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Abstract: The methoxy-type silane coupling agents were synthesized via the modification of
the hydrolyzable group and characterized to investigate the change in properties of silica/rubber
composites based on the different silane coupling agent structures and the masterbatch fabrication
methods. The prepared methoxy-type silane coupling agents exhibited higher reactivity towards
hydrolysis compared to the conventional ethoxy-type one which led to the superior silanization to
the silica filler surface modified for the reinforcement of styrene-butadiene rubber. The silica/rubber
composites based on these methoxy-type silane coupling agents had the characteristics of more
developed vulcanization and mechanical properties when fabricated as masterbatch products for tread
materials of automobile tire surfaces. In particular, the dimethoxy-type silane coupling agent showed
more enhanced rubber composite properties than the trimethoxy-type one, and the environmentally
friendly wet masterbatch fabrication process was successfully optimized. The reactivity of the
synthesized silane coupling agents toward hydrolysis was investigated by FITR spectroscopic
analysis, and the mechanical properties of the prepared silica-reinforced rubber polymers were
characterized using a moving die rheometer and a universal testing machine.

Keywords: rubber; silane coupling agent; masterbatch; silica filler; composite; tire tread

1. Introduction

Rubber compounds, a key material in the automotive tire industry, are manufactured by mixing
natural or synthetic rubber with organic/inorganic fillers and are often used as tread materials for
automobile tire surfaces. Styrene-butadiene rubber (SBR) is a representative synthetic rubber that
is applied to a wide range of products, such as automotive tire treads, rubber belts, and shoes,
among which the automotive tire tread sector accounts for more than 70% of the SBR market [1–3].
A certain amount of rigid fillers must be added in the rubber matrix for property improvement or cost
reduction [4,5]. Carbon black (CB) and silica are widely used as fillers in rubber compounds [6–8].
The required properties of the rubber compounds used as tire tread materials are largely classified
into three categories: (1) rolling resistance, which is related to fuel efficiency, (2) wet traction,
which is relevant to directional stability, and (3) abrasion resistance, which is associated with tire
lifetime. The required physical properties are affected by various factors and are in a trade-off

relationship with each other, and thus, it is almost impossible to improve all properties simultaneously.
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The most important factor that affects the properties of rubber compounds is the interaction between
the filler and the rubber, which is known to influence the three properties that are essential for
rubber compounds. The use of silica has recently increased for improving the rolling resistance
and wet traction properties of rubber compounds instead of CB. However, abrasion resistance,
mechanical properties, and processing characteristics are required to be improved [9,10]. In order to
address this issue, the method for containing higher silica content in rubber compounds was suggested
in this study. The rubber compounds with high silica content have shown improvements in the
mechanical properties and abrasion resistance with increasing filler content. Owing to the presence
of hydrophilic components such as silanol groups on its surface, silica has a low affinity with the
hydrophobic rubber, resulting in drawbacks such as poor filler dispersion within the rubber compound
and poor filler–rubber interaction [11,12]. To address such problems, silane coupling agents (SCAs)
have been employed in numerous studies [13,14]. SCAs with different chemical structures have been
commercially developed for surface modification of silica [15,16]. The structure of the conventional
SCAs is shown in Figure 1, and it consists of a hydrolyzable group that bonds with silica via hydrolysis,
a silicon atom, a linker, and an organofunctional group that vulcanizes or exhibits miscibility with
rubber. When using 3,3’-bis(triethoxysilylpropyl)disulfide (TESPD), the most widely used commercial
SCA, to compound the SBR and the filler with high uniformity, significant problems occurred such
as limitations in the reactivity towards hydrolysis, side reactions related with the aggregation of the
SCA owing to its three alkoxy groups, and the ethanol by-product from the introduction of silica
which weakens the bonding force between the SBR and the silica surface [17]. The newly synthesized
methoxy-type SCAs in this study settled those forementioned problems.
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In recent years, there has been a growing interest in the wet masterbatch (WMB) technology, a new
mixing technique to improve the processability and dispersion of silica for enhanced abrasion resistance,
mechanical properties, and dynamic viscosity. WMB is a solidification technique, which involves
dispersing fillers in a SBR latex solution, where an SCA hydrolyzed in the liquid state reacts with silica
to create a surface-modified silica slurry, which is then mixed with the latex solution to undergo the
manufacturing process for producing a masterbatch [17,18]. WMB has the advantages of being able to
accommodate a large amount of fillers while achieving a higher filler dispersion within the rubber
matrix and a good filler–rubber interaction. Mun et al. functionalized an emulsion SBR (ESBR) structure
and prepared a silica-reinforced rubber compound through the WMB process. Then, they compared the
physical properties of the silica-reinforced rubber with those obtained by the dry masterbatch (DMB)
method [19]. Unlike the previous study, our study focused on the modified SCA structure and proved
its superiority by comparing the physical properties of the silica-reinforced rubber compound produced
through the WMB and DMB methods. In particular, this water-based WMB technique does not produce
toxic methanol during the compounding process, and thus, the methoxy-type SCAs can be applied
without the environmental concerns. However, this technique requires significant research, as there
is little knowledge about aspects such as the pH of the silica slurry, type of aggregate, and drying
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conditions. This technique has more complex manufacturing and SCA hydrolysis conditions than the
conventional DMB technique.

