.1063/1.2780156
http://www.ncbi.nlm.nih.gov/pubmed/17902908
http://dx.doi.org/10.1016/j.apsusc.2013.02.054
http://dx.doi.org/10.1021/la8037582
http://www.ncbi.nlm.nih.gov/pubmed/19267439
http://creativecommons.org/
http://creativecommons.org/licenses/by/4.0/.

	Introduction 
	Experiment 
	Results and Discussion 
	Partially Melted Powder 
	Laser Induced Periodical Surface Structures 
	Wettability 
	Chemical Composition 

	Conclusions 
	References

