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Abstract: Porous polymeric membranes have emerged as the core technology in the field of separation.
But some challenges remain for several methods used for membrane fabrication, suggesting the need
for a critical review of the literature. We present here an overview on porous polymeric membrane
preparation and characterization for two commonly used polymers: polysulfone and poly (vinylidene
fluoride). Five different methods for membrane fabrication are introduced: non-solvent induced
phase separation, vapor-induced phase separation, electrospinning, track etching and sintering.
The key factors of each method are discussed, including the solvent and non-solvent system type and
composition, the polymer solution composition and concentration, the processing parameters, and
the ambient conditions. To evaluate these methods, a brief description on membrane characterization
is given related to morphology and performance. One objective of this review is to present the basics
for selecting an appropriate method and membrane fabrication systems with appropriate processing
conditions to produce membranes with the desired morphology, performance and stability, as well as
to select the best methods to determine these properties.

Keywords: porous polymeric membranes; polysulfone; poly(vinylidene fluoride); preparation;
morphology; performance

1. Introduction

Membrane technologies, as efficient separation techniques, have been widely applied in several
areas, especially for water treatment (drinking water and wastewater treatment) including disinfection,
distillation or media filtration [1–5], pharmaceutical and biotechnology industries such as drug
release [6,7], food industries such as membrane fractionation of milk [8,9], as well as renewable energy
storage and transformation processes such as conducting membranes in artificial photosynthetic
systems and membranes for redox flow battery [10–12].

While membranes have shown significant performances in different applications, the drive
to improve the membrane success requires membranes with better materials and performances.
The combination of properties such as permeability, selectivity, fouling resistance, chemical and thermal
stability, low cost and easy manufacturing should lead to improved characteristics. Firstly, polymeric
membranes perform well in commercially available membrane applications. The most commonly used
engineering or commodity polymeric membranes include polysulfone (PS), poly(vinylidene fluoride)
(PVDF), polyethylene (PE), polydimethylsiloxane (PDMS) and other materials [13]. Secondly, a careful
control of the morphology must be made [14–16]. Homogeneity and a well-controlled microporous
structure both define the success of a membrane.
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The purpose of this paper is to critically review the methods to control the morphology
(microporous structure) of polymeric membranes. To start, membrane characterization is presented
including morphological and separation performances, followed by a review of two commonly used
membrane polymers (PS and PVDF). Then, five different methods for membrane fabrication are
introduced: non-solvent induced phase separation (NIPS), vapor-induced phase separation (VIPS),
electrospinning, track etching and sintering. Each method will be described in detail with respect to their
key factors in manufacturing, providing emphasis on the relationships between processing (methods
and conditions) and morphology control. Finally, to produce membranes with the desired morphology,
performance and stability, comparisons between various preparation methods are presented.

2. Morphological and Performance Characterization of Membranes

2.1. Membrane Morphology

2.1.1. Morphological Parameters

In general, the most important morphological parameters for a membrane are gravimetric porosity,
pore size, pore size distribution, tortuosity, surface roughness, molecular weight cutoff and thickness.
Each parameter is defined next.

Gravimetric porosity is a measure of the total amount of void in a membrane. It represents the
ratio between the membrane density and the density of the neat matrix [16].

Pore size represents the dimensions of the pores, which are channels of a variable cross-section.
The distance between two opposite pore walls is used as the pore size for simple geometries (diameter
of cylindrical pores for pore size >2 nm, width of slit-shaped pores for pore size <2 nm). If the pores
have irregular shapes, some averaging is made to report an average pore size. In general, an equivalent
spherical shape is assumed, but other representations have been proposed such as cage-like/spherical
mesoporous structure, non-spherical particles, etc. [17–21]. Since the pores do not all have the same
size and/or geometry, some statistical analysis must be performed using a model such as nonlinear
optimization and Monte Carlo integration, to get a representation of the pore size distribution [22].

Tortuosity is defined as the reciprocal of the average ratio between the straight distance connecting
two points (membrane thickness) and the actual path length inside the porous medium (on average).
This parameter provides some information on the difference between the real internal pore shape and
an ideal structure [16,23].

Surface roughness is quantified by the deviations in the direction of the normal vector of an actual
surface from its ideal geometric flat shape and dimensions [24].

The molecular weight cutoff (MWCO) refers to the lowest molecular weight solute (in dalton) for
which 90% of the solute is retained by the membrane, or the molecular weight of the molecule that is
90% retained by the membrane [25].

The thickness represents the distance between both surfaces (top and bottom or front and back) of
a membrane.

Membranes can also be divided into four types depending on their application: microfiltration,
ultra-filtration, nano-filtration and osmosis. The classification corresponds to their average pore sizes
which are in the range of 50–500 nm, 1–50 nm, ≤1 nm and 0.3–0.6 nm, respectively. Figure 1 shows
that based on the different pore type, an appropriate membrane can be selected according to the
characteristics of the target species to separate [26,27]. From a structural point of view, a membrane can
be defined as asymmetric if the pore size distribution is not uniform across the membrane thickness,
while symmetrical membranes are uniform. For asymmetric membranes, a very thin dense surface
layer is present acting as a functional layer on top of a porous layer with a specific pore diameter,
and a support layer below. Today, most industrial applications use asymmetric membranes and their
manufacturing lays down the foundation of membrane separation technology.
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2.1.2. Morphological Characterization

Since membrane performances directly depend on their morphology (pore size and distribution),
morphology control is the key factor in membrane fabrication. To characterize the morphological
parameters, several techniques are available. To start, microscopy is used including scanning electron
microscopy (SEM), atomic force microscopy (AFM), confocal scanning laser microscopy (CSLM) and
transmission electron microscopy (TEM) [16]. The main limitations of these methods are long sample
preparation time and only a 2D (surface) analysis is performed. Today, faster and more complete
techniques can give a 3D (volume) analysis like X-ray computed microtomography (micro-CT),
nuclear magnetic resonance (NMR), spin-echo small-angle neutron scattering (SESANS) and magnetic
small-angle neutron scattering (MSANS) [28,29].

2.2. Performance Characterization

Generally, the membrane performances can be evaluated by their productivity (rate) and separation
ability (selectivity). Parameters like flux (J), permeability (P) and permeance (P’) play essential roles in
the evaluation of the membrane productivity, while efficiency (separation performance) is determined
by the selectivity (α) and separation (β) factors [30,31]. The flux can be calculated as:

J = Q/(A t) (1)

where Q is the total weight of the permeate passing through the membrane, t is a specific time period
and A is the effective surface area.

Permeability (P) represents the trans-membrane permeation flux of a particular component which
can be approximated by:

P = ksm km λ/(2km + m kms) (2)

where km is a diffusion constant for the membrane, ksm is a diffusion constant through the
solution-membrane interface, kms is a constant for diffusion through the membrane-solution interface,
m is a constant related to the membrane thickness and λ is the minimum distance between the
equivalent positions.

On the other hand, permeance (P’) represents the permeability of a component across the
membrane per unit of thickness (l) to give:

P’ = P/l (3)
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Selectivity (αij) represents the ratio between the permeability of each component (i and j). The
value can be expressed using mass or mole as:

(αij)mass = (Pi/Pj) = ((Pi/l)/(Pj/l)) (4)

(αij)mole = (Mi/Mj) (αij)mass (5)

where indices i and j refer to each component, while M is the molar mass.
The separation factor (βij) represents the relative fraction of each components in the permeate (y)

and feed (x) to give:
βij = ((yj/yi)/(xj/xi)) (6)

3. Materials

The “Global Market Study on Membrane Separation: Water & Waste Water Segment to Witness
Highest Growth by 2019” reported that the global membrane separation market was valued at US$
19.0 billion in 2012 and is expected to grow at a compound annual growth rate (CAGR) of 10.8% from
2013 to 2019, to reach an estimated value of US$ 39.2 billion in 2019. Since polymer membranes are the
most widely used membranes for separation processes due to their low cost, chemical stability and
mechanical strength [16], the world market for polymer membrane is estimated to keep growing as well.
Here a focus is made on PS and PVDF as the most widely used polymers for separation membranes.

3.1. PS Membrane

PS is an important thermoplastic used for the fabrication of polymer membranes [16,32]. This is
related to the structure of its repeating unit [OC6H4OC6H4SO2C6H4]n providing excellent properties
such as thermal stability (150–170 ◦C), chemical inertness over the whole pH range, mechanical strength
(fracture toughness, flexion and torsion) and processability [16,33–35]. Recently, several investigations
focused on PS membranes for a wide range of applications such as micro-/ultra-filtration in water and
wastewater treatment, membrane distillation, membrane oxygenators, gas separation, pervaporation,
separator for lithium ion battery, plasma separator and support for composite membranes [16,34,36–41].

Two methods are known as effective techniques for the preparation of PS membranes: phase
inversion and electrospinning [34,42–45]. Each one is described later.

3.2. PVDF Membranes

PVDF is one of the most widely used semi-crystalline polymers for membrane preparation. The
polymer is composed of a CF2–CH2 repeating unit. Compared to other commercial polymers, PVDF has
some outstanding properties such as high mechanical strength, thermal stability, chemical resistance
and hydrophobicity [46]. Typical PVDF properties are listed in Table 1.

Table 1. Typical Properties of PVDF [46].

Properties Range

Crystallinity (%) 35 to 70
Melting point (◦C) 140 to 170

Glass transition temperature (◦C) −41 to −38

The different spatial arrangement of the CH2 and CF2 groups along the PVDF chains generates
five distinct crystalline polymorphs or forms: α, β, γ, δ and ε phases [46]. These crystal phases differ
from their molecular and crystal dipole moments. For example, α-PVDF and δ-PVDF structures have
the TGTG’ (T-trans, G-gauche+, G’-gauche-) conformation, β-PVDF has all TTTT conformation, while
γ-PVDF and ε-PVDF have a TTTGTTTG’ conformation [47]. It is well known that the α-, β- and
γ-phases are the most common phases of PVDF (Figure 2). The non-polar crystalline α-phase is the
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most favorable polymorph in membrane fabrication, which is due to it being a kinetically favorable
phase, the β-phase in which the polymer chains are in the polar zigzag confirmation has the largest
dipolar moment of 8 × 10−30 C·m [48], while the polar crystalline γ-phase also exhibits interesting
electroactive properties. Furthermore, the intrinsic properties of PVDF membrane are significantly
affected by the polymorphism [48]. For ultrafiltration/microfiltration applications, various polymorphs
can cause different interactions between the PVDF membrane and the solution, and consequently result
in the different fouling behavior. Previous works have shown that α–PVDF has better anti-fouling
properties, while higher β–PVDF may improve the ability of protein binding [49]. Since the discovery
of piezoelectricity in PVDF which is due to the strong electrical dipole moment of the PVDF monomer
unit (5–8 × 10−30 C·m), a great deal of interest has been devoted to the piezoelectric response of PVDF
for membrane sensors [50].
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4. Methods of Preparation

4.1. Phase Inversion

Presently, most of the commercial polymer membranes are produced via phase inversion methods
due to their simple processing, flexible production scales and low cost [46]. According to different
desolvation mechanisms, four main types of phase inversion methods are known: NIPS, VIPS, thermally
induced phase separation (TIPS) and solvent evaporation-induced phase separation (SEIPS). Among
them, NIPS, VIPS and TIPS are widely applied for the production of polymer membranes [48,52], because
SEIPS does not use polymers but liquid monomers for membrane formation. Asymmetric membranes
are obtained by stopping the phase separation of the monomers and water with nanoparticles forming
dense and jammed interfacial layers. The monomers are then polymerized to produce porous solid
membranes [53].

In membrane preparation via TIPS, a polymer solution is formed at high temperature and cooled
to induce phase separation and polymer solidification. The porous membranes are obtained after the
extraction of the diluent [54]. TIPS was introduced in the late 1980s to fabricate PVDF microporous
membranes, and the method was significantly developed recently due to the emergence of PVDF
membrane contactors, as well as their wide use as microfiltration and ultrafiltration membranes [46,
48,49,55,56]. To date, a few works were carried out to investigate the preparation of PS membranes
via the TIPS process since PS is amorphous [54]. However, low mutual affinity between the solvent
and non-solvent in TIPS results in surface pores which are difficult to control. Furthermore, the
TIPS method is mainly used to prepare crystalline polymer membranes and especially suitable for
semi-crystalline polymers which cannot be easily dissolved by solvents, such as polyethylene and
polypropylene [57–59]. The next section provides a brief discussion on the preparation of PVDF and
PS membranes via NIPS and VIPS.

wileyonlinelibrary.com
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4.1.1. Non-Solvent Induced Phase Separation (NIPS)

NIPS Process

The NIPS reaction system uses a ternary composition, usually including a polymer, a solvent and
a non-solvent. The NIPS process (immersion precipitation) starts by mixing at least a polymer and a
solvent to form an initial homogeneous solution. Then, the polymer solution is cast as a thin film on
a support or extruded through a die to generate the membrane shapes such as flat sheets or hollow
fibers [60]. Subsequently, the material goes into a coagulation bath containing a non-solvent or a poor
solvent for the polymer, and hence, phase separation takes place when the solvent exchanges into the
non-solvent and precipitation occurs in the polymeric solution [16,52,60,61].

Porous Membranes Formation Mechanism of NIPS

Several mathematical models of the phase inversion process were published [52,62–69].
Taking immersion precipitation as an example, liquid-liquid phase demixing plays a key role in
this process. The model of Reuvers et al. [44] and Smolders et al. [70] discussed the thermodynamic
aspects of instantaneous demixing and delayed demixing processes to differentiate the porous structures.
Instantaneous demixing represents the solution firstly demixing followed by further changes of the
polymer rich phase composition going through the glass transition. Delayed demixing represents the
composition of the interface through the vitrification boundary without demixing [52,71]. As Figure 3
shows, instantaneous demixing means that the polymer precipitates very quickly after immersion in the
non-solvent bath and the membrane generally shows a finger-like pore substructure, fine gravimetric
porosity and thin skin layers. If the composition profile does not touch the binodal line, this type of
demixing is called delayed demixing. In this case, precipitation takes long time and the membrane
formation is slow. These membranes show a sponge-like substructure and a relatively dense top
layer [71].
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Although the theoretical models can predict the size and location of the liquid-liquid demixing
gap for its influence on the pore structures, the situation is more complex as several interactions
are involved between the membrane morphology and the system parameters for the immersion
precipitation process [52,67,70–74]. Van de Witte et al. [52] found that five pore structures were obtained
by immersion precipitation: unconnected latex, nodules, bicontinuous structures, cellular structures
and macrovoids. Note that the thermodynamic diagrams may only predict an equilibrium process
during membrane fabrication, but the process kinetics determine whether or not the thermodynamic
phase transition will occur. They also determine to which extent the phase separation will take place.
It should be kept in mind that non-equilibrium processes may significantly influence the pore structures
during membrane formation [52]. As such, the next section presents the parameters affecting the
membrane separation performance.

Effects of Various Parameters on NIPS

I. Solvent and non-solvent selection
For NIPS, the first step is to form a homogeneous solution by choosing the solvent to dissolve

or easily disperse the polymer. Solubility parameters such as the dispersive parameter (δd), polar
parameter (δp) and hydrogen bonding parameter (δh) can help selecting the appropriate solvent-polymer
systems. Furthermore, Hansen and Skaarup developed the radius of interaction of a Hansen solubility
parameter sphere (Ro) [75]. For example, the Ro value for PS is 8.0 MPa1/2 while for cellulose acetate
it is 13.7 MPa1/2 [71]. They further defined a parameter to measure the solution affinities between
polymer and solvent (Ra) and a concept of relative energy difference (RED), where RED < 1 means the
solvents are compatible with a given polymer and solubility increases when RED approaches zero.
Usually, it is relatively easy for a given polymer to choose between several compatible solvents [71].
In addition, Tsai et al. [76] discussed the effect of solvent quality on membrane morphology. They found
that during membrane formation, a poor solvent such as 2-pyrrolidone can be used to prepare highly
porous PS membranes with interconnected pores, but a better solvent such as n-methylpyrrolidinone
does not produce the same structure [60,76]. Yeow et al. [77] also found that a weak solvent produced
a sponge-like porous structure while a stronger solvent led to the formation of macrovoids [78]. It is
worth noting that to account for environmental concerns, ionic liquids have been selected to replace
traditional organic solvents for membrane fabrication [60,79].

On the other hand, the solvent and non-solvent must be miscible. In the case of high mutual
affinity (or miscibility), a more porous membrane is likely to be obtained. The low mutual affinity
between the solvent and non-solvent is more likely to delay demixing. As a result, an asymmetric
membrane with a dense nonporous top layer is obtained. Water is frequently used as a non-solvent
because it is environmentally friendly and low cost.

In view of the important choice of the solvent/non-solvent match on the membrane structure,
Table 2 lists some experimental works done on PS in different solvent/non-solvent ternary systems.
It can be seen that two main solvents and non-solvent systems are used for PS membrane
fabrication: dimethyl acetamide (DMAc)/water and N-methyl-2-pyrrolidone (NMP)/water. However,
N,N-dimethylformamide (DMF) is also used as a solvent, while tetrahydrofuran (THF) is used as a
volatile co-solvent.

Table 2. Examples of different solvent/non-solvent systems for PS membrane fabrication.

Solvent/Non-Solvent System Casting Solution (wt.%) Parameters of the Solvent
Refs.

PS Solvent δd * δp * δh * Ro * Ra * RED

N-methyl-2-pyrrolidone (NMP)/water 10.62–18 75–83 18 12.3 7.2 - 5.4 0.7 [43,80]

N,N-dimethylacetamide (DMAc)/water 5–15 85–90 16.8 11.5 10.2 - 6.9 0.9 [81]

NMP, tetrahydrofuran (THF)/water 21 NMP/THF = 70/30 19 10.2 3.7 - 5.2 0.6 [82]

N,N-dimethylformamide (DMF)/water 16 83 - - - - - - [38]

* Unit of δd, δp, δh, Ro, Ra is MPa1/2.
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For PVDF membranes, NIPS is the main technique to produce porous PVDF membranes.
PVDF can be easily dissolved in common organic solvents such as N,N-Dimethylacetamide (DMAc),
N,N-Dimethylformamide (DMF), Dimethylsulfoxide (DMSO), Hexamethyl phosphoramide (HMPA),
N-Methyl-2-pyrrolidone (NMP), Tetramethylurea (TMU), Triethyl phosphate (TEP), Trimethyl
phosphate (TMP), Acetone (Ac), DMF/Ac, methyl ethyl ketone (MEK) and Tetrahydrofuran
(THF) [46,83,84]. To date, an emerging technique is to use supercritical carbon dioxide (sc-CO2)
as the non-solvent in the preparation of PVDF (see Table 3) as well as PS membranes [60,85–89].
This method can be considered as an improvement of the traditional phase inversion process because it
is more environmentally friendly and has lower cost (recovery). Furthermore, sc-CO2 can form and dry
the membrane rapidly without structure collapse due to the absence of a liquid-vapor interface [46,85].
Until now, phase inversion assisted by sc-CO2 is limited to the membrane formation and in limited cases
of drug-loaded membranes [90,91]. Future researches will focus on generating uniform distribution of
nano-scale pores in the membranes.

