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Abstract: Microcapsules of urea-formaldehyde (UF) containing dicyclopentadiene (DCPD) were
synthesized by the in situ polymerization technique for self-healing of epoxy. The dispersion of
microcapsules in the epoxy matrix was achieved using ultrasonication. Composites of epoxy, having
0.5, 1.0, 1.5, and 2.0 wt.% of microcapsules capable of self-healing, were prepared. The shape and
size of the microcapsules were determined by field emission electron microscopy. Spherical capsules
of DCPD, with an average diameter of 172 nm, were obtained. Investigation of tensile properties
indicated a decrease in the tensile modulus with an increase in wt.% of microcapsules. There was
a reduction of 22%, 27%, 39%, and 30% in the elastic modulus of composites for 0.5, 1.0, 1.5, and
2.0 wt.% of microcapsules, respectively. Tensile strength was found to increase with an increase in
wt.% of microcapsules. The tensile strength of the composites increased by 33%, 20%, 8%, and 21%
for 0.5, 1.0, 1.5, and 2.0 wt.% of microcapsules, respectively, in comparison with that of neat epoxy.
The fatigue life of composites was investigated by conducting uniaxial tension–tension fatigue tests
at constant stress amplitudes of 20, 25, 30, and 35 MPa, at a constant stress ratio (R = 0.1) and a
frequency of 3 Hz. The fatigue life of composites increased with an increase in wt.% of microcapsules
in comparison with that of neat epoxy. It was found that the fatigue life of the composites decreased
with 1.5 and 2.0 wt.% of microcapsules in comparison with composites with 0.5 and 1.0 wt.% of
microcapsules. The fracture surfaces of the tested samples were examined with the help of scanning
electron microscopy (SEM) to understand the various mechanisms responsible for the change in
modulus, strength, failure strain, and fatigue life of composites.

Keywords: self-healing composites; polymer composites; mechanical characterization; tensile
properties; fatigue life

1. Introduction

The notable characteristics, such as being lightweight, high strength-to-weight ratio,
stiffness properties, low cost, and high resistance to environmental degradation, make
polymers and polymer composites efficient materials to be used in a variety of applica-
tions [1]. Nevertheless, these materials are susceptible to damage induced by mechanical,
chemical, and thermal factors, or a combination of these factors. This damage could result
from the formation of microcracks deep within the structure, where detection and external
intervention are difficult or impossible, and conventional repair methods are not useful for
healing invisible microcracks within the structure during its service life.

Various methods have been suggested for incorporating techniques to heal the dam-
age in materials while undergoing service. White et al. [2] investigated ring-opening
metathesis polymerization (ROMP) of dicyclopentadiene for self-healing of structural poly-
meric materials. Healing was triggered by the rupture of microcapsules and the release
of microencapsulated DCPD into the crack. Self-healing polymeric composites with mi-
croencapsulated healing agents offer great potential for providing long-lived structural
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materials [3]. Yin et al. [4] reported the healing of an epoxy matrix by dispersing microcap-
sules filled with epoxy as a healing agent in it. The effect of the size of microcapsules on
the healing of epoxy was investigated by Rule et al. [5]. The amount of liquid delivered to
a crack face increases linearly with the increase in the diameter of microcapsules at a given
wt.% of microcapsules. The essential and necessary conditions for the incorporation of
healing agents include low viscosity and rapid consolidation of the healing material [6]. The
concept of self-healing polymeric materials was proposed as a means of healing invisible
microcracks to extend the working life and safety of the polymeric components [7].

Several encapsulation techniques for manifesting self-healing capabilities of epoxy are
reported in the literature [8,9]. The effect of the mixing method and emulsifying agents
on encapsulation was studied for better performance of self-healing materials, and it
was concluded that the type of emulsifier and ultrasonication technique used determines
the yield of microcapsules. The mixing rate is responsible for the amount of healing
material, and the diameter of the capsules formed [10]. Khan et al. [11] used a relatively
newer technique for self-healing using dual-component microcapsules. Microcapsules with
polymethyl methacrylate (PMMA) as shell-wall material and epoxy resin and hardener as
core materials were synthesized. The performance of metal–epoxy composite lap joints
was investigated. The composition of microcapsules is one of the deciding factors in the
self-healing capabilities of epoxy composites. The shell ruptures in the event of failure, and
the healing material present in the shell flows in to heal the epoxy composites. Ahangaran
et al. [12] used a dual-component system of microcapsules with a PMMA shell and epoxy
prepolymer 3-aminomethyl-3,5,5-trimethylcyclohexylamine and pentaerythritol tetrakis
(3-mercapto propionate) as a healing agent. They used ionic and polymeric emulsifiers
separately to prepare microcapsules. Recently, Sun et al. [13] reported the use of organic
phenol formaldehyde as shell material and DCPD as healing material for the healing of
epoxy (E51). Self-healing systems using microencapsulation techniques are relatively better
and versatile. The inclusion of microcapsules in a polymer matrix using commonly used
techniques does not change the existing structure of the matrix.

The techniques employed for the development of healing ability in materials started
with the use of the hollow glass fiber system. The other two methods, microvascular
networks (MVNs) and microencapsulated systems (MECs), were developed simultaneously
with a focus on MVNs due to their capability of healing more than once at the same site.
The key challenge of continuous delivery of the healant was addressed in the MVN-based
system. The MEC-based system gained momentum due to blockage and flow-related issues
of the healant in the network. The improvement in life at the cost of strength needed to be
balanced, and HGFs and MVNs failed to address this issue. This led to focused research on
MECs to increase the life of components.

Sharma et al. reported an increase in the fracture toughness of healed composites
of UF-DCPD-epoxy [14]. Shinde et al. investigated the SLA (stereolithography) method
to fabricate components, and reported relatively poor mechanical strength compared
with conventional methods [15]. Kontiza et al. investigated the healing efficiency of UF-
DCPD microcapsules embedded in CFRPs (carbon-fiber-reinforced polymers) by various
methodologies, and reported a reduction in the crack volume for the DCB test of up to 45%
and mechanical strength restoration above 50% [16]. Cioffi et al. also discussed different
mechanisms and schemes for self-healing, along with the dynamic and mechanical behavior
of materials [17].