In this study, a novel methoxy-type SCA structure was synthesized via the modification of
the hydrolyzable group and applied to rubber compounds to allow maximizing the silica–SBR
interaction, preventing SCA aggregation and increasing the solubility in water. To produce a
silica–SBR compound, the optimized WMB technique was applied as well as the conventional
DMB technique, and the reactivity of the synthesized SCAs towards hydrolysis, the loss ratio of silica,
mechanical properties, abrasion resistance, and processing characteristics of the rubber compound
were compared and investigated.

2. Materials and Methods

2.1. Materials

(3-mercaptopropyl)methyldimethoxysilane (MPDMS, ≥95%), 2,2’-dithiodipyridine, dichloromethane
(anhydrous, 99.8%), petroleum ether, and isopropyl alcohol (IPA, 99.7%) were purchased from
Sigma-Aldrich, St. Louis, MO, USA. SBR 1723 (styrene content: 23.5%, oil type: TDEA 37.5 phr,
mooney viscosity (ML1 + 4): 49, coagulant: acid salt) was obtained from Kumho Petrochemical,
Seoul, Korea. F-175 silica cake (pH: 7.0, loss on drying/105 ◦C × 2H: 6.0%, ignition loss at 1000 ◦C:
13.0%, oil absorption: 250 mL/100 g, Brunaeur–Emmett–Teller (BET): 175 m2/g) was purchased
from Namhae Chemical, Yeosu, Korea. Bis[3-(triethoxysilyl)propyl] disulfide (TESPD (Si-75)) was
purchased from Evonik Industries, Essen, Germany. Sodium hydroxide (NaOH, ≥96%) was obtained
Samchun, Seoul, Korea. Various compounding processing additives such as zinc oxide (ZnO),
stearic acid (S/A), and N-(1,3-dimethyl-butyl)-N’-phenyl-p-phenylenediamine (6PPD) were purchased
from Sigma-Aldrich, USA. In the final compounding step, sulfur (Samchun, Seoul, Korea) was used
as a crosslinking agent. N-cyclohexyl-2-benzothiazole sulfonamide (CBS) (Tokyo Chemical Industry,
Tokyo, Japan) and diphenyl guanidine (DPG, Sigma-Aldrich, St. Louis, MO, USA) were used as
crosslinking accelerators.

2.2. Synthesis of SCAs

The chemical structure of the methoxy SCAs developed in this study and its simplified synthesis
method are shown in Figure 2.
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2.2.1. Synthesis of 3,3’-Bis(trimethoxysilylpropyl) Disulfide (TMSPD)

First, 20 mL of dichloromethane and 2 g of 2,2’-dithiodipyridine were mixed in a three-neck
round-bottom flask connected to a reflux condenser and nitrogen. Then, 4.45 g of excess
(3-mercaptopropyl)trimethoxysilane was quickly added to the previously prepared solution using a
syringe, and the mixture was allowed to react at room temperature for 4 days. The reaction product
was mixed with petroleum ether and distilled water and then repeatedly extracted for three times.
The extracted material was distilled under reduced pressure to remove the solvent and dried in a
vacuum oven at 60 ◦C.

1H NMR (500 MHz, CD2Cl2): δ (ppm) 3.54 (s, 18 H), 2.70 (m, J. = 11.4 Hz, 4 H), 1.77 (m, J. = 13.2 Hz,
4 H), 0.76 (m, J. = 11.2 Hz, 4 H). HRMS (m/z): calcd. for (C12H30O6S2Si2): 390.10.