Table 3. Examples of supercritical carbon dioxide (sc-CO2) use as a non-solvent in the preparation of
PVDF membranes.

Polymer Solvent Additive Experimental Condition Pore Structure Ref.

PVDF-HFP acetone
Polymer concentration: 10–25 wt.%;

CO2 pressure: 8.5, 13.5 and 18.5 MPa;
Temperature: 35, 45 ◦C

“sponge-like” and asymmetric
structure. [92]

PVDF DMAc PMMA

Polymer concentration: 7.5–20 wt.%;
CO2 pressure: 10 and 20 MPa;

Temperature: 45, 65 ◦C
PMMA concentration: 1.5, 4.5 and 7.5 wt.%

an asymmetric structure with
cellular

pores surrounded by interlinked
PVDF particulate crystallites

[93]

PVDF–HFP acetone

Polymer concentration:
1–20 wt.%;

CO2 pressure: 80–200 bar;
Temperature: 35–55 ◦C

cellular structure; bicontinuous
structures;

a leafy-like sub-morphology
[85]

PVDF–HFP
DMAc, DMF,

NMP, TEP,
acetone

Polymer concentration:
15 wt.%;

CO2 pressure: 13.5 MPa;
Temperature: 35 ◦C

“sponge-like” and asymmetric
structure [85]

PVDF-HFP = poly (vinylidene fluoride-co-hexafluoropropylene); DMAc= N,N-dimethylacetamide; DMF is
dimethylformamide; NMP = N-methyl-2-pyrrolidone; TEP is triethylphosphate; PMMA is poly(methyl
methacrylate).

II. Polymer solution composition
(1) Polymer concentration and properties
Since the polymer is the component forming the membrane matrix, the polymer concentration in

the casting solution will influence the final membrane morphology. Typically, the higher the polymer
concentration, the lower the gravimetric porosity. Furthermore, when the polymer concentration is
above a certain threshold, there is not enough solvent and non-solvent exchange in the dope solution
to form the pores during the phase separation and solidification process, so the membrane gravimetric
porosity is reduced and permeability is lost. Some researchers showed that different initial polymer
solution could result in different precipitation paths [67,71,94–96]. This implies that increasing the
polymer concentration will increase the probability of instantaneous demixing, leading to differences
in membrane morphology.

Hołda et al. [82] showed that the PS molecular weight and purity are other parameters affecting
the membrane morphology and performance. They selected 10 different PS to prepare the membrane
via immersion precipitation. The results showed that purification of the starting polymer can increase
the membranes flux performance. Meanwhile, blending induces the formation of macrovoids, resulting
in membranes showing better performances.

(2) Additives in the polymer solution
Recently, studies on additives in the polymer solution have significantly increased. Although the

addition of organic or inorganic components as a third component into a casting solution makes the
solvent/non-solvent system more complex, these additives can clearly influence the pore formation and
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structure, enhance the pore interconnectivity, as well as improve the hydrophilicity and performance
of the final membrane [71].

The most common polymer additives are hydrophilic polymers, such as polyvinylpyrrolidone
(PVP) and polyethylene glycol (PEG). Several researchers have reported that increasing the PVP
molecular weight led to thicker membrane skin layers, while the membrane sub-layers had dense
structures with fewer macrovoids and the number of finger-like macrovoids gradually disappeared [43,
97–101]. Kim et al. [102] reported that higher PEG concentration leads to larger membrane surface pores
and higher gravimetric porosity. Chakrabarty et al. [103] reported that increasing the PEG molecular
weight increased the pore number and gravimetric porosity. Other studies also found that PEG
can improve the membrane hydrophilicity and selectivity [101,104–107], in agreement with previous
findings. Although the introduction of hydrophilic polymers can improve the membrane gravimetric
porosity and permeability during the fabrication process, it has been shown that PVP or PEG are
unstable in air or aqueous environments [108,109]. As a result, membrane formation via blending
with amphiphilic copolymers has been extensively studied. Zhao et al. [35] reported the fabrication
of a PS-based copolymer containing poly(N,N-dimethylamino-2-ethylmethacrylate) (PDMAEMA)
blocks, while Yi et al. [110] further designed PS-POEM block copolymers as hydrophilic additives for
the preparation of antifouling membranes. All of these results showed that the membranes surface
hydrophilicity and fouling-resistance were significantly enhanced after block copolymer addition
and surface zwitterionicalization. For this new research field, the migration and transformation
mechanism of the copolymer additives as a third component in the casting solution should be the focus
of future research.

Surfactants, such as 1,4-dioxane, diethylene glycol dimethyl ether (DGDE), acetone,
γ-butyrolactone (GBL) [32], Tetronic 1107 hydrophilic surfactants (ethylenediamine tetrakis
(ethoxylated-block-propoxylate) tetrol), Tween 20 (polyoxyethylene sorbitan monolaurate) [111,112]
and sorbitan monooleate series (Span-20, Span-80) [113–116], have been shown to increase the affinity
between the solvent and coagulant resulting in a change of the precipitation path [117]. Furthermore,
smaller surfactant molecules in the casting solution can produce larger pores on the top surface and a
more porous structure in the sub-layer leading to thicker membranes [111,112]. Overall, the addition
of surfactants has a significant effect on the membrane structure since their presence can substantially
affect the affinity between the casting solution and the coagulant.

Today, using nanoparticles as additives in the polymeric composite membrane fabrication is a
cutting-edge area of membrane science. Nanoparticles, such as carbon nanotubes [118], multi-walled
carbon nanotubes [119], silica nanoparticles [120,121], silver nanoparticles [122], titanium oxide
nanoparticles [123] and ZnO nanoparticles [124], have been used as fillers in polymer composite
membranes and the large surface area to volume ratio resulted in strong interfacial interactions between
the nanoparticles and the surrounding polymer [125–127]. Table 4 reports on typical additives used for
PS composite membranes.
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Table 4. Typical additives used for PS membrane fabrication with their conditions.

PS Solvent/Non-Solvent Additive Morphology Configuration Ref.

PS (Mw = 30 kDa) 1. NMP/water
2. DMAc/water

PVP (Mw = 24, 40 and 360 kDa)
Pore density PS/NMP/PVP: 2.6 × 109–9.8 × 109

Flat-sheet [43]PS/DMAc/PVP: 5.5 × 109–10.5 × 109

Pore size (nm) PS/NMP/PVP: 3.0–3.62
PS/DMAc/PVP: 3.21–3.88

PS (Udel 1700) DMAc/water PVP (K15, Janssen Chemical) Flat-sheet: macrovoids. hollow fibers: large pores on the external
surface with a spongy structure underneath.

Flat-sheet and hollow
fibers [128]

PS (Mn = 26 kDa) NMP/water 1. PEG, (Mn = 8 kDa)
2. PVP (Mn = 8 and 40 kDa)

Pore size (nm)
PS: 59–61.8

Flat-sheet [129]PS+PEG: 113.8
PS+PVP: 60.6–75

PS (Ultrason S6010) NMP/water Tetronic- 1107 Pore size (nm) 7–13 Flat-sheet [111]

PS (Mw = 77–83 kDa) NMP/water
1. graphene oxide (GO) nanosheets
2. Janus graphene oxide (Janus GO)

nanosheets

Pore size (nm):
PS: 11.21

Flat-sheet [80]GO/PS: 15.82–19.67
JanusGO/PS: 18.50–21.01

Thickness (µm): 200

PS 1. NMP/water
2. DMAc/water polyethylene glycol (PEG), TiO2

Molecular weight
cut-off (MWCO) <600 Da Flat-sheet [81]

PS (Ultrason S 6010) DMF/water
1. SiO2 nanoparticle

2. Polydopamine (PDA)
Root-mean-square

(RMS) (nm)

PS: ~30

Flat-sheet [38]PS/PDA: ~210
PS/SiO2: ~92

PS/SiO2/PDA: ~89

PS (Mn = 22 kDa) DMAc/water 1.Zn, Al-NO3LDH;
2. Trimethylsilylchlorosulfonate Thickness (µm): 100 Flat-sheet [39]

PS (MW = 75 kDa) NMP/water
1. PEG (MW = 4 kDa);
2. Al2O3 nanoparticle RMS (nm) PS: ~69

Flat-sheet [40]
PS/Al2O3: ~96–119

PS (Mw = 58 kDa) DMAc/water 1. Reduced graphene (rGO) Thickness (µm) CMPS: 20–25
Flat-sheet [33]

CMPS/rGO: 22–30
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III. Film casting conditions
The main film casting conditions are the composition and temperature of the coagulation bath.
Ghosh et al. [130] reported that the addition of small amounts of solvent in the coagulation bath

was an effective method to prepare nonporous membranes due to the decreasing rate of mass exchange
between the non-solvent and casting solution resulting in a shift from instantaneous demixing to
delayed demixing [131,132]. It is worth noting that too high solvent addition into the coagulation
bath would lead to the polymer concentration not being high enough (dilution effect) to form a good
membrane [71,133]. Similarly, other additives can be added into the coagulation bath such as methanol
and tetrahydrofuran [82], as well as isopropanol [87].

The casting temperature can also affect the solution viscosity resulting in the exchange rate varying
during the phase inversion step and affecting the membrane surface and internal morphology [116].
Zheng et al. [134] reported that the size of the finger-like macrovoid increased with increasing the
coagulation bath temperature.

Last but not least, none of these parameters alone is able to optimize the membrane morphology;
i.e., the final polymer membrane morphology and separation performance are determined by the
combined effects of all these parameters. Taking PVDF as an example, Table 5 presents the relationships
between the various NIPS parameters and the membrane structure.

Table 5. Effects of various parameters on PVDF membrane morphology via NIPS.

System Factor Membrane Structure Refs.

Solvent
weak solvent power sponge-like [77]

stronger solvent power Macrovoids [78]

Non-solvent
weak non-solvent Symmetric membrane consists of uniform

spherical particles [135,136]

strong non-solvent
asymmetric structure consists of dense skin

layer accompanied by finger-like or/and
sponge-like structure

[136–138]

Coagulation bath temperature high temperature finger-like [77,139]
low temperature sponge-like structure or/and particles (if

crystallization occurs)

Additives

Inorganic salts low concentration larger cavities and hence increase of
gravimetric porosity and maximum pore size [140,141]

higher concentrations up
to a certain value less macrovoids formation [142,143]

Polymeric additives PVP more large finger-like macrovoids, higher
gravimetric porosity and mean pore size [136–138]

PEG higher pure water flux with a relatively lower
rejection rate of membranes [144,145]

Non-solvent additives
water larger pore radius and effective gravimetric

porosity [146]

1,2-ethanediol larger gravimetric porosity and pore size
becomes more uneven [147]

4.1.2. Novel Morphology Control Techniques Based on NIPS

Two novel processes based on NIPS are discussed below: a combination of NIPS and block
copolymer self-assembly and a combination of NIPS and TIPS [16,60].

Combination of NIPS and Block Copolymers Self-Assembly (SNIPS)

Recently, an emerging technique combining self-assembly and non-solvent induced phase
separation (SNIPS) was reported to produce asymmetric polymer membranes with a well-ordered top
layer featuring high density and uniform nanoscale pores. Usually, block copolymers are dissolved
in some specific solvent mixture, which is the critical step in the assembly of copolymer micelles in
the solution. Then, the polymer solution is cast into a film, controlled solvent evaporation occurs
followed by a rapid exchange between the solvent and non-solvent. Finally, the polymer precipitates
to produce the final nanoporous membrane. The stabilized and frozen copolymer micelles produced
by the dry/wet phase separation method is the key step of SNIPS which is the direct result of the
selective layer of uniform pores via self-assembly upon solvent evaporation [60,148]. In particular,



Polymers 2019, 11, 1160 12 of 39

several critical strategies of membrane fabrication by SNIPS are identified: the careful adjustment of
the solvent quality to prepare an appropriate self-assembly pattern [149], the introduction of metal
ions to form metal-polymer complexation [150,151], the addition of low-quality solvent to stabilize the
micelle core blocks in the casting solution [152], as well as the addition of volatile components to create
a short solvent evaporation window before NIPS [148,152].

To increase the production scale of SNIPS membranes from the laboratory to a commercial
production, some researchers elucidated the mechanisms of the self-assembly process and final
assembled morphology [153–156]. For example, Caicedo-Casso et al. [148] used three different A-B-C
triblock terpolymer chemistries of similar molar mass to fabricate isoporous asymmetric membranes via
SNIPS. The results showed that the formation of a viscoelastic film typical of asymmetric membranes was
strongly dependent on solvent evaporation, with polyisoprene-b-polystyrene-b-poly(4-vinylpyridine)
(ISV) solutions displaying the greatest solution viscosity and fastest strength development combined
with the greatest strength magnitude of the evaporation-induced viscoelastic film. Phillip et al. [157,158]
reported the effect of the solvent evaporation rate and time on the selective layer of a SNIPS membrane.
Their results showed that fast evaporation was necessary for perpendicularly oriented cylinders and
the final copolymer layer thickness was 4 µm. But further optimization must include the introduction
of more parameters to account for convection, shear stresses and film deformation [148]. This is
necessary to develop a completely scalable membrane manufacturing process.

Combination of NIPS and TIPS

Recently, some researchers combined NIPS and TIPS (N-TIPS) to obtain a tailored surface pore
structure. The main objective of N-TIPS is to produce high gravimetric porosity on the membrane via
NIPS and uniform micopores on the support side via TIPS.

One approach is featured as a NIPS-dominated process. Matsuyama et al. [159] first bridged
the gap by applying TIPS immediately after the immersion. They used water having low mutual
affinity with cyclohexanol (diluent) and methanol, but high affinity as the non-solvent. As a result,
they obtained a thin skin layer or macrovoids near the top surface due to NIPS and smaller pores near
the bottom surface due to TIPS. For PVDF membranes, Jung et al. [160], Hassankiadeh et al. [161],
Xiao et al. [162] and Wu and Sun [163], modified TIPS by using a water-soluble poor solvent (TIPS
solvent) as the diluent. However, this method may form some undesired membrane morphology such
as a dense layer with scarce pores caused by the fast outflow of diluents leading to high permeability
loss [159,163,164]. Conversely, the finger-like macrovoids in the bulk structure near the surface layer
due to a large concentration gradient between the solvent and non-solvent [48,162] can significantly
decrease the membranes mechanical properties [46,132].

At the same time, some researchers investigated high-temperature NIPS by using common NIPS
solvent or by adding a water-soluble good solvent into the diluent [165–168]. Notably, such dope
systems can only be operated at a relatively low temperature because of the low boiling point of the
common NIPS solvents [166]. As a result, the membranes fabricated through this method usually
exhibit good mechanical properties due to the reduced temperature gradient leading to sufficient time
for the polymer crystallization, although non-uniform pore size distribution and macrovoids induced
by NIPS still exist [165,166].

The third approach of N-TIPS is co-extrusion by extruding a NIPS coating solution or a solvent on
the outer layer using a triple-orifice spinneret. Lee et al. [169] successfully prepared PVDF dual-layer
hollow fiber membranes with porous layers by this method. The results showed that micron-sized
holes in the spherulite structure were formed by introducing non-solvent additives into the TIPS
dope solution. Furthermore, this morphology significantly increased the water flux due to increased
membrane gravimetric porosity. Fang et al. [170,171] tailored both the surface pore size and sub-layer
structures of PVDF membranes prepared by N-TIPS with a triple orifice spinneret. The results showed
that the diffusion of extruded solvents having good compatibility with PVDF into the polymer solutions
changed the phase separation mechanism from L-L to S-L, followed by L-L phase separation (see
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Figure 4), resulting in the formation of a novel composite-like structure (spherulites connected by
the bicontinuous network structure) in the membrane sub-layer. However, this approach requires
coordination between the dope mixtures and coating solution during the spinning, resulting in the
whole process being relatively complex and the operating conditions being critical. Moreover, the
membranes produced could exhibit some undesired delamination and irregular surface structure due
to the asynchronous curing process of the dual layer [172,173].
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4.1.3. Vapor-Induced Phase Separation (VIPS)

Introduction

In 1918, Zsigmondy and Bachmann first reported the vapor-induced phase separation (VIPS) [174],
followed by Elford’s development in 1937 [175]. Today, VIPS has become an important technology to
produce polymer membranes. Compared to NIPS, the features of VIPS are that the non-solvent phase
is a gas and the nonvolatile non-solvent is originally contained in the volatile solution, resulting in the
non-solvent being enriched in the casting solution during the process of a controlled solvent evaporation.
This implies that the phase separation is a process of a non-solvent intake rather than a solvent outflow.
The polymer finally precipitates in the casting solution to form a membrane. Polymeric membranes
fabricated by VIPS present the main advantage of possible morphology control with a relatively easy
process. Therefore, the membranes prepared by VIPS are widely used for different applications. Porous
membranes are used in water filtration [176–182], while dense membranes are usually applied in
gas separation [183–185]. PVDF membranes are also used for proteins adsorption [186], while PS
membranes could be efficiently used in membrane distillation [34]. However, commercial membranes
produced by VIPS still remain limited in practice [187].

VIPS Processing

The process of flat-sheet membrane is as follows. Firstly, a homogeneous polymeric solution is
made with appropriate solvent evaporation, then the solution is cast on a substrate at a desired initial
thickness and placed in a VIPS chamber for the phase separation to occur. Subsequently, the polymer
solution is immersed in a non-solvent bath and then the membrane is produced after a drying step.
Some essential points must be controlled: (i) The conditions govern the degree of phase separation
over the whole thickness, especially the exposure time to the non-solvent vapors and relative humidity.
If a complete phase separation through the whole thickness is necessary, the immersion step is only a
washing step. In case of VIPS/LIPS (liquid-induced phase separation), an uncomplete phase separation
occurs, the non-solvent bath is set to not only remove all the solvent traces on the membrane, but also

wileyonlinelibrary.com
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to induce phase separation to get a complete phase separation over the whole thickness. (ii) Ensure that
the non-solvent inflow is higher than the solvent outflow during the phase separation of the casting
solution. Note that hollow-fiber membranes also can be easily prepared via VIPS/LIPS [187].

Effect of Formulation Conditions on PS Membranes Morphology

(I) Effect of solvent and non-solvent composition
In VIPS, most cases use water vapors as a non-solvent due to its gas state and easy processing.

Meanwhile, the choice of solvent is critical for membrane morphology and therefore physical properties.
The solvent selection must be based on three key parameters: good solvency, appropriate viscosity and
low volatility. Taking PS as an example, it can be seen that the N-methyl-2-pyrrolidone (NMP)/water
system is the most commonly used, but DMF/water and 2-pyrrolidinone (2P)/water are also applied at
smaller scale (see Table 6).

Table 6. Examples of PS membranes produced by VIPS.

PS (wt.%) Additive Solvent Gaseous
Non-Solvent Process Form Ref.