Recently, Kumar et al. [18] investigated DCPD as a healing agent with or without
microcapsules. The load-carrying capacity was found to be increased. The study focused
mainly on incorporating a healing mechanism that enhances the life of polymer composites
without compromising mechanical integrity for its usage in structural applications. Jahadi
et al. [19] proposed a new model for the evaluation of damage in two-component MECs
based on polymer composites, and reported an increase in tensile strength due to an
increase in interfacial strength, fracture energy, and Young’s modulus.
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To the best of our knowledge, the microencapsulated system of self-healing still lags
in the characterization of fatigue strength. We have investigated the tensile strength and
fatigue life of epoxy and epoxy–DCPD composites with a change in wt.% of UF-DCPD
microcapsules. This paper also explores the mechanisms responsible for the changes in
tensile properties and fatigue life of composites.

2. Experimental
2.1. Material System
2.1.1. Microcapsules

The materials used for the in situ polymerization of DCPD microcapsules are ethy-
lene maleic anhydride (EMA) copolymer, dicyclopentadiene (DCPD), urea, ammonium
chloride, formaldehyde, sodium hydroxide, hydrochloric acid, 1-octanol, and resorcinol.
The ethylene maleic anhydride (EMA) copolymer was obtained from Vertellus Specialties
Inc., Ledgewood, NJ, USA. Dicyclopentadiene (DCPD) was procured from Alfa Aesar,
Thermo Fisher Scientific India Private Limited, Mumbai, India. Urea, ammonium chloride,
formaldehyde, sodium hydroxide, hydrochloric acid, and 1-octanol were obtained from
Thomas Baker (Chemicals) Pvt. Ltd., Mumbai, India. Resorcinol was obtained from Spec-
trochem Pvt. Ltd., Mumbai, India. Bis(tricyclohexylphosphine)benzylidene ruthenium (IV)
dichloride, a Grubbs’ catalyst [20], and paraffin wax were procured from Sigma-Aldrich,
Bengaluru, India.

2.1.2. Matrix

The matrix material used in the present study was epoxy (bisphenol-A), synthesized
using Araldite LY556 and hardener HY951, with densities of 1.17 g/cc and 0.98 g/cc,
respectively, at a temperature of 25 ◦C. It was obtained from Huntsman Advanced Materials,
New Delhi, India. Acetone, a solvent for epoxy, with a purity of 99%, was obtained from
Rankem Chemicals (RFCL Limited), Peddapalli, India.

2.2. Preparation of Microcapsules

Microcapsules were fabricated through in situ polymerization [3,21]. A flow diagram
illustrating the synthesis of microcapsules is provided in Figure 1. To prepare the micro-
capsules, 50 mL of a 2.5 wt.% aqueous solution of EMA copolymer, 5.0 g of urea, 0.5 g
of ammonium chloride, and 0.5 g of resorcinol were mechanically mixed with 200 mL of
deionized water at room temperature. The resulting solution was placed in a water bath
at room temperature and agitated using a digital shear mixer (Remi, RQT 134 H/D) at
2000 rpm. During agitation, the pH of the solution was adjusted to 3.5 by gradually adding
sodium hydroxide (NaOH) and hydrochloric acid (HCl). A few drops of 1-octanol were
added to prevent bubble formation on the surface.

A slow stream of 60 mL of DCPD was added to the solution to form an emulsion, and
this was allowed to stabilize for the next 15 min to ensure complete emulsification. After
stabilization, 12.67 g of an aqueous solution of formaldehyde was added to achieve a 1:1.9
molar ratio of formaldehyde to the solution. The emulsion was covered and heated on a
hot plate, increasing the temperature at a rate of 1 ◦C per minute, until reaching 55 ◦C [3].

After continuous agitation for 4 h, the mixer and hot plate were switched off. The
suspension was cooled to ambient temperature, and microcapsules of UF and DCPD were
separated under vacuum using a coarse-fritted filter. The obtained microcapsules were
rinsed with deionized water 3 to 4 times to remove any traces of unreacted constituents
and then air-dried for 24–48 h. The Grubbs’ catalyst was re-crystallized by freeze-drying
and cast into wax [22]. A 5 wt.% of the catalyst was mixed with the DCPD microcapsules.
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Figure 1. Process of synthesis of microencapsulation of DCPD [3].

Mechanism of Self-Healing

Poly-dicyclopentadiene (PDCPD) is a highly cross-linked polymer formed through
ring-opening metathesis polymerization (ROMP) of dicyclopentadiene, widely used in
high-performance composites. Metathesis reactions are chemical reactions in which two
hydrocarbons (HCs) are converted into two new hydrocarbons by exchanging carbon–
carbon bonds. The ROMP process involving metathesis is facilitated by the ruthenium-
based Grubbs’ catalysts [23]. The sequence of reactions is depicted in Figure 2. In the case of
DCPD, there are two available functional groups: the double bond of the norbornene ring
and the double bond of the cyclopentene ring. It is well known that ROMP initially occurs
at the highly strained norbornene ring, followed by the cyclopentadiene unit, resulting in a
densely cross-linked polymer structure [24].