2.2.2. Synthesis of 3,3’-Bis(dimethoxymethylsilylpropyl) Disulfide (DMSPD)

A total of 20 mL of dichloromethane and 2 g of 2,2’-dithiodipyridine were stirred in a three-neck
round-bottom flask connected to a reflux condenser and nitrogen. Then, 4.45 g of excess MPDMS
was quickly added to the earlier solution with a syringe and reacted at room temperature for 4 days.
Once the reaction was completed, the product was mixed with petroleum ether and distilled water and
extracted repeatedly for 3 times. After removing the solvent via distillation under reduced pressure,
the product was dried in a vacuum oven at 60 ◦C.

1H NMR (500 MHz, CD2Cl2): δ (ppm) 3.48 (s, 12 H), 2.69 (m, J. = 10.8 Hz, 4 H), 1.74 (m, J. = 13.4 Hz,
4 H), 0.69 (m, J. = 12.2 Hz, 4 H), 0.10 (s, 6 H). HRMS (m/z): calcd. for (C12H30O4S2Si2): 358.22.

2.3. Preparation of Silica/SBR Composites

2.3.1. Preparation of the Materials

SBR 1723 latex was used as the rubber matrix component, and the F-175 silica cake, the commonly
used silica in the current tire industry with a specific surface area of 175 m2/g, was used as the
reinforcing filler component to create tread rubber compounds. A silica cake was used as the form of
filler for the WMB composite. The silica cake referred to the silica dispersed in an aqueous solution,
where the silica preparation only proceeded to the sedimentation stage, while silica powder referred to
the dried state of the silica cake. Silica powder pressed into a granule form was used as the filler for
the DMB composite.

2.3.2. Preparation of WMB Silica/SBR Composites

The WMB manufacturing process first requires modification of the silica surface using an SCA,
where the hydrolysis of the alkoxy groups of the SCA and their conversion to silanol groups is essential
for introducing the SCA to the silica surface. To hydrolyze the alkoxy groups of the prepared SCA,
13.14 g of SCA and 25.0 g of IPA were vigorously mixed in a vessel at room temperature as 75 g of
H2O was slowly added, and acetic acid was added to the mixture until the pH reached 4 [17,18].
After allowing the reaction to proceed for an additional hour, the produced silane hydrolysates were
added to 164.22 g of silica cake and mixed after adding 465.76 g of distilled water. A 25 wt % NaOH
solution was added to the mixture until the pH reached 8, and the solution was stirred at 70 ◦C for 4 h
and then dried to prepare the surface-modified silica [20,21]. It is necessary that the SCA dissolves
well in an aqueous solution to hydrolyze the alkoxy groups of the SCA in the process solvent, and thus,
the WMB manufacturing method was unable to produce a proper, uniform sample with TESPD due
to its poor dissolution in water. After that, 87.98 g of the treated distillate aromatic extracted oil
emulsion was mixed with 234.6 g of SBR 1723 latex to produce an oil-extended SBR latex. The silica
surface-treated with SCA was mixed with 1 L of distilled water to produce a surface-modified silica
dispersion solution. Then, the oil extended SBR latex and the surface-modified silica dispersion
solution were mixed. After mixing was completed, sulfuric acid was added, until the pH reached 4 to
solidify the mixture, which was then washed three times with distilled water and dried in a convection
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oven for 6 h. Next, the mixing compounds were prepared according to the formulation in Table 1,
and the detailed procedure was explained in the following chapter. By using the WMB method, a much
higher production efficiency was achieved under a mixing temperature of 80 ◦C and a mixing time of
6 min.

Table 1. The mixing compound formulation.

* Phr T-1
(DMB-TESPD)

T-2
(DMB-DMSPD)

T-3
(DMB-TMSPD)

T-4
(WMB-DMSPD)

T-5
(WMB-TMSPD)

Styrene-butadiene
rubber (SBR)-1723 100 100 100 100 100

TDAE oil 37.5 37.5 37.5 37.5 37.5
Dried silica cake 70 70 70

SCA SI-75: 7 DMSPD: 7 TMSPD: 7
DMSPD

-modified silica 77

TMSPD
-modified silica - 77

ZnO 3 3 3 3 3
S/A 2 2 2 2 2

6PPD 1 1 1 1 1

FMB

Sulfur 1.5 1.5 1.5 1.5 1.5
CBS 1.5 1.5 1.5 1.5 1.5
DPG 1.5 1.5 1.5 1.5 1.5

* Phr: per hundred of rubber.