15 DMF Water VIPS Flat-sheet [188]
17 NMP Water VIPS; VIPS/LIPS Flat-sheet [185]

15 and 30 NMP Water VIPS Flat-sheet [189]
15, 20 and 25 NMP Water VIPS Flat-sheet [190]

26 NMP Water VIPS Hollow fiber [191]
10 and 20 NMP Water VIPS; VIPS/LIPS Flat-sheet [192]

20 NMP Water VIPS/LIPS Flat-sheet [76]
12 2P Water VIPS/LIPS Flat-sheet [76]
15 PVP NMP Water Flat-sheet [193]
15 PVP/PANI NMP Water VIPS/LIPS Flat-sheet [194]
20 Pluronic F108 NMP Water Flat-sheet [195]

20 Pluronic F108,
PluronicF127,3-DMMSAPS NMP Water Flat-sheet [196]

PVP = polyvinylpyrrolidone; PANI = polyaniline; DMMSAPS = (N,N-dimethylmyristylammonio) propane-sulfonate;
Pluronic F = a triblock poly(ethylene oxide) − poly(propylene oxide) − poly(ethylene oxide) (PEO-PPO-PEO)
copolymer; 2P = 2-pyrrolidinone.

(II) Effect of polymer concentration
The polymer concentration effect on the morphology of PS membranes prepared by VIPS is among

the main studies reported [183,187,189,197–200]. The results show that the polymer concentration can
affect the viscosity of the system and therefore the resistance to non-solvent diffusion. Furthermore,
the polymer volume fraction increases with the polymer concentration at the interface, resulting in the
formation of a lower gravimetric porosity.

Su et al. [192] investigated two cases with different PS concentrations (10 wt.% and 20 wt.%) in
the casting solution. It was found that the membrane morphology changed from a finger-like structure
to a cellular-like structure with increasing polymer concentration because the demixing path was
strongly dependent on the polymer concentration: spinodal decomposition occurred throughout the
whole film thickness at 10 wt.% PS, while spinodal demixing was confined in a small region near the
interface at higher PS concentration (20 wt.%). Lee et al. [190] also confirmed that the higher polymer
concentration resulted in smaller pores structure (see Figure 5). Tsai et al. [76] showed that the polymer
solution viscosity increased with an increasing polymer concentration. As a result, the polymer chains
mobility was reduced as well as the non-solvent diffusion. Consequently, a higher resistance to the
polymer-lean phase occurred, resulting in smaller pores.
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(III) Effect of additives
Usually, the additives have hydrophilic groups such as PVP [193], and amphiphilic additives [196].

Their use increases the solution viscosity leading to lower solution mobility hindering the
phase-separation kinetics but greatly enhancing the thermodynamics for the phase separation.
Consequently, higher additives concentration led to increased membrane surface pore size, gravimetric
porosity and pore interconnection, as well as the membrane pure water flux and antifouling
property [194]. This means that the final membrane morphology could be tailored by the concentration
of these additives leading to optimized membrane properties such as improved hydrophilicity,
enhanced mechanical properties and increased gravimetric porosity. However, considering a trade-off

between the thermodynamic instability and the rheological behavior of the systems, excessive additives
content may lead to shrinkage, tearing or similar defects in the membrane formation [201].

Effect of Process Parameters on PS Membranes Morphology

(I) Effect of exposure time
Su et al. [192] used a PS solution (10 wt.% or 20 wt.%) into a chamber maintained at 25 ◦C and 70%

relative humidity, to investigate the effect of the exposure time on membranes formation. The results
indicated that increasing the exposure time led to the morphology going from finger-like macrovoids
to sponge-like pores with a bicontinuous structure being an intermediate state (see Figure 6). Generally
speaking, longer exposure time will lead to smaller droplet size of the polymer-lean phases and the
further extent of the coarsening [189]. For too short exposure times to water vapors, an asymmetrical
structure with a dense layer and finger-like macrovoids similar to a membrane directly immersed
in water was obtained. For low exposure times, the structure is bi-continuous due to nucleation
prevailing over growth. As the exposure time is increased, the pores sizes increase with growth of the
polymer-lean phase, while coalescence of the polymer-rich phase is developed [187].

(II) Effect of relative humidity (RH)
As water is the most commonly used non-solvent in the formation of membranes by VIPS, the

term non-solvent partial pressure will be associated to RH.
Park et al. [189] investigated the effect of RH on the morphologies of PS membranes by VIPS.

When the PS 30 wt.% solution and the RH was in the range of 70%–100%, the average pore sizes varied
from 11.8 µm to 5.5 µm and all cases produced a cellular-like structure with pore sizes decreasing
with an increasing RH. A similar result was reported in the preparation of PS/NMP and PS/2P cast
films [76]. These results highlighted the effect of different water chemical potential between the air and
the system on the final membrane morphology.

From these studies, it can be concluded that with increasing RH from a certain value that is
depending on the system, the growth of polymer-lean phase can be restrained but is concomitant
to the higher driving force for non-solvent transfer, giving less time to the coarsening process of the
polymer-lean phase to occur and therefore yielding smaller pores.

(III) Effect of air gap
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For PS hollow fiber membranes, the effect of air water vapor plays a key role on the morphology.
Firstly, the influence of the air-gap length on the PS hollow fiber membranes morphology was
investigated. Tsai et al. [191] kept all the parameters constant except for the air-gap length (0 cm, 10
cm, 20 cm, 30 cm, 40 cm, 50 cm and 60 cm). They observed than with increasing the air-gap length,
macrovoids suppression occurred first, then macrovoids formation was observed before disappearing
again. As shown in Figure 7, complete suppression of the macrovoids near the outer surface first
occurred when the air gap was 10 cm and macrovoids can no longer be seen when the air gap was
above 50 cm. So the morphology near the hollow fibers outer surface strongly depends on the air gap
length. Furthermore, they proposed an explanation for the initial macrovoids suppression: the water
vapor in the air gap was drawn to the dope. However, with longer air gap, the macrovoids reappeared
due to the gelation of the polymer-rich phase disappearing if enough time was given for polymer
relaxation. Finally, macrovoids resuppression occurred when the air gap was long enough to from a
phase separation as the dope finally reaches the coagulation bath.
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Next, Tsai et al. [191] investigated the effect of the air gap relative humidity on the morphology
of hollow fiber membranes. The results of Table 7 show that when the relative humidity is high,
the air-gap length required for the first suppression and the resuppression of macrovoids decreased
because the water vapor in the air gap was drawn to the dope.

Table 7. Relationship between macrovoids and air gap under different relative humidity [202].

Relative Humidity (%) Macrovoids First
Suppression (cm)

Macrovoids
Reappeared (cm)

Macrovoids
Resuppression (cm)

30 10 20 50
70 10 20 40
90 5 10 30

(IV) Effect of temperature
The VIPS chamber temperature and the dissolution temperature of the polymer may influence

the rate of mass transfer and the demixing kinetics, but the effect of temperature on the membrane
morphology does not seem to be as important as other parameters [201]. However, low temperature
leads to lower mass transfer rates subsequently forming a polymer volume fraction gradient. This
transformation results in different demixing paths, so its effect on the formation of polymeric membranes
remains important [187].

4.2. Electrospinning

In 1914, Zeleny [203] conducted a detailed analysis of the electrospinning technique. From
1934 to 1944, Anton filed a series of patents for electrospun polymer filaments (US Patent Number:
2,116,942 [204], 2,160,962 [205] and 2,187,306 [206]). In recent years, the popularity of nanomaterials and
nanotechnologies promoted the use of electrospinning which regained more and more attention. Since
electrospinning has the ability of fabricating ultrafine fibers or various polymers fibrous structures
with diameters ranging from micron to nanoscale, electrospinning has been widely used to prepare
nano-fibrous membranes. These highly porous membranes have high gravimetric porosity, excellent
pore interconnectivity, micron scaled interstitial space, low density, controllable thickness and a large
surface area to volume ratio with exceptional mechanical strength [42,48,207,208]. These outstanding
properties lead to various applications in separation membranes, affinity membranes, water and air
filters, etc. [16,34,38,41].

Among the synthetic polymers used for electrospinning, PS and PVDF exhibit several attractive
attributes in membrane fabrication, such as excellent chemical resistance (broad pH range, good
chlorine tolerance), excellent mechanical strength, good solubility, good thermal stability, and good
processability. Furthermore, polymer membranes have the advantages of low cost, efficiency, low
tortuosity, high surface gravimetric porosity, and hydrophobicity [16,34,48]. So, for an electrospinning
process, PS and PVDF can be considered to be model polymers [209].

4.2.1. Electrospinning System and Process

Since electrospinning can be performed with various polymers both in solution and in the melt [210],
a classification of the electrospinning techniques into solution electrospinning and melt electrospinning
is made. Compared to solution electrospinning, some advantages of melt electrospinning are: (i)
productivity as it can overcome technical limitations such as solvent selection as well as solvent
accumulation and toxicity [211]; (ii) cleaner processing, environmental safety and health benefit (no
requirement of polymer dissolution in organic solvents and their removal/recycling; (iii) less expensive,
such as sub-micron scale fibers of polymers lacking appropriate solvents at room temperature can
be fabricated with a higher throughput without mass loss by solvent evaporation [207]. Therefore,
there is a great interest in producing fibers using melt electrospinning, such as PEG/PVDF core/shell
nanofibers [212]. However, very little progress has been made in the past decades. At present, melt
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electrospinning is still in its infancy because of high viscosity, a very high processing temperature and
its inability to produce fibers in the nanometer ranges. The higher temperatures may restrict their
applications in the field of tissue engineering and drug delivery. Full understanding of this process
and its potential to replace solution electrospinning has not been realized yet [207]. This is why a focus
on solution electrospinning is presented next.

Currently, a conventional solution electrospinning system consists of a high voltage power
supply, one or more grounded collectors and a spinneret [207,208,213–216]. As shown in Figure 8, an
electrospinning apparatus can be run vertically and horizontally at room temperature [207].
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adapted from reference [207]. [A color figure can be viewed in the online issue, which is available at
wileyonlinelibrary.com.].

A typical electrospinning process runs as follows. Firstly, the polymer fluid, such as a melt or
blend solution, is introduced into the capillary tube. Secondly, a strong electric field is applied between
a spinneret and a grounded collector. When the applied voltage overcomes the surface tension of the
polymer fluid, the strong electric field causes a droplet shape to deform into a conical structure (Taylor
cone). Then, the charged polymer solution is ejected from the tip of the Taylor cone to the collector of
opposite polarity. Furthermore, most of the solvent is evaporated due to an unstable whipping motion
and continuous elongation via electrostatic repulsion occurring between the nozzle and the collector.
Finally, solidification of the fluid jet forms an electrospun membrane [207,208,213].

4.2.2. Effects of Various Parameters on Electrospinning

In this section, the control of PS membrane using the electrospinning method will be discussed at
first, then some features of the PVDF electrospinning membranes are presented.

As reported in the literature [207–209], four key parameters are affecting the electrospinning
process which can be classified into system, solution, process and ambient parameters (see Figure 9).
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Effect of Solvent

The solvent has basically two important functions. Firstly, it helps to dissolve the polymer
molecules and forms a solution to generate the electrified jet and secondly, it carries the dissolved
polymer molecules to the collector [207,217]. In the dissolution step of electrospinning, the solvent
evaporation rate and the polymer drying time depend on the solvent properties. It is critical for a
successful process to select an appropriate solvent system. For PS membranes, some typical solvents
have been used due to good volatility, vapor pressure and boiling point [207]. Typical examples are
DMAC, DMF and acetone [207–209,213–216,218]. Moreover, as the solvent itself can interact with the
electric field during the fiber formation, appropriate solvent polarity is important for fiber formation.
Usually, a dipolar aprotic solvent has a high dielectric constant and dipole moment. Compared to the
dielectric constant (25 ◦C) of dichloromethane (DCM) of 8.93, the value of DMF is 36.71. This means
that DMF has higher solvent polarity [219]. Previous works confirmed that the addition of a dipolar
aprotic solvent increased the solution conductivity which was a prerequisite for the formation of bead
free uniform fibers [207]. Furthermore, some researchers mixed high polarity solvent with low polarity
solvent to optimize the solvent polarity, solution viscosity and charge density of the polymer jet. The
combined effects greatly contributed to producing good fibers [219].

Effect of Solution Viscosity, Surface Tension and Conductivity

The solution viscosity can significantly influence the generation of beads and their disappearance
by increasing its value. Furthermore, higher viscosity forms larger fiber diameter. For surface tension,
there is no obvious relation with the fiber morphology, but higher surface tension may results in jet
instability [207]. Meanwhile, Yuan et al. [209] found that the polymer concentration contributes to
the solution viscosity. On the other hand, surface tension seems to be more dependent on the solvent
compositions than on the polymer concentration. The solution conductivity is mainly determined
by the polymer type, solvent used, and the availability of ionizable salts. Zong et al. [220] reported
the effect of higher solution conductivity by adding ionic salt on the morphology and diameter of
electrospun fibers. They added ionic salts like KH2PO4, NaH2PO4, and NaCl to produce beadless
fibers with relatively smaller diameters ranging from 200 to 1000 nm. Using salts, the fiber uniformity
increased and beads generation decreased. It has been found that increasing the solution electrical
conductivity, a significant decrease in the electrospun nanofibers diameter was observed, while lower
solution conductivity resulted in insufficient elongation of the jet by electrical force to produce a
uniform fiber leading also to bead formation [207].

Effect of Polymer Concentration

As mentioned above, low polymer concentration will lead to low viscosity. Al-Qadhi et al. [213]
showed that when high surface tension forces overcome the viscous forces (low viscosity), a bead
structure on the PS surface was formed. The effect of solution concentration on the resulting morphology
of the PS surfaces is clearly illustrated in Figure 10. Beads can be seen at 5 wt.% of PS, but a combination
of microspheres and nanofibers structure was formed with increasing solution concentration to 10 wt.%,
15 wt.% and 20 wt.% of PS. Uniform and ultrafine fibers were prepared from solutions with 25 wt.%
and 30 wt.% of PS. Meanwhile, the fiber diameter increased with increasing PS concentration as clearly
illustrated in Table 8. Several studies found that the average fiber diameter increased with polymer
concentration following a power-law with an exponent in the 2–3 range [209,213,214,221,222].
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Figure 10. SEM micrographs of electrospun samples prepared using different PS concentrations in
dimethylformamide (DMF) as solvent: (a) 5 wt.%, (b) 10 wt.%, (c) 15 wt.%, (d) 20 wt.%, (e) 25 wt.% and
(f) 30 wt.%, adapted from reference [213].

Table 8. Effect of PS concentration on the average fiber diameter [213].

Diameter
PS Concentration (wt.%)

5 10 15 20 25 30

Bead size (µm) 2.5 2.9 3.6 2.5
Fiber size (nm) 70 300 640 1200 1850

Types of Collectors and Needles

Several different types of needle shapes and collectors are available to control the morphology
and alignment of complex nano-structures [48,207]. Electrospun highly aligned fibers with hierarchical
features can be spun by using plate-type, drum-type, disc-type and counter electrode array-type
collectors [48,223]. Among them, the plate-type collector is the most simple, versatile and widely
used. The drum-type has been developed to fabricate large area fibers with high alignment. Also,
the electrospun membranes can be fabricated using the disc-type collector and the counter electrode
array-type collector, but their large-scale production are more difficult than others [48,223–228].
There are four types of nozzles for electrospinning: single nozzle, multi-nozzles, needleless and co-axial
nozzles. The single nozzle is available for lab-scale production, while multi-nozzle is widely used for
larger scale production due to its modularity. Needleless types can easily fabricate an electrospun
membrane with a broad diameter distribution at high rate, while co-axial nozzles can be used to
fabricate hollow nanofibers [48,223,228–230].

Effect of Applied Voltage

When the voltage is too low to overcome the solution surface tension, a fiber cannot be generated
by the required elongation force. Conversely, excessive voltage leads to instability of the Taylor
cone [213]. As mentioned previously, the required applied voltage to overcome the surface tension of
the polymer solution can be calculated as:

V2
c = 4

(
H2

L2

)(
ln

2L
R
− 1.5

)
(0.117πRγ) (7)

where H (cm) is the distance between the tip and collector, L (cm) is the nozzle length, R (cm) is the
nozzle radius and γ(dyne/cm) is the polymer solution surface tension [48,215,231–233]. In a typical
electrospinning process, a high voltage in the range 5–30 kV is applied to the polymer solution [209]. When
the applied voltage was controlled to reach a stable Taylor cone, the results of Yuan et al. [209] showed a
slight tendency to produce smaller fiber diameters with increased voltage. In addition, Al-Qadhi et al. [213]
noted that the optimum electrospinning voltage increases with the increasing of the PS concentration.
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Effect of the Tip-Collector Distance

According to Yao et al. [216], the average diameter of PS nanofibers decreased from 300 nm to
150 nm with increasing the distance between the tip and collector from 15 cm to 19 cm (see Figure 11)
due to the longer tip-collector distance resulting in more solvent evaporating and the splitting degree
of the jet flow increasing with distance. As a result, the diameter of the electrospun fibers decreased.
Furthermore, Bhardwaj et al. [207] showed that if it was too short or too long distances were used, the
morphologies of the PS electrospun fibers were obviously turned into bead shapes.
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Effect of Feed Rate/Flow Rate

Yuan et al. [209] prepared electrospun PS fibers at 0.40 mL h−1 and 0.66 mL h−1 flow rates from a
20 wt.% PS/DMAC solution at 10 kV and 10 cm capillary-screen distance. The results indicated uniform
ultrafine fibers when the flow rate was 0.40 mL h−1, but the fibers showed a bead-fiber morphology
when the flow rate increased to 0.66 mL h−1. So high flow rates seem to promote the formation of
a bead-fiber structure. However, low flow rates give more time for solvent evaporation, leading to
thinner fibers [213].

Effect of Humidity

Huang et al. [218] found that high humidity led to larger fiber diameter. When the humidity was 0%,
10%, 20%, 30%, 40% and 50%, the average PS fiber diameter was 1.15 µm, 1.61 µm, 2.29 µm, 3.19 µm,
3.26 µm and 3.58 µm, respectively. The PS can dissolve very rapidly in the presence of water vapor, and
hence, the PS fibers maintain their uniformity at lower humidity. However, very large and very small
fibers can be formed at higher humidity. As a result, the fiber size distribution at high humidity is wider
than the distribution at low humidity. Since the formation of nanopores on the fibers results in weaker PS
fibers, humidity was also shown to have a direct effect on the mechanical properties of PS fiber mats: the
electrospun fibers at low humidity had higher strength than those produced at high humidity [218].

It is important to note that the final polymer membrane morphology and performance are optimized
by the combined effects of all these parameters. Similar to PS membranes, PVDF has good mechanical
properties and excellent resistance to heat, abrasion and chemicals; this is why it is widely used for
electrospinning [48]. Table 9 lists some examples of PVDF membranes produced via electrospinning to
highlight the difference between the nanofiber layer and the total membrane layer. It can be seen that
the PVDF membranes via electrospinning usually have a controlled pore structure and high gravimetric
porosity. In addition, this method mostly leads to theβ-phase PVDF over the other crystalline polymorphs
due to its highest dielectric constant and polar property. Recently, some researches focused on using
various kinds of additives in PVDF such as partially negative additives like fluorine-based fillers to
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interact with the partially positive hydrogen atoms in the PVDF chain; or using partially positive additives
to interact with the partially negative CF2 groups in the PVDF chains [48,234–239].

Table 9. Examples of PVDF membranes produced via electrospinning.