UF-DCPD microcapsules, along with ruthenium-based Grubbs’ catalysts, are embed-
ded in the epoxy matrix. The catalyst triggers the polymerization of DCPD in the presence
of a crack. Capillary action is responsible for the transport of DCPD to the crack site. The
polymerization of DCPD leads to the bonding of the two crack faces. Microcapsule-based
healing is an extrinsic healing system that requires a trigger to initiate the healing process.
The mechanism is initiated by the rupture of the crack, which occurs due to damage or
loading. The rupture of the microcapsules releases DCPD (healant). DCPD activates ring-
opening metathesis polymerization. The energy required for the initiation of ring-opening
and polymerization in DCPD is provided by the rupture of the microcapsules. The energy
stored as ring strain (~27.2 kcal/mol) facilitates easy ring-opening and promotes subse-
quent polymerization, while substituents prevent the secondary metathesis of the polymer
backbone [22].
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2.3. Composite Preparation

Composites containing DCPD microcapsules in epoxy were fabricated using the in
situ polymerization technique. Figure 3 illustrates a schematic of the composite fabrication
process. The desired quantity of microcapsules was mixed with acetone, and the mixture
was sonicated for an hour using a 230 W-rated bath sonicator operating at 50 Hz. The
mixture was manually stirred at regular intervals to ensure proper dispersion. The required
amount of epoxy resin (LY556) was added to the sonicated mixture, which was then
sonicated for an additional hour. After sonication, the solvent (acetone) was removed
through a partial distillation process.
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Once the acetone was removed, the mixture was placed under vacuum for half an
hour to eliminate any trapped gases. The hardener (HY951) was added to the mixture in a
ratio of 1:10 by weight of epoxy resin and gently mixed. The resulting mixture was poured
into a vertical acrylic mold and left to cure at room temperature for 24 h. The diamine
hardener initiates crosslinking of epoxy chains, leading to the gelling and solidification of
the liquid epoxy resin. This process is known as epoxy curing. After the curing process at
room temperature, the composite sheets were removed from the mold. Composite sheets
with 0.5, 1.0, 1.5, and 2.0 wt.% of microcapsules were fabricated.
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2.4. Characterization
2.4.1. Microcapsules

Images of microcapsules, captured using a field emission scanning electron microscope
(FESEM, Sigma 300, Carl Zeiss, Oberkochen, Germany), were analyzed to investigate the
shape and size of the microcapsules. To enable electrical conduction on the surface, the
microcapsules were initially coated with gold. FESEM microscopy was performed with an
accelerating voltage of 5 kV.

2.4.2. Composites

The composites were examined under a scanning electron microscope (SEM, EVO 50,
Carl Zeiss) to observe the dispersion of microcapsules in the epoxy. The samples, with
dimensions of 13 mm × 5 mm × 5 mm, were prepared by machining and gold-coated to
facilitate electrical conduction on the surface. The accelerating voltage was set at 10 kV.

2.5. Mechanical Characterization
2.5.1. Tensile Properties

Tensile properties were determined by conducting a uniaxial tensile test following
ASTM standard D638 [25] on a servo-hydraulic UTM (Nano Plug ‘n’ Play, BISS, Bangalore,
India) equipped with a 25 kN load cell. The tensile test was performed on flat dog bone
specimens with the following dimensions: gauge length of 50 mm, width of the narrow
section of 13 mm, thickness of 5 mm, overall length of 165 mm, and width of the grip region
of 19 mm (see Figure 4).
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Figure 4. Tensile and fatigue test specimen (dimensions in mm) [25].

These samples were directly cast to the specified shape and size. Tensile tests were
conducted at a crosshead speed of 10 mm/min. The tensile modulus of the samples was
calculated from the slope of the initial linear portion observed in the stress–strain curve
of both the neat epoxy and composite samples using regression analysis. The maximum
stress at failure and failure strain were calculated from the stress–strain data. At least five
valid tests were conducted to calculate the average value of the tensile properties, along
with a 95% confidence level. Only tests in which failure occurred in the gauge section were
considered valid.

2.5.2. Fatigue Life

Fatigue tests of epoxy and epoxy/UF-DCPD composites with 0.5, 1.0, 1.5, and 2.0 wt.%
of DCPD microcapsules were conducted following ASTM standard D7791 [26]. The fatigue
tests were performed on a Nano Plug ‘n’ Play machine equipped with a 25 kN load cell.
Uniaxial tension–tension fatigue tests were conducted to investigate the fatigue life of the
epoxy/microcapsule composites. The tests were conducted at constant stress amplitudes of
20, 25, 30, and 35 MPa, with a constant stress ratio (R = 0.1) and a frequency of 3 Hz. A low
frequency of 3 Hz was chosen to avoid thermal effects on the test specimens. Sinusoidal
waveforms were used for all the fatigue tests.

At least five samples were tested at each stress amplitude, and the average number of
cycles to failure (Nf) was determined. The Nf values, along with a 95% confidence level,
were obtained for each weight percentage of microcapsules, and an S-N curve was plotted.
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3. Results and Discussion
3.1. Size of Microcapsules

The shape and size of the DCPD microcapsules synthesized at different agitation rates
were determined by analyzing FESEM images of the microcapsules. The microcapsules
were fabricated using three different agitation rates: 2000, 2500, and 3000 rpm. FESEM
images of the microcapsules prepared at these agitation rates are shown in Figure 5. It is
evident from Figure 5 that the synthesized DCPD microcapsules are spherical in shape.
The highest yield was observed at 2000 RPM, and the number of microcapsules and their
diameter were found to be inversely proportional to the agitation rate [3]. The diameter
of the microcapsules decreases as the agitation rate increases. However, the yield of
microcapsules decreases at higher agitation rates.
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More than a hundred microcapsules were analyzed using Image J software, an open-
source software developed at the National Institute of Health and the Laboratory for Optical
and Computational Instrumentation, University of Wisconsin, to determine the average
size of microcapsules synthesized at different agitation rates. The average diameter of the
microcapsules obtained at different agitation rates is presented in Table 1.

Table 1. Average size of DCPD microcapsules at 2000, 2500, and 3000 rpm.

Sl. No RPM No. of Particles
(Approx.)