Ref Samples Crystalline
Forms

Mean Pore
Size (nm)

Nano- Fiber
Size (nm)

Total
Thickness

(µm)

Total
Porosity (%)

Nano- Fiber
Layer

Thickness (µm)

Nano- Fiber
Layer

Porosity (%)

[238]

Coaxial PPESK/PVDF β-phase - - 45 75 - -

PPESK/PVDF at 160 °C β-phase - - 45 15 - -

PPESK/PVDF at 170 °C β-phase - - 45 4 - -

[239]

Neat PVDF β/α = 2.12 - 80–700 - - - -

As-cast PVDF β/α = 3.24 - 80–700 - - - -

As-deposited PVDF β/α = 3.79 - 80–700 - - - -

As-deposited PVDF with
vertrel β/α = 7.69 - 80–700 - - - -

[240]

Neat PVDF - 1.556 - - - - -

PVDF/Chitin
nanowhiskers (0.5 wt.%) - 2.157 - - - - -

PVDF/Chitin
nanowhiskers (1.0 wt.%) - 2.405 - - - - -

[241]

PVDF/Polyester
(0.67 g/cm3) - 1690 - 225 ± 15 69.7 ± 1.5 98 ± 10 89.4 ± 1.3

PVDF/Polyester
(0.64 g/cm3) - 2010 - 331 ± 11 62.7 ± 1.2 122 ± 8 91.2 ± 1.2

PVDF/Polypropylene
(0.41 g/cm3) - 1870 - 314 ± 18 67.9 ± 1.3 87 ± 11 88.8 ± 1.0

PVDF/Polyester
(0.50 g/cm3) - 1650 - 190 ± 13 70.1 ± 1.5 103 ± 10 88.6 ± 1.2

[242]

Neat PVDF - - 91.28 470 98.77 - -

PVDF-PVP - - 108.09 580 97.59 - -

PVDF-AC - - 101.26 560 98.90 - -

PVDF- MnO2 - - 102.14 560 97.62 - -

PVDF-PVP-AC - - 106.37 570 98.59 - -

PVDF-PVP- MnO2 - - 105.01 570 97.88 - -

4.3. Track Etching

4.3.1. Swift Heavy-Ion Irradiation

Swift heavy-ion beams are commonly provided by linear accelerator facilities and cyclotrons.
These heavy ions (up to uranium) beams of high energy have a penetration range in polymers of
about 120 µm, so foil stacks can be irradiated. Each ionic projectile induces electronic excitation and
ionization in a cylindrical zone along its trajectory. For polymers such as polyimide (PI), polyethylene
terephthalate (PET), polycarbonate (PC) and PVDF, the chemical bonds are commonly damaged
and hence small volatile fragments (H2, CO, CO2, hydrocarbons) are easily outgassed [243]. As a
result, some nanometers pores are produced. Meanwhile, the destroyed regions are defined as the ion
track. A typical schematic representation of the single-ion irradiation setup is presented in Figure 12.
The system includes: electrostatic deflector, magnetic defocusing instrument, detector, trigger and
sample stack. Firstly, the ion beam is strongly defocused and adjusted, then single projectiles pass
through a small circular aperture (diameter ≈ 200 µm) with a frequency of about 1 Hz. Next, the
ion beam irradiates a stack of foils. If a solid-state particle detector is placed behind the sample, it
will register a single ion impact and the entire ion beam will be deflected by an electrostatic chopper
system. Furthermore, the gravimetric porosity regime is available by using ion-track technology: single
channel, non-overlapping channels, and overlapping channels by means of increasing ion fluence [244].

Generally, the production of porous membranes with uniform pore size requires continuous
and homogeneous damage along the ion trajectory. The best results are achieved when the energy
loss of heavy-ion projectiles (Au, Pb, Bi, U) in the given materials is above the etching threshold.
Inhomogeneous and absence of etching can be obtained by decreasing the energy loss of the ions,
resulting in pores with a broad size distribution [245].
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Poly (vinylidene fluoride) (PVDF) is one of the most attractive polymers commercially available
due to its biocompatibility, good resistance against high temperature and excellent chemical stability. In
particular, PVDF in the β-phase has special properties such as piezo/pyroelectric properties. Due to these
interesting technological features, some researchers focused on the production of track-etched PVDF
membranes using swift heavy-ion irradiation and subsequent chemical etching. The main results are
presented in Table 10. The production of track-etched membranes with pore diameter in the nanometer or
micrometer scale has been used in a variety of growing technological fields such as fuel cells [246].

Table 10. Examples of track-etched PVDF membranes using swift heavy-ion irradiation and subsequent
chemical etching.

Swift Heavy-Ion Irradiation Chemical Etching Pre/Post-Treatment Morphology Ref.

Accelerator facility: van de Graaff (absorbed
dose of 100 kGy)

Cyclotron: GANIL (Caen, France)
Energy (MeV/amu): 10.37

Fluence: 107 and 5 × 108 cm−2

Heavier projectiles: Kr under He atmosphere

Temperature (◦C): 65;
Time (h): 0.5–3;

Composition: permanganate solution (0.25 M) in
KOH (10 M)

Post-treatment:
Radiografting

Structure:
cylindrical pores;

Pore size: 20–50 nm
[247]

Cyclotron: GANIL (Caen, France)
Energy (MeV/amu): 2.85

Fluence: 9.5 × 108 cm−2 and 9.5 × 109 cm−2;
Heavier projectiles: Sn in vacuum

Temperature (◦C): 55–85;
Time (h): 0.5–3;

Composition: a saturated KMnO4 solution
(0.25 mol L−1) prepared in different alkaline
conditions (0.1, 0.9, 9 molL−1 KOH; 9 molL−1

KOH+
0.004 mmol L−1 TBAm);

/

Structure:
cylindrical open

pores;
conical-shaped

pores;
Pore size: <114 ±

18 nm

[248]

Thermal neutron flux: 1.7 × 1013 cm−2 s−1;
Heavier projectiles: 235U with oxygen

Temperature(◦C): <60;
Time (h): 0–400;

Composition: 5, 7.5, 10 and 12 mol L−1 KOH; 5,
7.5, 10 and 12 mol L−1 NaOH with ethanol and
fluorochemical surfactant; 5, 7.5, 10 and 12 mol

L−1 LiOH

/

Pore size: 30–220
nm

Pore density
(cm−2): 3 × 108

[249]

Accelerator facility: GSI (Darmstadt, Germany);
Energy (MeV/N): 13.7;

Heavier projectiles: 238U

Temperature (◦C): 70;
Time (h): 0–50;

Composition: KMnO4 (0.1, 0.15, 0.25 FW) in
KOH (6, 7.5, 8, 10 N)

/ Pore size: <5 µm [250]

Cyclotron: GANIL (Caen, France)
Energy (MeV/amu): 10.37
Fluence: 107–1010 cm−2;

Heavier projectiles: Kr in a He atmosphere

Temperature (◦C): 65;
Time (h): 0.5;

Composition: permanganate solution (0.25 M) in
KOH (10 M)

Post-treatment:
Radio-grafting Pore size: 40 nm [251]

Cyclotron: R7M
Energy (MeV/amu): 41.6
Fluence: 107–1010 cm−2;

Heavier projectiles: 40Ar in a vacuum

Temperature (◦C): 93;
Time (h): 1–6;

Composition: KMnO4 (2 gmL−1) in NaOH (6 N)

Pre-treatment:
periodic

heating of test
samples

Pore size: 250 nm
Pore density

(cm−2): 1.8 × 109
[246]

Accelerator facility: GSI (Darmstadt, Germany);
Energy (MeV/N): 11.1 (208Pb), 6.7 (58Ni), 6.2

(84Kr) and 3.5 (129Xe);
Fluence: 3 × 106–3 × 1011 cm−2;

Heavier projectiles: 208Pb, 58Ni, 84Kr and 129Xe

Temperature (◦C): 80;
Composition: KOH (9 mol dm−3)

Pre-treatment:
periodic

heating of test
samples

Pore size: (nm)
305 ± 31 (208Pb),
118 ± 11 (58Ni),
109 ± 14 (84Kr),
93 ± 8 (129Xe)

[252]

Energy (MeV): 220;
Fluence: 1011 cm−2;

Heavier projectiles: Ar9+ in a vacuum

Temperature (◦C): 90;
Composition: KOH (10 N), KMnO4 (0.25 N) and

KIO (0.5 N)
/ / [253]

Energy (MeV): 450;
Fluence: 3 × 107 cm−2;

Heavier projectiles: 129Xe in a vacuum

Temperature (◦C): 80;
Time: 0–50 h;

Composition: KOH (9 mol dm−3)
/

Pore size: 25–265
nm [254]

TBAm = Tetrabutylammonium bromide; KOH = potassium hydroxide; NaOH = sodium hydroxide; LiOH = lithium
hydroxide; KMnO4 = potassium permanganate.

wileyonlinelibrary.com
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4.3.2. Chemical Etching

Exposure of ion-irradiated PVDF membranes to a suitable etching solution can selectively
dissolved the ion tracks and be subsequently enlarged into channels [244,255]. The etching conditions,
such as etchant composition and etching temperature, play critical roles on the channels morphology.
In addition, ion-irradiated PVDF membranes heated in air prior to chemical etching leads to a more
uniform pore size of the channels [246,252].

Effect of the Etchant Composition

Komaki exposed PVDF membranes to fission fragments in oxygen and etched the film in sodium
hydroxide and potassium hydroxide solutions [249]. Zhao et al. [250] obtained an optimum etchant of
KMnO4 in KOH. Grasselli and Betz reported that different etching conditions involving permanganate
oxidation in different alkaline environments could be tuned to prepare track-etched PVDF membranes
with a desired pore diameter [248]. However, the severe etching conditions with a highly concentrated
aqueous KOH solution in addition to KMnO4 in most cases damaged the whole membrane, imposing
particularly irreversible chemical damage on a non-irradiated part. As a result, some distinctive
properties of the PVDF membranes were destroyed [252]. Consequently, moderate etching conditions,
such as a pure alkaline solution at high temperature without any oxidant additives, gained more
popularity in recent years [252,254].

Effect of Etching Temperature

Grasselli et al. [248] studied the etching temperature effect on the diameters and shapes of the
surface and cross-section pores for Sn irradiated PVDF membranes. Figure 13 shows that the average
pore diameter increases from 82 to 202 and 398 nm when the etching temperature increased from 55 to
65 and 75 ◦C, respectively. On the other hand, the cross-section view of the track-etched PVDF foils
showed that it was possible to control the pore size and structure by changing the temperature of the
etching process. For a temperature up to 75 ◦C, the pore structures were straight, cylindrical and open,
while further temperature increase to 85 ◦C produced clearly modified pore shapes, mainly a conical
pore aperture over the first few micrometers of each surface.
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Effect of Etching Time

Grasselli et al. [248] found that the pore diameter increased rapidly in the first 15 min, then 1 h
later the diameters stabilized, hence the rate of etching was 30, 80, 100 and 100 nm/h at 55, 65, 75 and
85 ◦C, respectively. As a conclusion, the kinetic behavior was simultaneously affected by the etching
time and temperature.
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4.4. Sintering

Sintering involves the process of a given set of particles being compacted first to transform
them into a physically robust and dense polycrystalline monolith at elevated temperatures [46,256].
This method is widely used in the commercial production of inorganic membranes and some polymer
membranes (symmetric polytetrafluoroethylene and polypropylene). For the production of porous
PVDF membranes via sintering, Dickey and Mcdaniel were granted a patent (US3896196A) in 1975 [257].
They dispersed a PVDF powder in methyl isobutyl ketone (MIBK) and then the dispersion was broken
into droplets. Sintering of the droplets at specific temperatures occurred and finally, a porous PVDF
structure was prepared by sintering. In 1984, Georlette and Leva obtained cellular or dense structures
by the extrusion of a molding composition comprising of a vinylidene fluoride polymer and a blowing
agent: hydroxycarboxylic acid or an alkali metal salt derived from one of the acids [258]. However,
due to the slow solid state diffusional processes, in most cases the sintering transformation is driven
by temperatures between 1/2 and 3/4 of the melting point. These high temperatures result in limited
material degradation, material synthesis, phase stability and high processing cost, especially for
incompatible and co-sintering thermoplastic polymers.

Today, most techniques are explored to push the temperature window into the desired low
temperature range to perform cold sintering process (CSP) since the active temperature window spans
the range from room temperature to 200 ◦C [256,259]. Guo et al. [256] used (1−x)LAGP–x(PVDF−HFP)
(x = 0, 5 or 10 vol.%) powder as the raw material for the composite cold sintering, 30–39 vol.% of
deionized water was added to LAGP and homogenized in a mortar and pestle, then the samples
were left under 400 MPa of uniaxial pressure and 120 ◦C for 1 h. The results showed that the
thermoplastic polymers and ceramic materials could be jointly formed into dense composites under
these conditions (see Figure 14). Moreover, the dense composites have improved microwave, dielectric
and ionic electronic transport. The CSP method bridges the gap between the sintering of traditionally
incompatible material systems, such as ceramics and thermoplastic polymers, by opening up a novel
and effective route to develop the field of multifunctional material manufacturing [256,259,260].Polymers 2019, 11, x FOR PEER REVIEW  28 of 42 
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Figure 14. Energy dispersive spectroscopy (EDS) map superimposed on back scattered image of
80LAGP–20(PVDF-HFP) cold co-sintered at 120 ◦C and 400 MPa for 1 h before soaking in 1 M LiPF6

ethylene carbonate-dimethyl carbonate (EC-DMC) (50:50 vol.%). Elemental Ge is shown in purple and
elemental F is shown in green, adapted from reference [256].

4.5. Comparison between the Preparation Methods

Table 11 presents an overview of the works done using different processes to produce porous
polymeric membranes.
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Table 11. Comparison of the various production methods presented.

Method Process Steps Pore Formation Mechanism Description of Membrane
Morphology Advantages Disadvantages

NIPS Mixing, phase separation,
solidification, final membrane.

Resulting from liquid-liquid phase
demixing.

Usually with a wider pore size
distribution and weaker

mechanical properties than TIPS
membranes.

NIPS can effectively control the pore size
and other surface characteristics of the
membranes with the help of additives.

The slow rate of mass transfer and the instability
of the polymer/solvent dope at the interface of
solvent and non-solvent, resulting in difficult
precise control of the phase inversion process.

VIPS
Polymer solution with appropriate

solvent evaporation, immersion
and drying step, final membrane.

Resulting from the transfer at the
interface, non-solvent (gas) inflow

and solvent outflow.

A broad variety of morphologies,
such as cellular-like, nodular-like

and bi-continuous structure can be
obtained and well controlled.

1. Slower mass transfer than
wet-immersion enables modifying and
tailoring the membrane morphologies.

2. Both flat-sheet and hollow-fiber polymer
membranes can be easily prepared.

The development of commercial polymer
membranes by the VIPS process still

remains limited.

Electro- spinning
Polymer solution/melt, electrospun

fibers, solvent evaporated and
solidification, final membrane.

Resulting from the evaporation of
the diluent.

Electrospinning enables the
formation of interconnected pores

with uniform pore size and
porosities exceeding 90% in

membrane.

1. Directly produce superhydrophobic
polymer membranes.

2. Simple, inexpensive and high
productivity.

3. Enables the production of highly porous
structures of smooth non-woven nanofibers
with high surface area to volume ratio and

tunable gravimetric porosity.

Limited production capacity and low
reproducibility.

Track etching Swift heavy-ion irradiation,
chemical etching, final membrane.

Irradiation produces latent tracks
in the foils and pore formation via

chemical etching.

Pore shape can be made cylindrical,
conical, funnel-like or cigar-like

and pore size can be easily varied.

The membrane pore size, shape and density
can be precisely determined in a

controllable manner.

1. Many large-scale applications are
“insensitive” to track membranes, furthermore,

it is cost extensive.
2. Track membranes are limited for some
particular uses like proteins adsorption.

Sintering
The formation of polymer droplets,

sintering of the droplets, final
membrane.

Resulting from the sintering
transformation driven by high

temperatures.

Pore size can be controlled by the
sintering process.

Widely used in the commercial production
of inorganic membranes and some polymer

membranes.

1. Sintering at specific high temperatures results
in the limitation of material integration, material

synthesis and phase stability.
2. High cost for processing.



Polymers 2019, 11, 1160 27 of 39

5. Conclusions

In this review, a basic description about the preparation and characterization of porous polymeric
membranes was given. In particular, the two main synthetic polymers used for membranes production
have been discussed into details: polysulfone (PS) and polyvinylidene fluoride (PVDF). Five different
methods for membrane fabrication were introduced: non-solvent induced phase separation (NIPS),
vapor-induced phase separation (VIPS), electrospinning, track etching and sintering. The basic
principles of each process and the formation mechanisms for the membranes were discussed in terms
of their advantages and limitations. This included key factors such as the system, solution, processing
and ambient parameters. Based on all the possibilities available, it is expected that porous polymeric
membranes with well-controlled morphology, good stability, and excellent permeation properties can
be obtained to develop more applications in membranes technologies.
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18. Shen, J.Z.; Kosmač, T. Advanced Ceramics for Dentistry: Chapter 16. In Advanced Dental-Restoration Materials:
Concepts for the Future; Elsevier Inc.: Philadelphia, PA, USA, 2013.

19. Sahai, R. Membrane Separations/Filtration. In Encyclopedia of Separation Science; Academic Press: Cambridge,
MA, USA, 2000; pp. 1717–1724.

20. Wegner, G.; Allard, N.; Al Shboul, A.; Auger, M.; Beaulieu, A.-M.; Bélanger, D.; Bénard, P.; Bilem, I.; Byad, M.;
Byette, F. Functional Materials: For Energy, Sustainable Development and Biomedical Sciences; Walter de Gruyter
GmbH & Co KG: Berlin, Germany, 2014.

21. Yu, A.B.; Standish, N. Characterisation of non-spherical particles from their packing behaviour. Powder
Technol. 1993, 74, 205–213. [CrossRef]

22. Bhattacharya, S.; Gubbins, K.E. Fast method for computing pore size distributions of model materials.
Langmuir 2006, 22, 7726–7731. [CrossRef]

23. Pisani, L. Simple expression for the tortuosity of porous media. Transp. Porous Media 2011, 88, 193–203.
[CrossRef]

24. Wenzel, R.N. Surface roughness and contact angle. J. Phys. Chem. 1949, 53, 1466–1467. [CrossRef]
25. Calvo, J.I.; Peinador, R.I.; Prádanos, P.; Palacio, L.; Bottino, A.; Capannelli, G.; Hernández, A. Liquid–liquid

displacement porometry to estimate the molecular weight cut-off of ultrafiltration membranes. Desalination
2011, 268, 174–181. [CrossRef]

26. Peter-Varbanets, M.; Zurbrügg, C.; Swartz, C.; Pronk, W. Decentralized systems for potable water and the
potential of membrane technology. Water Res. 2009, 43, 245–265. [CrossRef]

27. Warsinger, D.M.; Chakraborty, S.; Tow, E.W.; Plumlee, M.H.; Bellona, C.; Loutatidou, S.; Karimi, L.;
Mikelonis, A.M.; Achilli, A.; Ghassemi, A. A review of polymeric membranes and processes for potable
water reuse. Prog. Polym. Sci. 2018, 81, 209–237. [CrossRef] [PubMed]

28. Tylkowski, B.; Tsibranska, I. Overview of main techniques used for membrane characterization. J. Chem.
Technol. Metall. 2015, 50, 3–12.

29. Anovitz, L.M.; Cole, D.R. Characterization and analysis of porosity and pore structures. Rev. Mineral.
Geochem. 2015, 80, 61–164. [CrossRef]

30. Ong, Y.K.; Shi, G.M.; Le, N.L.; Tang, Y.P.; Zuo, J.; Nunes, S.P.; Chung, T.-S. Recent membrane development
for pervaporation processes. Prog. Polym. Sci. 2016, 57, 1–31. [CrossRef]

31. Zwolinski, B.J.; Eyring, H.; Reese, C.E. Diffusion and membrane permeability. J. Phys. Colloid Chem. 1949, 53,
1426–1453. [CrossRef]

32. Kim, I.C.; Lee, K.H. Effect of various additives on pore size of polysulfone membrane by phase-inversion
process. J. Appl. Polym. Sci. 2003, 89, 2562–2566. [CrossRef]

33. Hu, B.; Miao, L.; Zhao, Y.; Lü, C. Azide-assisted crosslinked quaternized polysulfone with reduced graphene
oxide for highly stable anion exchange membranes. J. Membr. Sci. 2017, 530, 84–94. [CrossRef]

34. Kheirieh, S.; Asghari, M.; Afsari, M. Application and modification of polysulfone membranes. Rev. Chem.
Eng. 2018, 34, 657–693. [CrossRef]

35. Zhao, Y.-F.; Zhu, L.-P.; Yi, Z.; Zhu, B.-K.; Xu, Y.-Y. Improving the hydrophilicity and fouling-resistance of
polysulfone ultrafiltration membranes via surface zwitterionicalization mediated by polysulfone-based
triblock copolymer additive. J. Membr. Sci. 2013, 440, 40–47. [CrossRef]

36. Ahmad, A.L.; Ismail, S.; Bhatia, S. Membrane treatment for palm oil mill effluent: Effect of transmembrane
pressure and crossflow velocity. Desalination 2005, 179, 245–255. [CrossRef]

37. Gabelman, A.; Hwang, S.-T. Hollow fiber membrane contactors. J. Membr. Sci. 1999, 159, 61–106. [CrossRef]
38. Habibi, S.; Nematollahzadeh, A.; Mousavi, S.A. Nano-scale modification of polysulfone membrane matrix

and the surface for the separation of chromium ions from water. Chem. Eng. J. 2015, 267, 306–316. [CrossRef]

http://dx.doi.org/10.1002/cben.201400030
http://dx.doi.org/10.1007/BF00872449
http://dx.doi.org/10.1016/0032-5910(93)85029-9
http://dx.doi.org/10.1021/la052651k
http://dx.doi.org/10.1007/s11242-011-9734-9
http://dx.doi.org/10.1021/j150474a015
http://dx.doi.org/10.1016/j.desal.2010.10.016
http://dx.doi.org/10.1016/j.watres.2008.10.030
http://dx.doi.org/10.1016/j.progpolymsci.2018.01.004
http://www.ncbi.nlm.nih.gov/pubmed/29937599
http://dx.doi.org/10.2138/rmg.2015.80.04
http://dx.doi.org/10.1016/j.progpolymsci.2016.02.003
http://dx.doi.org/10.1021/j150474a012
http://dx.doi.org/10.1002/app.12009
http://dx.doi.org/10.1016/j.memsci.2017.02.023
http://dx.doi.org/10.1515/revce-2017-0011
http://dx.doi.org/10.1016/j.memsci.2013.03.064
http://dx.doi.org/10.1016/j.desal.2004.11.071
http://dx.doi.org/10.1016/S0376-7388(99)00040-X
http://dx.doi.org/10.1016/j.cej.2015.01.047


Polymers 2019, 11, 1160 29 of 39

39. Herrero, M.; Martos, A.M.; Varez, A.; Galván, J.C.; Levenfeld, B. Synthesis and characterization of
polysulfone/layered double hydroxides nanocomposite membranes for fuel cell application. Int. J. Hydrog.
Energy 2014, 39, 4016–4022. [CrossRef]

40. Homayoonfal, M.; Mehrnia, M.R.; Rahmani, S.; Mohades Mojtahedi, Y. Fabrication of alumina/polysulfone
nanocomposite membranes with biofouling mitigation approach in membrane bioreactors. J. Ind. Eng. Chem.
2015, 22, 357–367. [CrossRef]

41. Hwang, J.; Choi, J.; Kim, J.M.; Kang, S.W. Water treatment by polysulfone membrane modified with
tetrahydrofuran and water pressure. Macromol. Res. 2016, 24, 1020–1023. [CrossRef]

42. Arribas, P.; Khayet, M.; García-Payo, M.C.; Gil, L. Self-sustained electro-spun polysulfone nano-fibrous
membranes and their surface modification by interfacial polymerization for micro-and ultra-filtration. Sep.
Purif. Technol. 2014, 138, 118–129. [CrossRef]

43. Chakrabarty, B.; Ghoshal, A.K.; Purkait, M.K. Preparation, characterization and performance studies of
polysulfone membranes using pvp as an additive. J. Membr. Sci. 2008, 315, 36–47. [CrossRef]

44. Reuvers, A.J.; van den Berg, J.W.A.; Smolders, C.A. Formation of membranes by means of immersion
precipitation: Part i. A model to describe mass transfer during immersion precipitation. J. Membr. Sci. 1987,
34, 45–65. [CrossRef]

45. Ahmad Nor Naimah, R.; Mukhtar, H.; Mohshim Dzeti, F.; Nasir, R.; Man, Z. Surface modification in inorganic
filler of mixed matrix membrane for enhancing the gas separation performance. Rev. Chem. Eng. 2016, 32,
181.

46. Liu, F.; Hashim, N.A.; Liu, Y.; Abed, M.R.M.; Li, K. Progress in the production and modification of pvdf
membranes. J. Membr. Sci. 2011, 375, 1–27. [CrossRef]

47. Chelakara Satyanarayana, K.; Bolton, K. Molecular dynamics simulations of α-to β-poly(vinylidene fluoride)
phase change by stretching and poling. Polymer 2012, 53, 2927–2934. [CrossRef]

48. Kim, J.F.; Kim, J.H.; Lee, Y.M.; Drioli, E. Thermally induced phase separation and electrospinning methods
for emerging membrane applications: A review. Adv. Mater. Sep. Mater. Devices Process. 2016, 62, 461–490.
[CrossRef]

49. Cui, Z.; Hassankiadeh, N.T.; Zhuang, Y.; Drioli, E.; Lee, Y.M. Crystalline polymorphism in
poly(vinylidenefluoride) membranes. Prog. Polym. Sci. 2015, 51, 94–126. [CrossRef]

50. Kang, G.-D.; Cao, Y.-M. Application and modification of poly(vinylidene fluoride) (pvdf) membranes–a
review. J. Membr. Sci. 2014, 463, 145–165. [CrossRef]

51. Martins, P.; Lopes, A.C.; Lanceros-Mendez, S. Electroactive phases of poly(vinylidene fluoride):
Determination, processing and applications. Prog. Polym. Sci. 2014, 39, 683–706. [CrossRef]

52. Van de Witte, P.; Dijkstra, P.J.; Van den Berg, J.; Feijen, J. Phase separation processes in polymer solutions in
relation to membrane formation. J. Membr. Sci. 1996, 117, 1–31. [CrossRef]

53. Haase, M.F.; Jeon, H.; Hough, N.; Kim, J.H.; Stebe, K.J.; Lee, D. Multifunctional nanocomposite hollow fiber
membranes by solvent transfer induced phase separation. Nat. Commun. 2017, 8, 1234. [CrossRef]

54. Liu, Z.; Cui, Z.; Zhang, Y.; Qin, S.; Yan, F.; Li, J. Fabrication of polysulfone membrane via thermally induced
phase separation process. Mater. Lett. 2017, 195, 190–193. [CrossRef]

55. Hassankiadeh, N.T.; Cui, Z.; Kim, J.H.; Shin, D.W.; Sanguineti, A.; Arcella, V.; Lee, Y.M.; Drioli, E. Pvdf
hollow fiber membranes prepared from green diluent via thermally induced phase separation: Effect of pvdf
molecular weight. J. Membr. Sci. 2014, 471, 237–246. [CrossRef]

56. Wang, Z.; Sun, L.; Wang, Q.; Li, B.; Wang, S. A novel approach to fabricate interconnected sponge-like and
highly permeable polyvinylidene fluoride hollow fiber membranes for direct contact membrane distillation.
Eur. Polym. J. 2014, 60, 262–272. [CrossRef]

57. Himma, N.; Anisah, S.; Prasetya, N.; Wenten, I. Advances in preparation, modification, and application of
polypropylene membrane. J. Polym. Eng. 2016, 36, 329–362. [CrossRef]

58. Kim, S.S.; Lloyd, D.R. Microporous membrane formation via thermally-induced phase separation. Iii. Effect
of thermodynamic interactions on the structure of isotactic polypropylene membranes. J. Membr. Sci. 1991,
64, 13–29. [CrossRef]

59. Matsuyama, H.; Kim, M.-M.; Lloyd, D.R. Effect of extraction and drying on the structure of microporous
polyethylene membranes prepared via thermally induced phase separation. J. Membr. Sci. 2002, 204, 413–419.
[CrossRef]

http://dx.doi.org/10.1016/j.ijhydene.2013.06.041
http://dx.doi.org/10.1016/j.jiec.2014.07.031
http://dx.doi.org/10.1007/s13233-016-4145-y
http://dx.doi.org/10.1016/j.seppur.2014.10.010
http://dx.doi.org/10.1016/j.memsci.2008.02.027
http://dx.doi.org/10.1016/S0376-7388(00)80020-4
http://dx.doi.org/10.1016/j.memsci.2011.03.014
http://dx.doi.org/10.1016/j.polymer.2012.04.008
http://dx.doi.org/10.1002/aic.15076
http://dx.doi.org/10.1016/j.progpolymsci.2015.07.007
http://dx.doi.org/10.1016/j.memsci.2014.03.055
http://dx.doi.org/10.1016/j.progpolymsci.2013.07.006
http://dx.doi.org/10.1016/0376-7388(96)00088-9
http://dx.doi.org/10.1038/s41467-017-01409-3
http://dx.doi.org/10.1016/j.matlet.2017.02.070
http://dx.doi.org/10.1016/j.memsci.2014.07.060
http://dx.doi.org/10.1016/j.eurpolymj.2014.09.015
http://dx.doi.org/10.1515/polyeng-2015-0112
http://dx.doi.org/10.1016/0376-7388(91)80074-G
http://dx.doi.org/10.1016/S0376-7388(02)00052-2


Polymers 2019, 11, 1160 30 of 39

60. Wang, D.-M.; Lai, J.-Y. Recent advances in preparation and morphology control of polymeric membranes
formed by nonsolvent induced phase separation. Curr. Opin. Chem. Eng. 2013, 2, 229–237. [CrossRef]

61. Paul, M.; Jons, S.D. Chemistry and fabrication of polymeric nanofiltration membranes: A review. Polymer
2016, 103, 417–456. [CrossRef]

62. Cohen, C.; Tanny, G.B.; Prager, S. Diffusion-controlled formation of porous structures in ternary polymer
systems. J. Polym. Sci. Polym. Phys. Ed. Banner 1979, 17, 477–489. [CrossRef]

63. Hopp-Hirschler, M.; Nieken, U. Modeling of pore formation in phase inversion processes: Model and
numerical results. J. Membr. Sci. 2018, 564, 820–831. [CrossRef]

64. Radovanovic, P.; Thiel, S.W.; Hwang, S.-T. Formation of asymmetric polysulfone membranes by immersion
precipitation. Part i. Modelling mass transport during gelation. J. Membr. Sci. 1992, 65, 213–229. [CrossRef]

65. Radovanovic, P.; Thiel, S.W.; Hwang, S.-T. Formation of asymmetric polysulfone membranes by immersion
precipitation. Part ii. The effects of casting solution and gelation bath compositions on membrane structure
and skin formation. J. Membr. Sci. 1992, 65, 231–246. [CrossRef]

66. Reuvers, A.J.; Smolders, C.A. Formation of membranes by means of immersion precipitation: Part ii. The
mechanism of formation of membranes prepared from the system cellulose acetate-acetone-water. J. Membr.
Sci. 1987, 34, 67–86. [CrossRef]

67. Strathmann, H.; Kock, K.; Amar, P.; Baker, R. The formation mechanism of asymmetric membranes.
Desalination 1975, 16, 179–203. [CrossRef]

68. Tsay, C.S.; Mchugh, A.J. Mass transfer modeling of asymmetric membrane formation by phase inversion. J.
Polym. Sci. Part B Polym. Phys. 1990, 28, 1327–1365. [CrossRef]

69. Wijmans, J.; Kant, J.; Mulder, M.; Smolders, C. Phase separation phenomena in solutions of polysulfone in
mixtures of a solvent and a nonsolvent: Relationship with membrane formation. Polymer 1985, 26, 1539–1545.
[CrossRef]

70. Smolders, C.A.; Reuvers, A.J.; Boom, R.M.; Wienk, I.M. Microstructures in phase-inversion membranes. Part
1. Formation of macrovoids. J. Membr. Sci. 1992, 73, 259–275. [CrossRef]

71. Guillen, G.R.; Pan, Y.; Li, M.; Hoek, E.M.V. Preparation and characterization of membranes formed by
nonsolvent induced phase separation: A review. Ind. Eng. Chem. Res. 2011, 50, 3798–3817. [CrossRef]

72. Frommer, M.A.; Lancet, D. The mechanism of membrane formation: Membrane structures and their relation
to preparation conditions. In Reverse Osmosis Membrane Research; Springer: New York, NY, USA, 1972;
pp. 85–110.

73. Kimmerle, K.; Strathmann, H. Analysis of the structure-determining process of phase inversion membranes.
Desalination 1990, 79, 283–302. [CrossRef]

74. Matz, R. The structure of cellulose acetate membranes 1. The development of porous structures in anisotropic
membranes. Desalination 1972, 10, 1–15. [CrossRef]

75. Hansen, C.M. The three dimensional solubility parameter. Dan. Tech. Cph. 1967, 14, 13–28.
76. Tsai, J.T.; Su, Y.S.; Wang, D.M.; Kuo, J.L.; Lai, J.Y.; Deratani, A. Retainment of pore connectivity in membranes

prepared with vapor-induced phase separation. J. Membr. Sci. 2010, 362, 360–373. [CrossRef]
77. Yeow, M.L.; Liu, Y.T.; Li, K. Morphological study of poly(vinylidene fluoride) asymmetric membranes: Effects

of the solvent, additive, and dope temperature. J. Appl. Polym. Sci. 2004, 92, 1782–1789. [CrossRef]
78. Li, Q.; Xu, Z.-L.; Yu, L.-Y. Effects of mixed solvents and pvdf types on performances of pvdf microporous

membranes. J. Appl. Polym. Sci. 2010, 115, 2277–2287. [CrossRef]
79. Xing, D.Y.; Peng, N.; Chung, T.-S. Investigation of unique interactions between cellulose acetate and ionic

liquid [emim]scn, and their influences on hollow fiber ultrafiltration membranes. J. Membr. Sci. 2011, 380,
87–97. [CrossRef]

80. Akbari, M.; Shariaty-Niassar, M.; Matsuura, T.; Ismail, A.F. Janus graphene oxide nanosheet: A promising
additive for enhancement of polymeric membranes performance prepared via phase inversion. J. Colloid
Interface Sci. 2018, 527, 10–24. [CrossRef] [PubMed]

81. Wang, Q.; Zhang, G.-S.; Li, Z.-S.; Deng, S.; Chen, H.; Wang, P. Preparation and properties of polyamide/titania
composite nanofiltration membrane by interfacial polymerization. Desalination 2014, 352, 38–44. [CrossRef]

82. Hołda, A.K.; De Roeck, M.; Hendrix, K.; Vankelecom, I.F. The influence of polymer purity and molecular
weight on the synthesis of integrally skinned polysulfone membranes. J. Membr. Sci. 2013, 446, 113–120.
[CrossRef]

http://dx.doi.org/10.1016/j.coche.2013.04.003
http://dx.doi.org/10.1016/j.polymer.2016.07.085
http://dx.doi.org/10.1002/pol.1979.180170312
http://dx.doi.org/10.1016/j.memsci.2018.07.085
http://dx.doi.org/10.1016/0376-7388(92)87024-R
http://dx.doi.org/10.1016/0376-7388(92)87025-S
http://dx.doi.org/10.1016/S0376-7388(00)80021-6
http://dx.doi.org/10.1016/S0011-9164(00)82092-5
http://dx.doi.org/10.1002/polb.1990.090280810
http://dx.doi.org/10.1016/0032-3861(85)90090-4
http://dx.doi.org/10.1016/0376-7388(92)80134-6
http://dx.doi.org/10.1021/ie101928r
http://dx.doi.org/10.1016/0011-9164(90)85012-Y
http://dx.doi.org/10.1016/S0011-9164(00)80243-X
http://dx.doi.org/10.1016/j.memsci.2010.06.039
http://dx.doi.org/10.1002/app.20141
http://dx.doi.org/10.1002/app.31324
http://dx.doi.org/10.1016/j.memsci.2011.06.032
http://dx.doi.org/10.1016/j.jcis.2018.05.012
http://www.ncbi.nlm.nih.gov/pubmed/29775817
http://dx.doi.org/10.1016/j.desal.2014.08.001
http://dx.doi.org/10.1016/j.memsci.2013.06.023


Polymers 2019, 11, 1160 31 of 39

83. Costa, L.M.M.; Bretas, R.E.S.; Gregorio, R. Effect of solution concentration on the electrospray/electrospinning
transition and on the crystalline phase of pvdf. Mater. Sci. Appl. 2010, 1, 4.