Avg. Diameter (nm)
(Min, Max)

Std.
Deviation

1 2000-1 152 174.52
(89.2, 251.69) 43.16

2 2000-2 143 170.75
(89.03, 242.44) 34.9

3 2500 101 137.47
(73.42, 218.39) 32

4 3000 180 130.06
(73.43, 248.74) 29.28

Figure 6 illustrates the range of diameters of microcapsules and the number of mi-
crocapsules within each range for capsules synthesized at an agitation rate of 2000 rpm.
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Two batches of microcapsules were prepared at an agitation rate of 2000 rpm, labeled as
2000-1 and 2000-2 in Table 1. The average size of the microcapsules decreased by 20% and
25% at agitation rates of 2500 rpm and 3000 rpm, respectively, compared with the capsules
obtained at 2000 rpm.
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3.2. Dispersion of Microcapsules

SEM images of composites with 0.5%, 1.0%, 1.5%, and 2.0% wt.% of microcapsules are
depicted in Figure 7. It is evident from Figure 6 that DCPD microcapsules are uniformly
distributed throughout the matrix. A more uniform and proper dispersion is observed
in the case of 0.5% wt.% microcapsules compared with the other weight percentages. As
the wt.% of microcapsules increases, some agglomeration can be observed. In particu-
lar, larger microcapsules are observed in composites with 1.5% wt.% of microcapsules.
The FESEM images indicate an increasing concentration of capsules from 0.5 wt.% to
2.0 wt.%, which may be the result of the proper distribution of microcapsules during the
fabrication of composites at different weight percentages. However, some agglomeration
of microcapsules is observed at higher weight percentages.
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3.3. Tensile Properties

The strain–stress curves of the neat epoxy and composites are presented in Figure 8a.
The stress–strain curves of all the composites exhibited a linear behavior during the ini-
tial loading, from which the tensile modulus was determined using regression analysis.
Figure 8b provides a modified view of the initial linear portion of Figure 8a, focusing on
the best-fit linear portion of the stress–strain diagrams. It can be observed from Figure 8b
that, as the weight percentage of the microcapsules increases, the slope of this initial linear
portion decreases, indicating a decrease in the elastic modulus.
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20 MPa, B—Strain up to 0.009).

Figure 8a also illustrates that the neat epoxy has a significant nonlinear region. The
nonlinear portion increases in the stress–strain curves of the composites. The composite
with the 0.5% weight percentage of microcapsules exhibits the highest nonlinear portion.
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This nonlinear region begins at approximately 0.7% strain and extends up to the fail-
ure strain of 2.7%. The nonlinear portion decreases in composites with 1.0%, 1.5%, and
2.0% weight percentages of microcapsules compared with the composite with 0.5% micro-
capsules, but it remains considerably higher compared with that of the neat epoxy.

Figure 9a illustrates the Young’s modulus of the composites as a function of the weight
percentage of microcapsules. The Young’s modulus decreases by 22%, 27%, 39%, and
30% for 0.5%, 1.0%, 1.5%, and 2.0% weight fractions of microcapsules, respectively. This
reduction in Young’s modulus can be attributed to the inclusion of soft microcapsules. Soft
microcapsules do not provide reinforcement to the polymer chains against deformation,
resulting in a decrease in the Young’s modulus of the composites. Similar behavior has
been reported in the literature for the inclusion of soft rubber particles in epoxy [27–29].
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Figure 9b displays the tensile strength of the composites as a function of the weight
percentage of microcapsules. The tensile strength increases at the 0.5% weight percentage
of microcapsules and decreases with further inclusion of microcapsules. However, the
tensile strength of the composite remains higher than that of the neat epoxy at all weight
percentages considered in the study. The tensile strength increases by 33%, 20%, 8%, and
21% for 0.5%, 1.0%, 1.5%, and 2.0% weight fractions of microcapsules, respectively. The
tensile strength of the composites depends more on the load transfer between the matrix
and reinforcement. The results indicate that microcapsules have a good ability to transfer
load from the matrix.

Moreover, the release of self-healing material (DCPD) from the ruptured UF mi-
crocapsules delays the initiation and growth of cracks, thereby increasing both tensile
strength and strain. The significant improvement in the tensile strength of composites at
the 0.5% weight percentage of microcapsules can be attributed to the uniform dispersion
of microcapsules. Additionally, the size of the microcapsules falls within the submicron
range (172 nm), which eliminates the negative effect typically associated with rigid micron-
sized particles on tensile strength [30]. The reduction in tensile strength of composites
at higher weight percentages of microcapsules can be attributed to the agglomeration of
microcapsules. Thus, the positive impact of microcapsules is counteracted by the negative
effect of agglomeration. The substantial reduction in tensile strength of the composite at
the 1.5% weight percentage of microcapsules is due to the presence of larger-sized micro-
capsules (as observed in SEM images in Figure 7).

The failure strain was determined by calculating the strain at the point of fracture in
the tensile test. Figure 9c presents a comparison of the failure strains in the composites.
The variation in failure strain of the composites with an increase in the weight percentage
of microcapsules follows a similar trend to that of tensile strength. The only exception
is the composite with the 1.5% weight percentage of microcapsules, which exhibits a
significant increase (five times that of neat epoxy) in failure strain. On the other hand, an
87%, 30%, and 54% increment in failure strain was observed at 0.5%, 1.0%, and 2.0% weight
fractions of microcapsules, respectively. The unprecedented increase in failure strain at
the 1.5% weight percentage of microcapsules can be attributed to the release of a high
amount of healing agent (DCPD) from the larger microcapsules. However, the healant does
not have sufficient time to polymerize and heal the crack as the fracture occurs within a
fraction of a minute.

3.4. Fatigue Life

Uniaxial tension–tension fatigue tests were performed at constant stress amplitudes of
20, 25, 30, and 35 MPa and a frequency of 3 Hz to investigate the behavior of epoxy and
epoxy–DCPD composites. The fatigue tests were conducted at a constant stress ratio (R) of
0.1. The stress levels were chosen to test the performance of the composites in both low-
cycle and high-cycle fatigue. Figure 10 presents the S-N curves of epoxy and epoxy–DCPD
composites with 0.5%, 1.0%, 1.5%, and 2.0% weight percentages of microcapsules. The
figure is presented as a semi-log plot, with the maximum applied stress (S) on the y-axis
and the average number of cycles to failure (Nf) on the logarithmic x-axis. The horizontal
error bars represent the 95% confidence level in the Nf data.