84. Park, Y.J.; Kang, Y.S.; Park, C. Micropatterning of semicrystalline poly(vinylidene fluoride) (pvdf) solutions.
Eur. Polym. J. 2005, 41, 1002–1012. [CrossRef]

85. Reverchon, E.; Cardea, S. Pvdf−hfp membrane formation by supercritical CO2 processing: Elucidation of
formation mechanisms. Ind. Eng. Chem. Res. 2006, 45, 8939–8945. [CrossRef]

86. Cardea, S.; Gugliuzza, A.; Sessa, M.; Aceto, M.C.; Drioli, E.; Reverchon, E. Supercritical gel drying: A
powerful tool for tailoring symmetric porous pvdf−hfp membranes. Acs Appl. Mater. Interfaces 2009, 1,
171–180. [CrossRef]

87. Han, M.-J.; Bhattacharyya, D. Morphology and transport study of phase inversion polysulfone membranes.
Chem. Eng. Commun. 1994, 128, 197–209. [CrossRef]

88. Yong, S.K.; Hyo, J.K.; Un, Y.K. Asymmetric membrane formation via immersion precipitation method. I.
Kinetic effect. J. Membr. Sci. 1991, 60, 219–232. [CrossRef]

89. He, J.; Cui, A.; Ni, F.; Deng, S.; Shen, F.; Song, C.; Lou, L.; Tian, D.; Huang, C.; Long, L.
In situ-generated yttrium-based nanoparticle/polyethersulfone composite adsorptive membranes:
Development, characterization, and membrane formation mechanism. J. Colloid Interface Sci. 2019, 536,
710–721. [CrossRef] [PubMed]

90. Cardea, S.; Sessa, M.; Reverchon, E. Supercritical phase inversion to form drug-loaded poly(vinylidene
fluoride-co-hexafluoropropylene) membranes. Ind. Eng. Chem. Res. 2010, 49, 2783–2789. [CrossRef]

91. Reverchon, E.; Cardea, S.; Rappo, E.S. Production of loaded pmma structures using the supercritical CO2

phase inversion process. J. Membr. Sci. 2006, 273, 97–105. [CrossRef]
92. Cao, J.-H.; Zhu, B.-K.; Ji, G.-L.; Xu, Y.-Y. Preparation and characterization of pvdf–hfp microporous flat

membranes by supercritical CO2 induced phase separation. J. Membr. Sci. 2005, 266, 102–109. [CrossRef]
93. Huang, S.; Wu, G.; Chen, S.M. Preparation of microporous poly(vinylidene fluoride) membranes via phase

inversion in supercritical CO2. J. Membr. Sci. 2007, 293, 100–110. [CrossRef]
94. Bassyouni, M.; Abdel-Aziz, M.; Zoromba, M.S.; Abdel-hamid, S.; Drioli, E. A review of polymeric

nanocomposite membranes for water purification. J. Ind. Eng. Chem. 2019. [CrossRef]
95. Hopp-Hirschler, M.; Shadloo, M.S.; Nieken, U. Viscous fingering phenomena in the early stage of polymer

membrane formation. J. Fluid Mech. 2019, 864, 97–140. [CrossRef]
96. Strathmann, H.; Kock, K.J.D. The formation mechanism of phase inversion membranes. Desalination 1977, 21,

241–255. [CrossRef]
97. Jung, B.; Yoon, J.K.; Kim, B.; Rhee, H.-W. Effect of molecular weight of polymeric additives on formation,

permeation properties and hypochlorite treatment of asymmetric polyacrylonitrile membranes. J. Membr.
Sci. 2004, 243, 45–57. [CrossRef]

98. Wienk, I.; Boom, R.; Beerlage, M.; Bulte, A.; Smolders, C.; Strathmann, H. Recent advances in the formation
of phase inversion membranes made from amorphous or semi-crystalline polymers. J. Membr. Sci. 1996, 113,
361–371. [CrossRef]

99. Dong, X.; Al-Jumaily, A.; Escobar, I. Investigation of the use of a bio-derived solvent for non-solvent-induced
phase separation (nips) fabrication of polysulfone membranes. Membranes 2018, 8, 23. [CrossRef] [PubMed]

100. Mosqueda-Jimenez, D.; Narbaitz, R.; Matsuura, T.; Chowdhury, G.; Pleizier, G.; Santerre, J. Influence of
processing conditions on the properties of ultrafiltration membranes. J. Membr. Sci. 2004, 231, 209–224.
[CrossRef]

101. Rezakazemi, M.; Sadrzadeh, M.; Matsuura, T. Thermally stable polymers for advanced high-performance
gas separation membranes. Prog. Energy Combust. Sci. 2018, 66, 1–41. [CrossRef]

102. Kim, J.-H.; Lee, K.-H. Effect of peg additive on membrane formation by phase inversion. J. Membr. Sci. 1998,
138, 153–163. [CrossRef]

103. Chakrabarty, B.; Ghoshal, A.; Purkait, M. Effect of molecular weight of peg on membrane morphology and
transport properties. J. Membr. Sci. 2008, 309, 209–221. [CrossRef]

104. Zheng, Q.-Z.; Wang, P.; Yang, Y.-N. Rheological and thermodynamic variation in polysulfone solution by
peg introduction and its effect on kinetics of membrane formation via phase-inversion process. J. Membr. Sci.
2006, 279, 230–237. [CrossRef]

http://dx.doi.org/10.1016/j.eurpolymj.2004.11.022
http://dx.doi.org/10.1021/ie051396w
http://dx.doi.org/10.1021/am800101a
http://dx.doi.org/10.1080/00986449408936245
http://dx.doi.org/10.1016/S0376-7388(00)81536-7
http://dx.doi.org/10.1016/j.jcis.2018.10.064
http://www.ncbi.nlm.nih.gov/pubmed/30408691
http://dx.doi.org/10.1021/ie901616n
http://dx.doi.org/10.1016/j.memsci.2005.09.042
http://dx.doi.org/10.1016/j.memsci.2005.05.015
http://dx.doi.org/10.1016/j.memsci.2007.02.001
http://dx.doi.org/10.1016/j.jiec.2019.01.045
http://dx.doi.org/10.1017/jfm.2019.4
http://dx.doi.org/10.1016/S0011-9164(00)88244-2
http://dx.doi.org/10.1016/j.memsci.2004.06.011
http://dx.doi.org/10.1016/0376-7388(95)00256-1
http://dx.doi.org/10.3390/membranes8020023
http://www.ncbi.nlm.nih.gov/pubmed/29735925
http://dx.doi.org/10.1016/j.memsci.2003.11.026
http://dx.doi.org/10.1016/j.pecs.2017.11.002
http://dx.doi.org/10.1016/S0376-7388(97)00224-X
http://dx.doi.org/10.1016/j.memsci.2007.10.027
http://dx.doi.org/10.1016/j.memsci.2005.12.009


Polymers 2019, 11, 1160 32 of 39

105. Idris, A.; Zain, N.M.; Noordin, M. Synthesis, characterization and performance of asymmetric
polyethersulfone (pes) ultrafiltration membranes with polyethylene glycol of different molecular weights as
additives. Desalination 2007, 207, 324–339. [CrossRef]

106. Xia, Q.-C.; Liu, M.-L.; Cao, X.-L.; Wang, Y.; Xing, W.; Sun, S.-P. Structure design and applications of dual-layer
polymeric membranes. J. Membr. Sci. 2018, 562, 85–111. [CrossRef]

107. Shieh, J.-J.; Chung, T.-S.; Wang, R.; Srinivasan, M.; Paul, D.R. Gas separation performance of poly
(4-vinylpyridine)/polyetherimide composite hollow fibers. J. Membr. Sci. 2001, 182, 111–123. [CrossRef]

108. Li, D.; Chung, T.-S.; Ren, J.; Wang, R. Thickness dependence of macrovoid evolution in wet phase-inversion
asymmetric membranes. Ind. Eng. Chem. Res. 2004, 43, 1553–1556. [CrossRef]

109. Ren, J.; Zhou, J.; Deng, M. Morphology transition of asymmetric polyetherimide flat sheet membranes with
different thickness by wet phase-inversion process. Sep. Purif. Technol. 2010, 74, 119–129. [CrossRef]

110. Yi, Z.; Zhu, L.-P.; Zhao, Y.-F.; Zhu, B.-K.; Xu, Y.-Y. An extending of candidate for the hydrophilic modification
of polysulfone membranes from the compatibility consideration: The polyethersulfone-based amphiphilic
copolymer as an example. J. Membr. Sci. 2012, 390–391, 48–57. [CrossRef]

111. Mousavi, S.M.; Saljoughi, E.; Sheikhi-Kouhsar, M.R. Preparation and characterization of nanoporous
polysulfone membranes with high hydrophilic property using variation in cbt and addition of tetronic-1107
surfactant. J. Appl. Polym. Sci. 2013, 127, 4177–4185. [CrossRef]

112. Mousavi, S.M.; Saljoughi, E.; Ghasemipour, Z.; Hosseini, S.A. Preparation and characterization of modified
polysulfone membranes with high hydrophilic property using variation in coagulation bath temperature
and addition of surfactant. Polym. Eng. Sci. 2012, 52, 2196–2205. [CrossRef]

113. Tsai, H.; Huang, D.; Fan, S.; Wang, Y.; Li, C.; Lee, K.; Lai, J. Investigation of surfactant addition effect on the
vapor permeation of aqueous ethanol mixtures through polysulfone hollow fiber membranes. J. Membr. Sci.
2002, 198, 245–258. [CrossRef]

114. Tsai, H.-A.; Huang, D.-H.; Ruaan, R.-C.; Lai, J.-Y. Mechanical properties of asymmetric polysulfone membranes
containing surfactant as additives. Ind. Eng. Chem. Res. 2001, 40, 5917–5922. [CrossRef]

115. Tsai, H.; Li, L.; Lee, K.; Wang, Y.; Li, C.; Huang, J.; Lai, J. Effect of surfactant addition on the morphology
and pervaporation performance of asymmetric polysulfone membranes. J. Membr. Sci. 2000, 176, 97–103.
[CrossRef]

116. Tsai, H.A.; Ruaan, R.C.; Wang, D.M.; Lai, J.Y. Effect of temperature and span series surfactant on the structure
of polysulfone membranes. J. Appl. Polym. Sci. 2002, 86, 166–173. [CrossRef]

117. Fung-Ching, L.; Da-Ming, W.; Cheng-Lee, L.; Juin-Yih, L. Effect of surfactants on the structure of pmma
membranes. J. Membr. Sci. 1997, 123, 281–291. [CrossRef]

118. Kumar, S.; Terashima, C.; Fujishima, A.; Krishnan, V.; Pitchaimuthu, S. Photocatalytic degradation of organic
pollutants in water using graphene oxide composite. In A New Generation Material Graphene: Applications in
Water Technology; Springer: New York, NY, USA, 2019; pp. 413–438.

119. Ravishankar, H.; Roddick, F.; Navaratna, D.; Jegatheesan, V. Preparation, characterisation and critical flux
determination of graphene oxide blended polysulfone (psf) membranes in an mbr system. J. Environ. Manag.
2018, 213, 168–179. [CrossRef] [PubMed]

120. Julian, H.; Sutrisna, P.D.; Hakim, A.N.; Harsono, H.O.; Hugo, Y.A.; Wenten, I.G. Nano-silica/polysulfone
asymmetric mixed-matrix membranes (mmms) with high CO2 permeance in the application of CO2/N2

separation. Polym. Plast. Technol. Mater. Des. 2018, 58, 1–12. [CrossRef]
121. Aquino, R.R.; Tolentino, M.S.; Angeles, J.V.; Azelle Millano, H. Fabrication and characterization of electrospun

polysulfone (psf)/organo-montmorillonite (o-mmt) nanostructured membranes. Mater. Sci. Forum 2018, 916,
125–129. [CrossRef]

122. Maharubin, S.; Zhou, Y.; Tan, G.Z. Integration of silver nanoparticles and microcurrent for water filtration.
Sep. Purif. Technol. 2019, 212, 57–64. [CrossRef]

123. Fahmey, M.S.; El-Aassar, A.-H.M.; Abo-Elfadel, M.M.; Orabi, A.S.; Das, R. Comparative performance
evaluations of nanomaterials mixed polysulfone: A scale-up approach through vacuum enhanced direct
contact membrane distillation for water desalination. Desalination 2019, 451, 111–116. [CrossRef]

124. Mahmoudi, E.; Ng, L.; Mohammad, A.; Ba-Abbad, M.; Razzaz, Z. Enhancement of polysulfone membrane
with integrated zno nanoparticles for the clarification of sweetwater. Int. J. Environ. Sci. Technol. 2018, 15,
561–570. [CrossRef]

http://dx.doi.org/10.1016/j.desal.2006.08.008
http://dx.doi.org/10.1016/j.memsci.2018.05.033
http://dx.doi.org/10.1016/S0376-7388(00)00560-3
http://dx.doi.org/10.1021/ie034264g
http://dx.doi.org/10.1016/j.seppur.2010.05.014
http://dx.doi.org/10.1016/j.memsci.2011.10.058
http://dx.doi.org/10.1002/app.38006
http://dx.doi.org/10.1002/pen.23179
http://dx.doi.org/10.1016/S0376-7388(01)00661-5
http://dx.doi.org/10.1021/ie010026e
http://dx.doi.org/10.1016/S0376-7388(00)00435-X
http://dx.doi.org/10.1002/app.10932
http://dx.doi.org/10.1016/S0376-7388(96)00243-8
http://dx.doi.org/10.1016/j.jenvman.2018.02.063
http://www.ncbi.nlm.nih.gov/pubmed/29494933
http://dx.doi.org/10.1080/03602559.2018.1520253
http://dx.doi.org/10.4028/www.scientific.net/MSF.916.125
http://dx.doi.org/10.1016/j.seppur.2018.11.016
http://dx.doi.org/10.1016/j.desal.2017.08.020
http://dx.doi.org/10.1007/s13762-017-1413-0


Polymers 2019, 11, 1160 33 of 39

125. Rong, M.Z.; Zhang, M.Q.; Zheng, Y.X.; Zeng, H.M.; Walter, R.; Friedrich, K. Structure–property relationships
of irradiation grafted nano-inorganic particle filled polypropylene composites. Polymer 2001, 42, 167–183.
[CrossRef]

126. Ong, C.B.; Ng, L.Y.; Mohammad, A.W. A review of zno nanoparticles as solar photocatalysts: Synthesis,
mechanisms and applications. Renew. Sustain. Energy Rev. 2018, 81, 536–551. [CrossRef]

127. Rezakazemi, M.; Dashti, A.; Hajilary, N.; Shirazian, S. Organic/silica nanocomposite membranes applicable
to green chemistry. In Sustainable Polymer Composites and Nanocomposites; Springer: New York, NY, USA,
2019; pp. 629–652.

128. Machado, P.; Habert, A.; Borges, C. Membrane formation mechanism based on precipitation kinetics and
membrane morphology: Flat and hollow fiber polysulfone membranes. J. Membr. Sci. 1999, 155, 171–183.
[CrossRef]

129. Ghosh, A.K.; Hoek, E.M.V. Impacts of support membrane structure and chemistry on polyamide–polysulfone
interfacial composite membranes. J. Membr. Sci. 2009, 336, 140–148. [CrossRef]

130. Ghosh, A.K.; Jeong, B.-H.; Huang, X.; Hoek, E.M. Impacts of reaction and curing conditions on polyamide
composite reverse osmosis membrane properties. J. Membr. Sci. 2008, 311, 34–45. [CrossRef]

131. Staude, E. Marcel Mulder: Basic Principles of Membrane Technology; Kluwer Academic Publishers: Dordrecht,
The Netherlands; Boston, MA, USA; London, UK, 1992; Volume 96, pp. 741–742.

132. Mulder, J. Basic Principles of Membrane Technology; Springer Science & Business Media: New York, NY, USA,
2012.

133. Chun, K.-Y.; Jang, S.-H.; Kim, H.-S.; Kim, Y.-W.; Han, H.-S.; Joe, Y.-I. Effects of solvent on the pore formation
in asymmetric 6fda–4, 4′ oda polyimide membrane: Terms of thermodynamics, precipitation kinetics, and
physical factors. J. Membr. Sci. 2000, 169, 197–214. [CrossRef]

134. Zheng, Q.-Z.; Wang, P.; Yang, Y.-N.; Cui, D.-J. The relationship between porosity and kinetics parameter of
membrane formation in psf ultrafiltration membrane. J. Membr. Sci. 2006, 286, 7–11. [CrossRef]

135. Cheng, L.-P.; Young, T.-H.; Fang, L.; Gau, J.-J. Formation of particulate microporous poly(vinylidene fluoride)
membranes by isothermal immersion precipitation from the 1-octanol/dimethylformamide/poly(vinylidene
fluoride) system. Polymer 1999, 40, 2395–2403. [CrossRef]

136. Young, T.-H.; Cheng, L.-P.; Lin, D.-J.; Fane, L.; Chuang, W.-Y. Mechanisms of pvdf membrane formation
by immersion-precipitation in soft (1-octanol) and harsh (water) nonsolvents. Polymer 1999, 40, 5315–5323.
[CrossRef]

137. Kesting, R.E. Synthetic Polymeric Membranes: A Structural Perspectives; John Wiley & Sons, Inc.: New York, NY,
USA, 1985.

138. Lin, D.-J.; Beltsios, K.; Chang, C.-L.; Cheng, L.-P. Fine structure and formation mechanism of particulate
phase-inversion poly(vinylidene fluoride) membranes. J. Polym. Sci. Part B Polym. Phys. 2003, 41, 1578–1588.
[CrossRef]

139. Wang, X.; Zhang, L.; Sun, D.; An, Q.; Chen, H. Effect of coagulation bath temperature on formation mechanism
of poly(vinylidene fluoride) membrane. J. Appl. Polym. Sci. 2008, 110, 1656–1663. [CrossRef]

140. Tomaszewska, M.J.D. Preparation and properties of flat-sheet membranes from poly (vinylidene fluoride)
for membrane. Desalination 1996, 104, 1–11. [CrossRef]

141. Abdel-Karim, A.; Luque-Alled, J.M.; Leaper, S.; Alberto, M.; Fan, X.; Vijayaraghavan, A.; Gad-Allah, T.A.;
El-Kalliny, A.S.; Szekely, G.; Ahmed, S.I. Pvdf membranes containing reduced graphene oxide: Effect of
degree of reduction on membrane distillation performance. Desalination 2019, 452, 196–207. [CrossRef]

142. Kong, J.; Li, K. Preparation of pvdf hollow-fiber membranes via immersion precipitation. J. Appl. Polym. Sci.
2001, 81, 1643–1653. [CrossRef]

143. Fontananova, E.; Jansen, J.C.; Cristiano, A.; Curcio, E.; Drioli, E. Effect of additives in the casting solution on
the formation of pvdf membranes. Desalination 2006, 192, 190–197. [CrossRef]

144. Wang, Y.-P.; Gao, X.-H.; Wang, R.-M.; Liu, H.-G.; Yang, C.; Xiong, Y.-B. Effect of functionalized montmorillonite
addition on the thermal properties and ionic conductivity of pvdf–peg polymer electrolyte. React. Funct.
Polym. 2008, 68, 1170–1177. [CrossRef]

145. Uragami, T.; Naito, Y.; Sugihara, M. Studies on synthesis and permeability of special polymer membranes.
Polym. Bull. 1981, 4, 617–622. [CrossRef]

146. Khayet, M.; Matsuura, T. Preparation and characterization of polyvinylidene fluoride membranes for
membrane distillation. Ind. Eng. Chem. Res. 2001, 40, 5710–5718. [CrossRef]

http://dx.doi.org/10.1016/S0032-3861(00)00325-6
http://dx.doi.org/10.1016/j.rser.2017.08.020
http://dx.doi.org/10.1016/S0376-7388(98)00266-X
http://dx.doi.org/10.1016/j.memsci.2009.03.024
http://dx.doi.org/10.1016/j.memsci.2007.11.038
http://dx.doi.org/10.1016/S0376-7388(99)00336-1
http://dx.doi.org/10.1016/j.memsci.2006.09.033
http://dx.doi.org/10.1016/S0032-3861(98)00462-5
http://dx.doi.org/10.1016/S0032-3861(98)00747-2
http://dx.doi.org/10.1002/polb.10513
http://dx.doi.org/10.1002/app.28169
http://dx.doi.org/10.1016/0011-9164(96)00020-3
http://dx.doi.org/10.1016/j.desal.2018.11.014
http://dx.doi.org/10.1002/app.1595
http://dx.doi.org/10.1016/j.desal.2005.09.021
http://dx.doi.org/10.1016/j.reactfunctpolym.2008.04.002
http://dx.doi.org/10.1007/BF00256290
http://dx.doi.org/10.1021/ie010553y


Polymers 2019, 11, 1160 34 of 39

147. Khayet, M.; Feng, C.Y.; Khulbe, K.C.; Matsuura, T. Study on the effect of a non-solvent additive on the
morphology and performance of ultrafiltration hollow-fiber membranes. Desalination 2002, 148, 321–327.
[CrossRef]

148. Caicedo-Casso, E.; Sargent, J.; Dorin, R.M.; Wiesner, U.B.; Phillip, W.A.; Boudouris, B.W.; Erk, K.A. A
rheometry method to assess the evaporation-induced mechanical strength development of polymer solutions
used for membrane applications. J. Appl. Polym. Sci. 2019, 136, 47038. [CrossRef]

149. Peinemann, K.-V.; Abetz, V.; Simon, P.F.W. Asymmetric superstructure formed in a block copolymer via
phase separation. Nat. Mater. 2007, 6, 992. [CrossRef]

150. Nunes, S.P.; Sougrat, R.; Hooghan, B.; Anjum, D.H.; Behzad, A.R.; Zhao, L.; Pradeep, N.; Pinnau, I.; Vainio, U.;
Peinemann, K.-V. Ultraporous films with uniform nanochannels by block copolymer micelles assembly.
Macromolecules 2010, 43, 8079–8085. [CrossRef]

151. Nunes, S.P.; Behzad, A.R.; Hooghan, B.; Sougrat, R.; Karunakaran, M.; Pradeep, N.; Vainio, U.;
Peinemann, K.-V. Switchable ph-responsive polymeric membranes prepared via block copolymer micelle
assembly. Acs Nano 2011, 5, 3516–3522. [CrossRef]

152. Nunes, S.P.; Karunakaran, M.; Pradeep, N.; Behzad, A.R.; Hooghan, B.; Sougrat, R.; He, H.; Peinemann, K.-V.
From micelle supramolecular assemblies in selective solvents to isoporous membranes. Langmuir 2011, 27,
10184–10190. [CrossRef]

153. Gu, Y.; Dorin, R.M.; Tan, K.W.; Smilgies, D.-M.; Wiesner, U. In situ study of evaporation-induced surface
structure evolution in asymmetric triblock terpolymer membranes. Macromolecules 2016, 49, 4195–4201.
[CrossRef]

154. Rangou, S.; Buhr, K.; Filiz, V.; Clodt, J.I.; Lademann, B.; Hahn, J.; Jung, A.; Abetz, V. Self-organized isoporous
membranes with tailored pore sizes. J. Membr. Sci. 2014, 451, 266–275. [CrossRef]

155. Dorin, R.M.; Sai, H.; Wiesner, U. Hierarchically porous materials from block copolymers. Chem. Mater. 2013,
26, 339–347. [CrossRef]

156. Sargent, J.L.; Hoss, D.J.; Phillip, W.A.; Boudouris, B.W. Solution self-assembly behavior of a-b-c triblock
polymers and the implications for nanoporous membrane fabrication. J. Appl. Polym. Sci. 2018, 135, 45531.
[CrossRef]

157. Phillip, W.A.; Dorin, R.M.; Werner, J.; Hoek, E.M.V.; Wiesner, U.; Elimelech, M. Tuning structure and
properties of graded triblock terpolymer-based mesoporous and hybrid films. Nano Lett. 2011, 11, 2892–2900.
[CrossRef] [PubMed]

158. Phillip, W.A.; Hillmyer, M.A.; Cussler, E.L. Cylinder orientation mechanism in block copolymer thin films
upon solvent evaporation. Macromolecules 2010, 43, 7763–7770. [CrossRef]

159. Matsuyama, H.; Takida, Y.; Maki, T.; Teramoto, M. Preparation of porous membrane by combined use of
thermally induced phase separation and immersion precipitation. Polymer 2002, 43, 5243–5248. [CrossRef]

160. Jung, J.T.; Kim, J.F.; Wang, H.H.; di Nicolo, E.; Drioli, E.; Lee, Y.M. Understanding the non-solvent induced
phase separation (nips) effect during the fabrication of microporous pvdf membranes via thermally induced
phase separation (tips). J. Membr. Sci. 2016, 514, 250–263. [CrossRef]

161. Hassankiadeh, N.T.; Cui, Z.; Kim, J.H.; Shin, D.W.; Lee, S.Y.; Sanguineti, A.; Arcella, V.; Lee, Y.M.; Drioli, E.
Microporous poly(vinylidene fluoride) hollow fiber membranes fabricated with polarclean as water-soluble
green diluent and additives. J. Membr. Sci. 2015, 479, 204–212. [CrossRef]

162. Xiao, T.; Wang, P.; Yang, X.; Cai, X.; Lu, J. Fabrication and characterization of novel asymmetric polyvinylidene
fluoride (pvdf) membranes by the nonsolvent thermally induced phase separation (ntips) method for
membrane distillation applications. J. Membr. Sci. 2015, 489, 160–174. [CrossRef]

163. Wu, L.; Sun, J. An improved process for polyvinylidene fluoride membrane preparation by using a water
soluble diluent via thermally induced phase separation technique. Mater. Des. 2015, 86, 204–214. [CrossRef]

164. Liu, F.; Tao, M.-M.; Xue, L.-X. Pvdf membranes with inter-connected pores prepared via a nat-ips process.
Desalination 2012, 298, 99–105. [CrossRef]

165. Wu, L.; Sun, J. Structure and properties of pvdf membrane with pes-c addition via thermally induced phase
separation process. Appl. Surf. Sci. 2014, 322, 101–110. [CrossRef]

166. Li, X.; Wang, Y.; Lu, X.; Xiao, C. Morphology changes of polyvinylidene fluoride membrane under different
phase separation mechanisms. J. Membr. Sci. 2008, 320, 477–482. [CrossRef]

http://dx.doi.org/10.1016/S0011-9164(02)00724-5
http://dx.doi.org/10.1002/app.47038
http://dx.doi.org/10.1038/nmat2038
http://dx.doi.org/10.1021/ma101531k
http://dx.doi.org/10.1021/nn200484v
http://dx.doi.org/10.1021/la201439p
http://dx.doi.org/10.1021/acs.macromol.6b00265
http://dx.doi.org/10.1016/j.memsci.2013.10.015
http://dx.doi.org/10.1021/cm4024056
http://dx.doi.org/10.1002/app.45531
http://dx.doi.org/10.1021/nl2013554
http://www.ncbi.nlm.nih.gov/pubmed/21648394
http://dx.doi.org/10.1021/ma1012946
http://dx.doi.org/10.1016/S0032-3861(02)00409-3
http://dx.doi.org/10.1016/j.memsci.2016.04.069
http://dx.doi.org/10.1016/j.memsci.2015.01.031
http://dx.doi.org/10.1016/j.memsci.2015.03.081
http://dx.doi.org/10.1016/j.matdes.2015.07.053
http://dx.doi.org/10.1016/j.desal.2012.05.016
http://dx.doi.org/10.1016/j.apsusc.2014.10.083
http://dx.doi.org/10.1016/j.memsci.2008.04.033


Polymers 2019, 11, 1160 35 of 39

167. Xu, H.-P.; Lang, W.-Z.; Zhang, X.; Guo, Y.-J. Preparation and characterizations of charged pvdf membranes
via composite thermally induced phase separation (c-tips) method. J. Ind. Eng. Chem. 2015, 21, 1005–1013.
[CrossRef]

168. Liu, J.; Lu, X.; Li, J.; Wu, C. Preparation and properties of poly (vinylidene fluoride) membranes via the low
temperature thermally induced phase separation method. J. Polym. Res. 2014, 21, 1–16. [CrossRef]

169. Lee, J.; Park, B.; Kim, J.; Park, S. Effect of pvp, lithium chloride, and glycerol additives on pvdf dual-layer
hollow fiber membranes fabricated using simultaneous spinning of tips and nips. Macromol. Res. 2015, 23,
291–299. [CrossRef]

170. Fang, C.; Jeon, S.; Rajabzadeh, S.; Cheng, L.; Fang, L.; Matsuyama, H. Tailoring the surface pore size of
hollow fiber membranes in the tips process. J. Mater. Chem. A 2018, 6, 535–547. [CrossRef]

171. Fang, C.; Jeon, S.; Rajabzadeh, S.; Fang, L.; Cheng, L.; Matsuyama, H. Tailoring both the surface pore size
and sub-layer structures of pvdf membranes prepared by the tips process with a triple orifice spinneret. J.
Mater. Chem. A 2018, 6, 20712–20724. [CrossRef]

172. Zhao, J.; Chong, J.Y.; Shi, L.; Wang, R. Explorations of combined nonsolvent and thermally induced phase
separation (n-tips) method for fabricating novel pvdf hollow fiber membranes using mixed diluents. J.
Membr. Sci. 2019, 572, 210–222. [CrossRef]

173. Setiawan, L.; Shi, L.; Krantz, W.B.; Wang, R. Explorations of delamination and irregular structure in
poly(amide-imide)-polyethersulfone dual layer hollow fiber membranes. J. Membr. Sci. 2012, 423–424, 73–84.
[CrossRef]

174. Zsigismondy, R.; Bachmann, W. Ûber neue filter z anorg. Allg. Chem. 1918, 103, 119. [CrossRef]
175. Elford, W. Principles governing the preparation of membranes having graded porosities. The properties of

“gradocol” membranes as ultrafilters. Trans. Faraday Soc. 1937, 33, 1094–1104. [CrossRef]
176. Sasaki, J.; Naruo, K. Asymmetric Micro-Porous Membrane Containing a Layer of Minimum Size Pores Below

the Surface Thereof. U.S. Patent 4,933,081, 12 June 1990.
177. Kraus, M.; Heisler, M.; Katsnelson, I.; Velazques, D. Filtration Membranes and Method of Making the Same.

U.S. Patent 4,900,449, 13 February 1990.
178. Van Rijn, C.J.M.; Vogelaar, L.; Nijdam, W.; Barsema, J.N.; Wessling, M. Method of Making a Product with a

Micro or Nano Sized Structure and Product. U.S. Patent 7,531,120, 12 May 2009.
179. Deratani, A.; Quemener, D.; Booyer, D.; Pochat-Bohatier, C.; Li, C.-L.; Lai, J.-Y.; Wang, D.-M. Pvdf membranes

having a superhydrophobic surface. U.S. Patents Application 13/988,517, 21 November 2013.
180. Zeman, L.J.; Zydney, A.L. Microfiltration and Ultrafiltration: Principles and Applications; CRC Press: Boca Raton,

FL, USA, 1996.
181. Tasselli, F.; Jansen, J.; Sidari, F.; Drioli, E. Morphology and transport property control of modified poly (ether

ether ketone)(peekwc) hollow fiber membranes prepared from peekwc/pvp blends: Influence of the relative
humidity in the air gap. J. Membr. Sci. 2005, 255, 13–22. [CrossRef]

182. Ma, D.; McHugh, A.J. The interplay of phase inversion and membrane formation in the drug release
characteristics of a membrane-based delivery system. J. Membr. Sci. 2007, 298, 156–168. [CrossRef]

183. Peng, N.; Chung, T.-S.; Chng, M.L.; Aw, W. Evolution of ultra-thin dense-selective layer from single-layer to
dual-layer hollow fibers using novel extem® polyetherimide for gas separation. J. Membr. Sci. 2010, 360,
48–57. [CrossRef]

184. Widjojo, N.; Chung, T.S.; Krantz, W.B. A morphological and structural study of ultem/p84 copolyimide
dual-layer hollow fiber membranes with delamination-free morphology. J. Membr. Sci. 2007, 294, 132–146.
[CrossRef]

185. Wu, F.; Xu, Z.; Wang, Z.; Shi, Y.; Li, L.; Zhang, Z. Membrane-based air separation for catalytic oxidation of
isolongifolene. Chem. Eng. J. 2010, 158, 426–430. [CrossRef]

186. Ye, Q.; Cheng, L.; Zhang, L.; Xing, L.; Chen, H. Preparation of symmetric network pvdf membranes for protein
adsorption via vapor-induced phase separation. J. Macromol. Sci. Part B 2011, 50, 2004–2022. [CrossRef]

187. Venault, A.; Chang, Y.; Wang, D.-M.; Bouyer, D. A review on polymeric membranes and hydrogels prepared
by vapor-induced phase separation process. Polym. Rev. 2013, 53, 568–626. [CrossRef]

188. Han, M.-J.; Bhattacharyya, D. Changes in morphology and transport characteristics of polysulfone membranes
prepared by different demixing conditions. J. Membr. Sci. 1995, 98, 191–200. [CrossRef]

189. Park, H.C.; Kim, Y.P.; Kim, H.Y.; Kang, Y.S. Membrane formation by water vapor induced phase inversion. J.
Membr. Sci. 1999, 156, 169–178. [CrossRef]

http://dx.doi.org/10.1016/j.jiec.2014.05.009
http://dx.doi.org/10.1007/s10965-014-0568-3
http://dx.doi.org/10.1007/s13233-015-3037-x
http://dx.doi.org/10.1039/C7TA08295A
http://dx.doi.org/10.1039/C8TA07603K
http://dx.doi.org/10.1016/j.memsci.2018.11.015
http://dx.doi.org/10.1016/j.memsci.2012.07.030
http://dx.doi.org/10.1002/zaac.19181030107
http://dx.doi.org/10.1039/TF9373301094
http://dx.doi.org/10.1016/j.memsci.2005.01.014
http://dx.doi.org/10.1016/j.memsci.2007.04.013
http://dx.doi.org/10.1016/j.memsci.2010.04.046
http://dx.doi.org/10.1016/j.memsci.2007.02.026
http://dx.doi.org/10.1016/j.cej.2010.01.012
http://dx.doi.org/10.1080/00222348.2011.557606
http://dx.doi.org/10.1080/15583724.2013.828750
http://dx.doi.org/10.1016/0376-7388(94)00181-W
http://dx.doi.org/10.1016/S0376-7388(98)00359-7


Polymers 2019, 11, 1160 36 of 39

190. Lee, H.J.; Jung, B.; Kang, Y.S.; Lee, H. Phase separation of polymer casting solution by nonsolvent vapor. J.
Membr. Sci. 2004, 245, 103–112. [CrossRef]

191. Tsai, H.; Kuo, C.; Lin, J.; Wang, D.; Deratani, A.; Pochat-Bohatier, C.; Lee, K.; Lai, J. Morphology control of
polysulfone hollow fiber membranes via water vapor induced phase separation. J. Membr. Sci. 2006, 278,
390–400. [CrossRef]

192. Su, Y.; Kuo, C.; Wang, D.; Lai, J.; Deratani, A.; Pochat, C.; Bouyer, D. Interplay of mass transfer, phase
separation, and membrane morphology in vapor-induced phase separation. J. Membr. Sci. 2009, 338, 17–28.
[CrossRef]

193. Han, M.-J.; Nam, S.-T. Thermodynamic and rheological variation in polysulfone solution by pvp and its
effect in the preparation of phase inversion membrane. J. Membr. Sci. 2002, 202, 55–61. [CrossRef]

194. Zhao, S.; Wang, Z.; Wei, X.; Tian, X.; Wang, J.; Yang, S.; Wang, S. Comparison study of the effect of pvp and
pani nanofibers additives on membrane formation mechanism, structure and performance. J. Membr. Sci.
2011, 385, 110–122. [CrossRef]

195. Venault, A.; Chang, Y.; Wang, D.-M.; Bouyer, D.; Higuchi, A.; Lai, J.-Y. Pegylation of anti-biofouling
polysulfone membranes via liquid-and vapor-induced phase separation processing. J. Membr. Sci. 2012, 403,
47–57. [CrossRef]

196. Venault, A.; Chang, Y. Surface hydrophilicity and morphology control of anti-biofouling polysulfone
membranes via vapor-induced phase separation processing. J. Nanosci. Nanotechnol. 2013, 13, 2656–2666.
[CrossRef]

197. Matsuyama, H.; Teramoto, M.; Nakatani, R.; Maki, T. Membrane formation via phase separation induced by
penetration of nonsolvent from vapor phase. I. Phase diagram and mass transfer process. J. Appl. Polym. Sci.
1999, 74, 159–170. [CrossRef]

198. Zhao, N.; Zhang, X.; Zhang, X.; Xu, J. Simultaneous tuning of chemical composition and topography of
copolymer surfaces: Micelles as building blocks. ChemPhysChem 2007, 8, 1108–1114. [CrossRef] [PubMed]

199. Di Luccio, M.; Nobrega, R.; Borges, C.P. Microporous anisotropic phase inversion membranes from bisphenol-a
polycarbonate: Study of a ternary system. Polymer 2000, 41, 4309–4315. [CrossRef]

200. Sun, H.; Liu, S.; Ge, B.; Xing, L.; Chen, H. Cellulose nitrate membrane formation via phase separation induced
by penetration of nonsolvent from vapor phase. J. Membr. Sci. 2007, 295, 2–10. [CrossRef]

201. Gironès, M.; Akbarsyah, I.J.; Nijdam, W.; van Rijn, C.J.M.; Jansen, H.V.; Lammertink, R.G.H.; Wessling, M.
Polymeric microsieves produced by phase separation micromolding. J. Membr. Sci. 2006, 283, 411–424.
[CrossRef]

202. Tsai, H.; Lin, J.; Wang, D.; Lee, K.; Lai, J. Effect of vapor-induced phase separation on the morphology and
separation performance of polysulfone hollow fiber membranes. Desalination 2006, 200, 247–249. [CrossRef]

203. Zeleny, J. The electrical discharge from liquid points, and a hydrostatic method of measuring the electric
intensity at their surfaces. Phys. Rev. 1914, 3, 69. [CrossRef]

204. Anton, F. Method and Apparatus for the Production of Fibers. US2123992A, 19 July 1938.
205. Anton, F. Method and Apparatus for Spinning. US2160962A, 6 June 1939.
206. Anton, F. Artificial Thread and Method of Producing Same. US2187306A, 16 January 1940.
207. Bhardwaj, N.; Kundu, S.C. Electrospinning: A fascinating fiber fabrication technique. Biotechnol. Adv. 2010,

28, 325–347. [CrossRef] [PubMed]
208. Raghavan, P.; Lim, D.-H.; Ahn, J.-H.; Nah, C.; Sherrington, D.C.; Ryu, H.-S.; Ahn, H.-J. Electrospun polymer

nanofibers: The booming cutting edge technology. React. Funct. Polym. 2012, 72, 915–930. [CrossRef]
209. Yuan, X.; Zhang, Y.; Dong, C.; Sheng, J. Morphology of ultrafine polysulfone fibers prepared by electrospinning.