An improvement of 52%, 146%, 91%, and 90% in the average number of cycles to failure
was recorded compared with neat epoxy at 0.5%, 1.0%, 1.5%, and 2.0% weight percentages
of microcapsules, respectively, at a stress level of 20 MPa in the high-cycle fatigue region.
In the transition region (at a stress level of 25 MPa), the maximum improvements in the
average number of cycles to failure were observed (373%, 453%, 266%, and 254% at 0.5%,
1.0%, 1.5%, and 2.0% weight percentages of microcapsules, respectively), as shown in
Table 2. At higher stress levels (30 and 35 MPa), the improvement in the average number of
cycles to failure over that of neat epoxy ranged from 15% to 75%. The increase in fatigue life
of the composites can be attributed to the healing and reinforcing effect of the microcapsules.
Microcracks generated due to fatigue lead to the rupture of the capsules and the release of
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the healing agent. The healing agent has sufficient time to heal the microcracks at lower
stress levels (20 MPa and 25 MPa), which is evident from the greater improvement in the
fatigue life of the composites. On the other hand, at higher stress levels, the crack grows at
a faster rate, giving less time for the healing agent to heal the crack, resulting in a lower
improvement in the fatigue life of the composites.
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Table 2. Average no. of cycles to failure (Nf) for neat epoxy DCPD composites.
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It is evident from Figure 10 that Nf is maximum for composites with the 1.0% weight
percentage of microcapsules at all stress levels except for 35 MPa. The decrease in Nf was
less pronounced for composites with 1.5% and 2.0% weight percentages of microcapsules
compared with composites with the 1.0% weight percentage of microcapsules. The decrease
in fatigue life of the composites at 1.5% and 2.0% weight percentages of microcapsules
could be attributed to the higher chances of capsule agglomeration at higher weight
percentages. Microcapsules of larger size and agglomerated microcapsules act as stress
raisers, resulting in higher actual stresses at the microscopic level than those calculated
based on mechanics. Thus, an excessive amount of healing material does not contribute to
a significant improvement in fatigue life.
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Table 2 provides the details of the fatigue test results conducted on self-healing com-
posites. It lists the minimum, average, and maximum number of cycles to failure for the
composites at a given stress level and weight percentage of microcapsules. Additionally,
to highlight the improvement obtained in the average number of cycles to failure, it is
plotted as a function of the stress level in Figure 11 for different weight percentages of
microcapsules.
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The decrease in the fatigue life of the composites at 1.5% and 2.0% weight percentages
of microcapsules can be attributed to the higher chances of capsule agglomeration at
higher weight percentages. Furthermore, an excessive amount of healing material does not
contribute to the improvement of fatigue life.

At higher stress levels (30 and 35 MPa), the improvement in the average number of cy-
cles to failure (Nf) over that of neat epoxy ranged from 15% to 75%. Figure 11 clearly shows
that Nf was maximum for composites with the 1.0% weight percentage of microcapsules.
Nf decreased for composites with 1.5% and 2.0% weight percentages of microcapsules
compared with composites with the 1.0% weight percentage of microcapsules.

3.5. Fractography of Fractured Surfaces

Resistance to crack propagation was found to be higher in composites with
the 1.0% weight percentage of UF-DCPD microcapsules compared with composites with
0.5%, 1.5%, and 2.0% weight percentages. The study on particle dispersion suggested that
the composite loaded with the 1.0% weight percentage exhibits a more uniform distribution
of microcapsules compared with higher weight percentages. It is also essential to note
that the fatigue life of the 1.0% loading is higher than that of the other composites. In this
context, more focus is given to the fracture surface analysis of the 1.0% weight percentage
of epoxy–DCPD composites. However, the analysis of fracture surfaces of the other com-
posites (0.5%, 1.5%, and 2.0% weight percentages) under the loading condition of 35 MPa is
also presented.

SEM images of the fractured surfaces of the neat specimen at 20 MPa, 25 MPa,
30 MPa, and 35 MPa, respectively, are shown in Figure 12a–d. Various features such
as river markings and a mirror-like finish are clearly visible in the images, confirming the
failure phenomenon. The fractographic analysis of neat epoxy illustrates the development
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of characteristic features attributed to the epoxy. Primarily, the fracture surface of epoxy can
be categorized into three different regions: (i) slow crack growth—mirror-like region, (ii) a
smooth region associated with unstable crack propagation, and (iii) a three-dimensional
rough surface related to unstable crack propagation. The fracture surface of neat epoxy
demonstrates all three distinct features at different length scales [31,32].
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SEM images of the fractured surfaces of composites filled with the 1% weight percent-
age of DCPD microcapsules are shown in Figure 13. The surfaces shown in Figure 13a–d
were obtained as a result of fracture due to fatigue loading at maximum stresses of 35 MPa,
30 MPa, 25 MPa, and 20 MPa, respectively. It is evident from Figure 13a–d that changing
the loading conditions significantly changed the fracture phenomenon. It can be observed
from Figure 13 that the roughness of the fracture surface increases with the decrease in
maximum stress. This indicates that the crack required higher energy to grow at lower
loads. The microcracks were healed by the inflow of the healant DCPD due to the rupture of
the microcapsules. At higher loads, effective healing could not be provided by the capsules
as the crack extension took place at a faster rate, resulting in a smoother fracture surface.

The fracture mechanism of epoxy in the presence of fillers is primarily governed by
the type of filler, their physicochemical properties (shape, size, functionality), volume
fraction, etc. Such a fracture phenomenon mainly includes crack pinning, crack bowing,
debonding, crack deflection, etc. [33,34]. In the context of microencapsulated self-healing
reinforcement, crack pinning is the predominant fracture mechanism, but it is different
from the classical crack pinning phenomenon in many aspects [21,35]. Similar failure
mechanisms are reflected in our work. The fracture surfaces show the formation of hackle
structures over the entire crack plane, as delineated in Figure 13a–d. Hackle structures
are dominant compared with other mechanisms at lower fatigue loads, i.e., 20 MPa and
25 MPa (see Figure 14). For comparison, the fractured surfaces of the neat specimen are
already shown in Figure 12.
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The formation of hackle structures is facilitated due to the reconnection of two crack
faces by step tail formation in the microencapsulant [21]. The formation of a tail in the case
of the soft microencapsulant and hard spherical reinforcement can be clearly differentiated.
However, such a tail formation does not take place in urea-filled self-healing microcapsules,
and the formation of hackle marking is developed via the crack propagation along the
equator of the particles. The hackle markings were found to be more prominent under the
loading condition of 25 MPa compared with other loading conditions.

It is important to note here that an increase in the fatigue load can significantly change
the speed of crack propagation. For instance, the fracture surface of 1.0 wt.% reinforced
epoxy at 20 MPa of loading contains comparatively more mirror-like features, which
correspond to the slow crack propagation phenomenon (Figure 13d). A further increase
in loading has facilitated the formation of intense “river-like markings”, generated due
to the crack propagation in two different planes. At 35 MPa, the fracture surface of the
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composite is dominated by crack bifurcation or unstable crack propagation (see Figure 13a).
The formation of typical three-dimensional crack markings is attributed to the formation
of secondary cracks in front of the primary crack, and the actual shape is defined by the
relative velocities between the primary and secondary cracks.

In order to contemplate the fracture mechanism during the failure process, SEM
analysis was conducted on the fractured surfaces of composites fractured at 35 MPa.
Figure 15 exhibits the fracture surface of neat epoxy in addition to the composites reinforced
with 0.5, 1.0, and 1.5 wt.% loadings. It is evident from Figure 15b–d that reinforcing DCPD
in the epoxy matrix has facilitated the formation of a rougher surface, which is found to be
augmenting with the increase in microcapsules. As elaborated earlier, the increase in wt.%
of microcapsules causes the formation of agglomerates due to the cohesive force among the
DCPD capsules. The effect of such agglomerates is clearly visible on the fracture surface of
the corresponding composite system, which indicates that an increase in the wt.% of DCPD
renders more brittle-like fracture characteristics, such as a mirror-like finish and an increase
in surface roughness.
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3.6. Correlation of Fatigue Strength Coefficient and Fatigue Strength Exponent by Basquin
Equation

Basquin proposed a mathematical power law that describes the relationship between
the applied stress (S) and the number of cycles to failure (Nf). The equation used to design
the object using the S-N curve for a finite number of cycles to failure (Nf < 106) is given
by [36]:

S = ANfb

where S is the applied stress, Nf is the number of cycles to failure, A is the fatigue strength
coefficient (FSC), and b is the fatigue strength exponent (FSE).

The FSC and FSE are obtained through regression analysis for all weight percentages
considered in the present work. The values of FSC (A) and FSE (b) for neat epoxy and epoxy–
DCPD composites with 0.5%, 1.0%, 1.5%, and 2.0% weight percentages of microcapsules
are obtained by fitting the above equation with the data from Figure 11. The values of FSC
and FSE for neat epoxy and composites are listed in Table 3.
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Table 3. Fatigue strength coefficient and fatigue strength exponent for composites.

Wt.% of Microcapsules Fatigue Strength Coefficient
(A)

Fatigue Strength Exponent
(b)

0% (Neat epoxy) 105.94 −0.159
0.5% 128.18 −0.167
1.0% 106.45 −0.149
1.5% 103.28 −0.146
2.0% 104.96 −0.143

An increment of 21% in FSC (A) over that of neat epoxy was recorded for composites
with the 0.5% weight percentage of DCPD microcapsules. The value of FSC (A) decreases
for composites with higher weight percentages of microcapsules. The decrease in FSC (A)
can be attributed to the agglomeration of DCPD microcapsules at higher weight percentages
of microcapsules. The agglomeration is clearly observed in Figure 6 for composites with
higher weight percentages of microcapsules. The decrease in tensile properties at higher
percentages can also be attributed to the decrease in FSC at higher weight percentages of
UF-DCPD microcapsules in composites. The decrease in the FSC of UF-DCPD composites
compared with that of neat epoxy might be due to the inclusion of soft microcapsules
as filler particles. The soft microcapsules are unable to share the load and deter the
propagating crack.

A reduction of 5% in FSE (b) compared with that of neat epoxy was observed for
composites with the 0.5% weight percentage of DCPD microcapsules. The value of FSE (b)
increased in comparison with that of neat epoxy with the further addition of microcapsules,
i.e., for composites with higher weight percentages of microcapsules.

4. Conclusions

The self-healing behavior of composites containing DCPD in the epoxy matrix was
investigated using DCPD microcapsules. The shape and size of the fabricated micro-
capsules were determined by taking FESEM images. It was observed that the microcap-
sules were spherical in shape, with an average diameter of 172 nm at an agitation rate of
2000 rpm. Furthermore, the average size of microcapsules decreased by 20% and 25% at
agitation rates of 2500 rpm and 3000 rpm, respectively, compared with capsules obtained at
2000 rpm.

The elastic modulus was found to decrease by 22%, 27%, 39%, and 30% for composites
with 0.5%, 1.0%, 1.5%, and 2.0% wt.% of microcapsules, respectively. On the other hand,
the tensile strength increased by 33%, 20%, 8%, and 21%, respectively, at the corresponding
weight percentages of microcapsules.

In terms of fatigue life, composites with a higher wt.% of microcapsules showed an
improvement compared with neat epoxy. An increase of 373%, 453%, 266%, and 254%
in the average number of cycles to failure (Nf) was observed at 0.5%, 1.0%, 1.5%, and
2.0% wt.% of microcapsules, respectively, at a stress level of 25 MPa. However, the Nf
decreased for composites with 1.5% wt.% and 2.0% wt.% of microcapsules compared with
those with 1.0% wt.% of microcapsules.

The modeling of fatigue strength coefficient (FSC) and fatigue strength exponent (FSE)
by Basquin’s equation aligned with the expected behavior from the experimental results.

The self-healing capabilities demonstrated in UF-DCPD–epoxy composites make
them a useful material for various types of structural applications. The healing ability of
these composites ultimately contributes to the extension of the material’s lifespan. Future
developments may focus on effects of temperature on mechanical characterization of the
final material.

Author Contributions: Conceptualization, A.P.; Methodology, A.P.; Investigation, A.P. and A.K.S.;
Writing—original draft, A.P.; Writing—review & editing, A.K.S., D.K.S. and K.N.P.; Visualization,
A.P.; Supervision, D.K.S. and K.N.P. All authors have read and agreed to the published version of the
manuscript.