Polym. Int. 2004, 53, 1704–1710. [CrossRef]
210. Demir, M.M.; Yilgor, I.; Yilgor, E.; Erman, B. Electrospinning of polyurethane fibers. Polymer 2002, 43,

3303–3309. [CrossRef]
211. Dalton, P.D.; Lleixà Calvet, J.; Mourran, A.; Klee, D.; Möller, M. Melt electrospinning of poly-(ethylene

glycol-block- ε-caprolactone). Biotechnol. J. Healthc. Nutr. Technol. 2006, 1, 998–1006.
212. Van Do, C.; Nguyen, T.T.T.; Park, J.S. Fabrication of polyethylene glycol/polyvinylidene fluoride core/shell

nanofibers via melt electrospinning and their characteristics. Sol. Energy Mater. Sol. Cells 2012, 104, 131–139.
[CrossRef]

http://dx.doi.org/10.1016/j.memsci.2004.08.006
http://dx.doi.org/10.1016/j.memsci.2005.11.029
http://dx.doi.org/10.1016/j.memsci.2009.03.050
http://dx.doi.org/10.1016/S0376-7388(01)00718-9
http://dx.doi.org/10.1016/j.memsci.2011.09.029
http://dx.doi.org/10.1016/j.memsci.2012.02.019
http://dx.doi.org/10.1166/jnn.2013.7359
http://dx.doi.org/10.1002/(SICI)1097-4628(19991003)74:1&lt;159::AID-APP20&gt;3.0.CO;2-S
http://dx.doi.org/10.1002/cphc.200700032
http://www.ncbi.nlm.nih.gov/pubmed/17436347
http://dx.doi.org/10.1016/S0032-3861(99)00653-9
http://dx.doi.org/10.1016/j.memsci.2007.02.019
http://dx.doi.org/10.1016/j.memsci.2006.07.016
http://dx.doi.org/10.1016/j.desal.2006.03.313
http://dx.doi.org/10.1103/PhysRev.3.69
http://dx.doi.org/10.1016/j.biotechadv.2010.01.004
http://www.ncbi.nlm.nih.gov/pubmed/20100560
http://dx.doi.org/10.1016/j.reactfunctpolym.2012.08.018
http://dx.doi.org/10.1002/pi.1538
http://dx.doi.org/10.1016/S0032-3861(02)00136-2
http://dx.doi.org/10.1016/j.solmat.2012.04.029


Polymers 2019, 11, 1160 37 of 39

213. Al-Qadhi, M.; Merah, N.; Matin, A.; Abu-Dheir, N.; Khaled, M.; Youcef-Toumi, K. Preparation of
superhydrophobic and self-cleaning polysulfone non-wovens by electrospinning: Influence of process
parameters on morphology and hydrophobicity. J. Polym. Res. 2015, 22, 1–9. [CrossRef]

214. Aydemir Sezer, U.; Ozturk, K.; Aru, B.; Yanıkkaya Demirel, G.; Sezer, S. A design achieved by coaxial
electrospinning of polysulfone and sulfonated polysulfone as a core-shell structure to optimize mechanical
strength and hemocompatibility. Surf. Interfaces 2018, 10, 176–187. [CrossRef]

215. Mazoochi, T.; Hamadanian, M.; Ahmadi, M.; Jabbari, V. Investigation on the morphological characteristics of
nanofiberous membrane as electrospun in the different processing parameters. Int. J. Ind. Chem. 2012, 3, 1–8.
[CrossRef]

216. Yao, Y.; Zhu, P.; Ye, H.; Niu, A.; Gao, X.; Wu, D. Polysulfone nanofibers prepared by electrospinning and
gas/jet-electrospinning. Front. Chem. China 2006, 1, 334–339. [CrossRef]

217. Ohkawa, K.; Kim, H.; Lee, K.; Yamamoto, H. Electrospun Non-Woven Fabrics of Poly (ε-caprolactone) and Their
Biodegradation by Pure Cultures of Soil Filamentous Fungi; Macromolecular Symposia; Wiley Online Library:
Weinheim, Germany, 2004; pp. 301–306.

218. Huang, L.; Bui, N.N.; Manickam, S.S.; McCutcheon, J.R. Controlling electrospun nanofiber morphology and
mechanical properties using humidity. J. Polym. Sci. Part B-Polym. Phys. 2011, 49, 1734–1744. [CrossRef]

219. Yang, Q.; Li, Z.; Hong, Y.; Zhao, Y.; Qiu, S.; Wang, C.; Wei, Y. Influence of solvents on the formation of
ultrathin uniform poly(vinyl pyrrolidone) nanofibers with electrospinning. J. Polym. Sci. Part B Polym. Phys.
2004, 42, 3721–3726. [CrossRef]

220. Zong, X.; Kim, K.; Fang, D.; Ran, S.; Hsiao, B.S.; Chu, B. Structure and process relationship of electrospun
bioabsorbable nanofiber membranes. Polymer 2002, 43, 4403–4412. [CrossRef]

221. Jalili, R.; Hosseini, S.A.A.; Morshed, M. The effects of operating parameters on the morphology of electrospun
polyacrilonitrile nanofibres. Iran. Polym. J. 2005, 14, 1074–1081.

222. Santhosh, S.; Prabu, S.B. Nano hydroxyapatite–polysulfone coating on ti-6al-4v substrate by electrospinning.
Int. J. Mater. Res. 2013, 104, 1254–1262. [CrossRef]

223. Greiner, A.; Wendorff, J.H. Electrospinning: A fascinating method for the preparation of ultrathin fibers.
Angew. Chem. Int. Ed. 2007, 46, 5670–5703. [CrossRef] [PubMed]

224. Rim, N.G.; Shin, C.S.; Shin, H. Current approaches to electrospun nanofibers for tissue engineering. Biomed.
Mater. 2013, 8, 014102. [CrossRef] [PubMed]

225. Teo, W.E.; Ramakrishna, S. A review on electrospinning design and nanofibre assemblies. Nanotechnology
2006, 17, R89. [CrossRef] [PubMed]

226. Ding, J.; Zhang, J.; Li, J.; Li, D.; Xiao, C.; Xiao, H.; Yang, H.; Zhuang, X.; Chen, X. Electrospun polymer
biomaterials. Prog. Polym. Sci. 2019. [CrossRef]

227. Nuraje, N.; Khan, W.S.; Lei, Y.; Ceylan, M.; Asmatulu, R. Superhydrophobic electrospun nanofibers. J. Mater.
Chem. A 2013, 1, 1929–1946. [CrossRef]

228. Lin, T. Nanofibers-Production, Properties and Functional Applications; InTech: Rijeka, Croatia, 2011.
229. Kurtz, I.; Schiffman, J. Current and emerging approaches to engineer antibacterial and antifouling electrospun

nanofibers. Mater. Des. 2018, 11, 1059. [CrossRef] [PubMed]
230. Ding, Y.; Li, W.; Correia, A.; Yang, Y.; Zheng, K.; Liu, D.; Schubert, D.W.; Boccaccini, A.R.; Santos, H.A.;

Roether, J.A. Electrospun polyhydroxybutyrate/poly (ε-caprolactone)/sol–gel-derived silica hybrid scaffolds
with drug releasing function for bone tissue engineering applications. Acs Appl. Mater. Interfaces 2018, 10,
14540–14548. [CrossRef] [PubMed]

231. Garg, K.; Bowlin, G.L. Electrospinning jets and nanofibrous structures. Biomicrofluidics 2011, 5, 013403.
[CrossRef] [PubMed]

232. Luo, C.; Stoyanov, S.D.; Stride, E.; Pelan, E.; Edirisinghe, M. Electrospinning versus fibre production methods:
From specifics to technological convergence. Chem. Soc. Rev. 2012, 41, 4708–4735. [CrossRef] [PubMed]

233. Lee, J.K.Y.; Chen, N.; Peng, S.; Li, L.; Tian, L.; Thakor, N.; Ramakrishna, S. Polymer-based composites by
electrospinning: Preparation & functionalization with nanocarbons. Prog. Polym. Sci. 2018, 86, 40–84.

234. Ince-Gunduz, B.S.; Alpern, R.; Amare, D.; Crawford, J.; Dolan, B.; Jones, S.; Kobylarz, R.; Reveley, M.; Cebe, P.
Impact of nanosilicates on poly(vinylidene fluoride) crystal polymorphism: Part 1. Melt-crystallization at
high supercooling. Polymer 2010, 51, 1485–1493. [CrossRef]

http://dx.doi.org/10.1007/s10965-015-0844-x
http://dx.doi.org/10.1016/j.surfin.2017.10.009
http://dx.doi.org/10.1186/2228-5547-3-2
http://dx.doi.org/10.1007/s11458-006-0041-4
http://dx.doi.org/10.1002/polb.22371
http://dx.doi.org/10.1002/polb.20222
http://dx.doi.org/10.1016/S0032-3861(02)00275-6
http://dx.doi.org/10.3139/146.110974
http://dx.doi.org/10.1002/anie.200604646
http://www.ncbi.nlm.nih.gov/pubmed/17585397
http://dx.doi.org/10.1088/1748-6041/8/1/014102
http://www.ncbi.nlm.nih.gov/pubmed/23472258
http://dx.doi.org/10.1088/0957-4484/17/14/R01
http://www.ncbi.nlm.nih.gov/pubmed/19661572
http://dx.doi.org/10.1016/j.progpolymsci.2019.01.002
http://dx.doi.org/10.1039/C2TA00189F
http://dx.doi.org/10.3390/ma11071059
http://www.ncbi.nlm.nih.gov/pubmed/29932127
http://dx.doi.org/10.1021/acsami.8b02656
http://www.ncbi.nlm.nih.gov/pubmed/29624366
http://dx.doi.org/10.1063/1.3567097
http://www.ncbi.nlm.nih.gov/pubmed/21522493
http://dx.doi.org/10.1039/c2cs35083a
http://www.ncbi.nlm.nih.gov/pubmed/22618026
http://dx.doi.org/10.1016/j.polymer.2010.01.011


Polymers 2019, 11, 1160 38 of 39

235. Ince-Gunduz, B.S.; Burke, K.; Koplitz, M.; Meleski, M.; Sagiv, A.; Cebe, P. Impact of nanosilicates on
poly(vinylidene fluoride) crystal polymorphism: Part 2. Melt-crystallization at low supercooling. J. Macromol.
Sci. Part A Pure Appl. Chem. 2010, 47, 1208–1219. [CrossRef]

236. Kim, G.H.; Hong, S.M.; Seo, Y. Piezoelectric properties of poly(vinylidene fluoride) and carbon nanotube
blends: B-phase development. Phys. Chem. Chem. Phys. 2009, 11, 10506–10512. [CrossRef] [PubMed]

237. Ramasundaram, S.; Yoon, S.; Kim, K.J.; Park, C. Preferential formation of electroactive crystalline phases in
poly(vinylidene fluoride)/organically modified silicate nanocomposites. J. Polym. Sci. Part B Polym. Phys.
2008, 46, 2173–2187. [CrossRef]

238. Gong, W.; Wei, S.; Ruan, S.; Shen, C. Electrospun coaxial ppesk/pvdf fibrous membranes with thermal
shutdown property used for lithium-ion batteries. Mater. Lett. 2019, 244, 126–129. [CrossRef]

239. Nasir, M.; Matsumoto, H.; Danno, T.; Minagawa, M.; Irisawa, T.; Shioya, M.; Tanioka, A. Control of diameter,
morphology, and structure of pvdf nanofiber fabricated by electrospray deposition. J. Polym. Sci. Part B
Polym. Phys. 2006, 44, 779–786. [CrossRef]

240. Gopi, S.; Kargl, R.; Kleinschek, K.S.; Pius, A.; Thomas, S. Chitin nanowhisker–inspired electrospun pvdf
membrane for enhanced oil-water separation. J. Environ. Manag. 2018, 228, 249–259. [CrossRef] [PubMed]

241. Li, K.; Hou, D.; Fu, C.; Wang, K.; Wang, J. Fabrication of pvdf nanofibrous hydrophobic composite membranes
reinforced with fabric substrates via electrospinning for membrane distillation desalination. J. Environ. Sci.
2019, 75, 277–288. [CrossRef] [PubMed]

242. Zahari, A.M.; Shuo, C.W.; Sathishkumar, P.; Yusoff, A.R.M.; Gu, F.L.; Buang, N.A.; Lau, W.-J.; Gohari, R.J.;
Yusop, Z. A reusable electrospun pvdf-pvp-mno2 nanocomposite membrane for bisphenol a removal from
drinking water. J. Environ. Chem. Eng. 2018, 6, 5801–5811. [CrossRef]

243. Barth, W.; Dahl, L.; Glatz, J.; Groening, L.; Richter, S.; Yaramishev, S. Development of the unilac towards a
megawatt beam injector. Linaclübeckgermany 2004, 103, 246.

244. Toimil-Molares, M.E. Characterization and properties of micro-and nanowires of controlled size, composition,
and geometry fabricated by electrodeposition and ion-track technology. Beilstein J. Nanotechnol. 2012, 3,
860–883. [CrossRef] [PubMed]

245. Trautmann, C.; Bouffard, S.; Spohr, R. Etching threshold for ion tracks in polyimide. Nucl. Instrum. Methods
Phys. Res. Sect. B Beam Interact. Mater. At. 1996, 116, 429–433. [CrossRef]

246. Golovkov, V.; Sokhoreva, V.; Sigfusson, T. Formation of chemically resistant track membranes based on
polyvinylidene fluoride. Pet. Chem. 2012, 52, 462–464. [CrossRef]

247. Cuscito, O.; Clochard, M.C.; Esnouf, S.; Betz, N.; Lairez, D. Nanoporous β-pvdf membranes with selectively
functionalized pores. Nucl. Inst. Methods Phys. Res. B 2007, 265, 309–313. [CrossRef]

248. Grasselli, M.; Betz, N. Making porous membranes by chemical etching of heavy-ion tracks in β-pvdf films.
Nucl. Inst. Methods Phys. Res. B 2005, 236, 501–507. [CrossRef]

249. Komaki, Y. Growth of fine holes by the chemical etching of fission tracks in polyvinylidene fluoride. Nucl.
Tracks 1979, 3, 33–44. [CrossRef]

250. Zhao, C.D.; Vater, P.; Brandt, R. Further studies on the production of pvdf nuclear track microfilters. Int. J.
Radiat. Appl. Instrum. Part D Nucl. Tracks Radiat. Meas. 1991, 19, 829–834. [CrossRef]

251. Bessbousse, H.; Nandhakumar, I.; Decker, M.; Barsbay, M.; Cuscito, O.; Lairez, D.; Clochard, M.C.; Wade, T.
Functionalized nanoporous track-etched beta-pvdf membrane electrodes for lead(ii) determination by square
wave anodic stripping voltammetry. Anal. Methods 2011, 3, 1351–1359. [CrossRef]

252. Rohani, R.; Yamaki, T.; Koshikawa, H.; Takahashi, S.; Hasegawa, S.; Asano, M.; Maekawa, Y.; Voss, K.-O.;
Trautmann, C.; Neumann, R. Enhancement of etch rate for preparation of nano-sized ion-track membranes
of poly(vinylidene fluoride): Effect of pretreatment and high-let beam irradiation. Nucl. Instrum. Methods
Phys. Res. Sect. B Beam Interact. Mater. At. 2009, 267, 554–557. [CrossRef]

253. Daubresse, C.; Sergent-Engelen, T.; Ferain, E.; Schneider, Y.J.; Legras, R. Characterisation of energetic heavy
ion track in pvdf: Production of pvdf track-etched membrane and application. Nucl. Instrum. Methods Phys.
Res. Sect. B Beam Interact. Mater. At. 1995, 105, 126–129. [CrossRef]

254. Nuryanthi, N.; Yamaki, T.; Koshikawa, H.; Asano, M.; Sawada, S.; Hasegawa, S.; Maekawa, Y.; Katsumura, Y.
Applied-voltage dependence on conductometric track etching of poly(vinylidene fluoride) films. Nucl.
Instrum. Methods Phys. Res. Sect. B Beam Interact. Mater. At. 2013, 314, 95–98. [CrossRef]

255. Fleischer, R.L.; Price, P.B.; Walker, R.M.; Walker, R.M. Nuclear Tracks in Solids: Principles and Applications; Univ
of California Press: Oakland, CA, USA, 1975.

http://dx.doi.org/10.1080/10601325.2010.518858
http://dx.doi.org/10.1039/b912801h
http://www.ncbi.nlm.nih.gov/pubmed/19890538
http://dx.doi.org/10.1002/polb.21550
http://dx.doi.org/10.1016/j.matlet.2019.02.009
http://dx.doi.org/10.1002/polb.20737
http://dx.doi.org/10.1016/j.jenvman.2018.09.039
http://www.ncbi.nlm.nih.gov/pubmed/30227337
http://dx.doi.org/10.1016/j.jes.2018.04.002
http://www.ncbi.nlm.nih.gov/pubmed/30473293
http://dx.doi.org/10.1016/j.jece.2018.08.073
http://dx.doi.org/10.3762/bjnano.3.97
http://www.ncbi.nlm.nih.gov/pubmed/23365800
http://dx.doi.org/10.1016/0168-583X(96)00083-3
http://dx.doi.org/10.1134/S0965544112070055
http://dx.doi.org/10.1016/j.nimb.2007.08.089
http://dx.doi.org/10.1016/j.nimb.2005.04.027
http://dx.doi.org/10.1016/0191-278X(79)90027-1
http://dx.doi.org/10.1016/1359-0189(91)90325-C
http://dx.doi.org/10.1039/c1ay05038a
http://dx.doi.org/10.1016/j.nimb.2008.12.005
http://dx.doi.org/10.1016/0168-583X(95)00529-3
http://dx.doi.org/10.1016/j.nimb.2013.05.035


Polymers 2019, 11, 1160 39 of 39

256. Guo, J.; Berbano, S.S.; Guo, H.; Baker, A.L.; Lanagan, M.T.; Randall, C.A. Cold sintering process of composites:
Bridging the processing temperature gap of ceramic and polymer materials. Adv. Funct. Mater. 2016, 26,
7115–7121. [CrossRef]

257. Dickey, C.A.; Mcdaniel, J.E. Method of Producing Spherical Thermoplastic Particles. U.S. Patent 3,896,196, 22
July 1975.

258. Georlette, P.; Leva, J. Composition Comprising a Vinylidene Fluoride Polymer and a Blowing Agent. U.S.
Patent 4,425,443, 10 January 1984.

259. Jon-Paul, M.; Kang, X.; Floyd, R.; Dickey, E.; Guo, H.; Guo, J.; Baker, A.; Funihashi, S.; Randall, C. Cold
sintering: Current status and prospects. J. Mater. Res. 2017, 32, 3205–3218.

260. Dang, Z.-M.; Nan, C.-W. Dielectric properties of ltno ceramics and ltno/pvdf composites. Ceram. Int. 2005,
31, 349–351. [CrossRef]

© 2019 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/10.1002/adfm.201602489
http://dx.doi.org/10.1016/j.ceramint.2004.05.008
http://creativecommons.org/
http://creativecommons.org/licenses/by/4.0/.

	Introduction 
	Morphological and Performance Characterization of Membranes 
	Membrane Morphology 
	Morphological Parameters 
	Morphological Characterization 

	Performance Characterization 

	Materials 
	PS Membrane 
	PVDF Membranes 

	Methods of Preparation 
	Phase Inversion 
	Non-Solvent Induced Phase Separation (NIPS) 
	Novel Morphology Control Techniques Based on NIPS 
	Vapor-Induced Phase Separation (VIPS) 

	Electrospinning 
	Electrospinning System and Process 
	Effects of Various Parameters on Electrospinning 

	Track Etching 
	Swift Heavy-Ion Irradiation 
	Chemical Etching 

	Sintering 
	Comparison between the Preparation Methods 

	Conclusions 
	References