Materials 2023, 16, 5191 18 of 19

Funding: This research received no external funding.

Data Availability Statement: The data presented in this study are available on request from the
corresponding author. The data are not publicly available due to pending publications.

Acknowledgments: Authors are thankful to the Department of Material Science, IIT Kanpur, and
IIT Delhi for their valuable support in conducting FESEM and SEM. We are also thankful to Vertel-
lus Specialties Inc., New Jersey, for providing help to obtain ZeMac® (ethylene maleic anhydride
copolymer—EMA) for the fabrication of capsules.

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

References
1. Reifsnider, K.L.; Schulte, K.; Duke, J.C. Long-Term Fatigue Behaviour of Composite Materials. In Long-Term Behaviour of Composites;

O’Brien, T.K., Ed.; ASTM: West Conshohocken, PA, USA, 1983; pp. 136–159.
2. White, S.R.; Sottos, N.R.; Geubelle, P.H.; Moore, J.S.; Kessler, M.; Sriram, S.R.; Brown, E.N.; Viswanathan, S. Autonomic healing of

polymer composites. Nature 2001, 409, 794. [CrossRef] [PubMed]
3. Brown, E.N.; Kessler, M.R.; Sottos, N.R.; White, S.R. In situ poly (urea-formaldehyde) microencapsulation of dicyclopentadiene. J.

Microencapsul. 2003, 20, 719–730.
4. Yin, T.; Rong, M.Z.; Zhang, M.Q.; Yang, G.C. Self-healing epoxy composites–preparation and effect of the healant consisting of

microencapsulated epoxy and latent curing agent. Compos. Sci. Technol. 2007, 67, 201–212. [CrossRef]
5. Rule, J.D.; Sottos, N.R.; White, S.R. Effect of microcapsule size on the performance of self-healing polymers. Polymer 2007, 48,

3520–3529. [CrossRef]
6. Yuan, Y.C.; Rong, M.Z.; Zhang, M.Q.; Chen, J.; Yang, G.C.; Li, X.M. Self-healing polymeric materials using epoxy/mercaptan as

the healant. Macromolecules 2008, 41, 5197–5202. [CrossRef]
7. Wu, D.Y.; Meure, S.; Solomon, D. Self-healing polymeric materials: A review of recent developments. Prog. Polym. Sci. 2008, 33,

479–522. [CrossRef]
8. Mangun, C.L.; Mader, A.C.; Sottos, N.R.; White, S.R. Self-healing of a high temperature cured epoxy using poly (dimethylsiloxane)

chemistry. Polymer 2010, 51, 4063–4068. [CrossRef]
9. Yuan, Y.C.; Ye, X.J.; Rong, M.Z.; Zhang, M.Q.; Yang, G.C.; Zhao, J.Q. Self-healing epoxy composite with heat-resistant healant.

ACS Appl. Mater. Interfaces 2011, 3, 4487–4495.
10. Ahangaran, F.; Navarchian, A.H.; Hayaty, M.; Esmailpour, K. Effect of mixing mode and emulsifying agents on mi-

cro/nanoencapsulation of low viscosity self-healing agents in polymethyl methacrylate shell. Smart Mater. Struct. 2016, 25,
095035. [CrossRef]

11. Khan, N.I.; Halder, S.; Goyat, M.S. Influence of dual-component microcapsules on self-healing efficiency and performance of
metal-epoxy composite-lap joints. J. Adhes. 2017, 93, 949–963. [CrossRef]

12. Ahangaran, F.; Hayaty, M.; Navarchian, A.H. Morphological study of polymethyl methacrylate microcapsules filled with
self-healing agents. Appl. Surf. Sci. 2017, 399, 721–731. [CrossRef]

13. Sun, T.; Shen, X.; Peng, C.; Fan, H.; Liu, M.; Wu, Z. A novel strategy for the synthesis of self-healing capsule and its application.
Compos. Sci. Technol. 2019, 171, 13–20. [CrossRef]

14. Sharma, A.; Pandey, A.; Shukla, D.K. PandeyKN Effect of Self-Healing Dicyclopentadiene Microcapsules on Fracture Toughness
of Epoxy. Mater. Today Proc. 2018, 51, 21256–21262. [CrossRef]

15. Shinde, V.V.; Celestine, A.D.; Beckingham, L.E.; Beckingham, B.S. Stereolithography 3D Printing of Microcapsule Catalyst-Based
Self-Healing Composites. ACS Appl. Polym. Mater. 2020, 2, 5048–5057. [CrossRef]

16. Kontiza, A.; Semitekolos, D.; Milickovic, T.K.; Pappas, P.; Koutroumanis, N.; Galiotis, C.; Charitidis, C.A. Double cantilever beam
test and micro-computed tomography as evaluation tools for self-healing of CFRPs loaded with DCPD microcapsules. Compos.
Struct. 2022, 279, 114780. [CrossRef]

17. Cioffi, M.O.H.; Bomfim, A.S.C.; Ambrogi, V.; Advani, S.G. A review on self-healing polymers and polymer composites for
structural applications. Polym. Compos. 2022, 43, 7643–7668. [CrossRef]

18. Kumar, R.; Sharma, S.; Gulati, P.; Singh, J.P.; Jha, K.; Li, C.; Kumar, A.; Eldin, S.M.; Abbas, M. Fabrication and characterizations of
Glass fiber-reinforced functional leaf spring composites with or without microcapsule-based dicyclopentadiene as self-healing
agent for automobile industrial applications: Comparative analysis. J. Mater. Res. Technol. 2023, 25, 2797–2812. [CrossRef]

19. Jahadi, R.; Beheshti, H.; Heidari, R.M. A micromechanical damage-healing model for encapsulation-based self-healing polymer
composites under tensile loading. Mech. Adv. Mater. Struct. 2023, 1–14. [CrossRef]

20. Schwab, P.; Grubbs, R.H.; Ziller, J.W. Synthesis and Applications of RuCl2(_CHR)(PR3)2: The Influence of the Alkylidene Moiety
on Metathesis Activity. J. Am. Chem. Soc. 1996, 118, 100–110. [CrossRef]

21. Brown, E.N.; White, S.R.; Sottos, N.R. Microcapsule induced toughening in a self-healing polymer composite. J. Mater. Sci 2004,
39, 1703–1710. [CrossRef]

22. Jones, A.S.; Rule, J.D.; Moore, J.S.; White, S.R.; Sottos, N.R. Catalyst Morphology and Dissolution Kinetics of Self-Healing
Polymers. Chem. Mater. 2006, 18, 1312–1317. [CrossRef]

https://doi.org/10.1038/35057232
https://www.ncbi.nlm.nih.gov/pubmed/11236987
https://doi.org/10.1016/j.compscitech.2006.07.028
https://doi.org/10.1016/j.polymer.2007.04.008
https://doi.org/10.1021/ma800028d
https://doi.org/10.1016/j.progpolymsci.2008.02.001
https://doi.org/10.1016/j.polymer.2010.06.050
https://doi.org/10.1088/0964-1726/25/9/095035
https://doi.org/10.1080/00218464.2016.1193806
https://doi.org/10.1016/j.apsusc.2016.12.116
https://doi.org/10.1016/j.compscitech.2018.12.006
https://doi.org/10.1016/j.matpr.2018.06.526
https://doi.org/10.1021/acsapm.0c00872
https://doi.org/10.1016/j.compstruct.2021.114780
https://doi.org/10.1002/pc.26887
https://doi.org/10.1016/j.jmrt.2023.06.039
https://doi.org/10.1080/15376494.2023.2193973
https://doi.org/10.1021/ja952676d
https://doi.org/10.1023/B:JMSC.0000016173.73733.dc
https://doi.org/10.1021/cm051864s


Materials 2023, 16, 5191 19 of 19

23. Guang, Y.; Jong, K.L. Effect of Grubbs’ catalysts on cure kinetics of endo-dicyclopentadiene. Thermochim. Acta 2013, 566, 105–111.
24. Medina, J.M.; Ko, J.H.; Maynard, H.D.; Garg, N.K. Expanding the ROMP Toolbox: Synthesis of Air-Stable Benzonorbornadiene

Polymers by Aryne Chemistry. Macromolecules 2017, 50, 580–586. [CrossRef] [PubMed]
25. ASTM D638-14; Standard Test Method for Tensile Properties of Plastics. ASTM: West Conshohocken, PA, USA, 2015.
26. ASTM D7791-12; Standard Test Method for Uniaxial Fatigue Properties of Plastics. ASTM: West Conshohocken, PA, USA, 2012.
27. Radford, K.C. The mechanical properties of an epoxy resin with a second phase dispersion. J. Mater. Sci. 1971, 6, 1286–1291.

[CrossRef]
28. Pearson, R.A.; Yee, A.F. Influence of particle size and particle size distribution on toughening mechanisms in rubber-modified

epoxies. J. Mater. Sci. 1991, 26, 3828–3844. [CrossRef]
29. Bagheri, R.; Pearson, R.A. Role of particle cavitation in rubber-toughened epoxies: II. Inter-particle distance. Polymer 2000, 41,

269–276. [CrossRef]
30. Shukla, D.K.; Parameswaran, V. Epoxy composites with 200 nm thick alumina platelets as reinforcements. J. Mater. Sci. 2007, 42,

5964–5972. [CrossRef]
31. Van Noort, R.; Ellis, B. The fracture topography of poly (methyl methacrylate). J. Mater. Sci. Lett. 1984, 3, 1031–1034. [CrossRef]
32. Cantwell, W.J.; Kausch, H.H. Fracture behaviour of epoxy resins. In Chemistry and Technology of Epoxy Resins; SpringerLink:

Berlin/Heidelberg, Germany, 1993; pp. 144–174.
33. Lange, F. The interaction of a crack front with a second-phase dispersion. Philosoph. Mag. 1970, 22, 0983–0992. [CrossRef]
34. Evans, A.G. The strength of brittle materials containing second phase dispersions. Philosoph. Mag. 1972, 26, 1327–1344. [CrossRef]
35. Brown, E.N.; White, S.R.; Sottos, N.R. Fracture Testing of a Self-Healing Polymer Composite. Exp. Mech. 2002, 42, 371–379.

[CrossRef]
36. Wang, G.T.; Liu, H.Y.; Saintier, N.; Mai, Y.W. Cyclic fatigue of polymer nanocomposites. Eng. Fail. Anal. 2009, 16, 2635–2645.

[CrossRef]

Disclaimer/Publisher’s Note: The statements, opinions and data contained in all publications are solely those of the individual
author(s) and contributor(s) and not of MDPI and/or the editor(s). MDPI and/or the editor(s) disclaim responsibility for any injury to
people or property resulting from any ideas, methods, instructions or products referred to in the content.

https://doi.org/10.1021/acs.macromol.6b02376
https://www.ncbi.nlm.nih.gov/pubmed/29081542
https://doi.org/10.1007/BF00552042
https://doi.org/10.1007/BF01184979
https://doi.org/10.1016/S0032-3861(99)00126-3
https://doi.org/10.1007/s10853-006-1110-8
https://doi.org/10.1007/BF00719755
https://doi.org/10.1080/14786437008221068
https://doi.org/10.1080/14786437208220346
https://doi.org/10.1007/BF02412141
https://doi.org/10.1016/j.engfailanal.2009.04.022

	Introduction 
	Experimental 
	Material System 
	Microcapsules 
	Matrix 

	Preparation of Microcapsules 
	Composite Preparation 
	Characterization 
	Microcapsules 
	Composites 

	Mechanical Characterization 
	Tensile Properties 
	Fatigue Life 


	Results and Discussion 
	Size of Microcapsules 
	Dispersion of Microcapsules 
	Tensile Properties 
	Fatigue Life 
	Fractography of Fractured Surfaces 
	Correlation of Fatigue Strength Coefficient and Fatigue Strength Exponent by Basquin Equation 

	Conclusions 
	References