2.3.3. Preparation of DMB Silica/SBR Composites

In the DMB manufacturing process, the SCA was introduced during the compounding process
along with the silica, which was not surface-modified in advance in order to achieve direct interaction
with the rubber through the silanization reaction. However, due to limitations in the silanization
reaction condition (>150 ◦C) that resulted in high temperature settings in a mixer and increased mixing
times during compounding, the process suffered from low processing efficiency and difficulty in
removing alcohol by-products from the silanization reaction inside the kneader. Next, the mixing
compounds were prepared according to the formulation in Table 1 using a kneader, which was a
closed-type mixer. The mixing conditions were set to 75% of the internal capacity of the mixer as an
appropriate filler loading, and in the case of the DMB, the internal mixing temperature was set to
maintain 150 ◦C. In addition, upon setting the rotor speed of the kneader to 25 rpm, the materials were
added in the order of rubber, filler, and other processing aids, which were all mixed for a total time
of 12 min. In the second stage of the mixing process (the finish masterbatch, FMB), which was the
final compounding stage after the first mixing stage, sulfur and an accelerator were added in an 8-inch
two-roll mill (rotor speed ratio, 1:1.4) and mixed in the kneader at an internal mixing temperature of
50 ◦C and a mixing time of 2 min to increase the dispersion efficiency of a crosslinking agent and an
accelerator. Following the kneader mixing process, the rubber compounds were formed into sheets
with a thickness of 2.4 mm in the two-roll mill and subsequently cooled for 12 h.

2.4. Measurement

2.4.1. FTIR Spectroscopic Analysis

An FTIR-620 (JASCO, Tokyo, Japan) was used, and the attenuated total reflectance technique was
utilized to obtain the IR spectra. The samples for the FTIR measurement were prepared by making a
pallet with KBr. After sampling the raw materials, an appropriate amount was placed on the IR prism
and was secured with a micrometer, after which a 4000–500 cm−1 spectral range was measured.
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2.4.2. Gel Permeation Chromatography (GPC)

The analytes were dissolved in tetrahydrofuran, and the sample solution was injected into the
column. The flow rate of the sample solution was set to 1 mL/min for 60 min, and a pulse damper was
installed to minimize pump pulsation.

2.4.3. Thermogravimetric Analysis (TGA)

The silica contents of the WMB samples were measured. In this experiment, the WMB samples
contained SBR and silica, an inorganic material, and thus, the SBR underwent weight reduction via
thermal decomposition while silica remained in the form of ash, which allowed for the measurement
of silica content. The temperature was initially maintained at 25 ◦C for 5 min and raised to 900 ◦C at a
rate of 10 ◦C/min. Then, the temperature was maintained at 900 ◦C for 5 min, and the remaining ash
was weighed to determine the silica content.

2.4.4. Deutsches Institut für Normung (DIN) Abrasion Test

Abrasion tests were performed in accordance with ASTM 53,516, where a DIN sample mold was
used to vulcanize a cylindrical sample with a diameter of 16 mm and a height of 8 mm. The rubber
specimen for the DIN abrasion test was subjected to frictional wear using an abrasive sheet attached to
an abrasion tester to complete an abrasion distance of 40 m at a drum rotation speed of 40 rpm, and the
abrasion resistance of the test specimen was determined by measuring the mass loss.

2.4.5. Mechanical Properties

In accordance with ASTM D412, a dumbbell-shaped specimen was prepared to measure the
mechanical properties of the vulcanized rubber. Measurements were conducted using a universal
testing machine (UTM, KSU-05M-C, Ansan, Korea) with a 500 N load cell and a crosshead speed of
500 mm/min. The measured results were presented as 100% modulus, 300% modulus, tensile strength,
and percent elongation.

3. Results and Discussion

To evaluate the reactivity towards hydrolysis, which is the most important feature of the SCA,
hydrolysis reactions under various conditions were carried out, as presented in Table 2. The samples
for the FTIR measurement were prepared by making a pallet with KBr. As shown in Figure 3, the results
demonstrated that TMSPD and DMSPD showed higher reactivity in various compositions of co-solvent
compared to TESPD due to their much higher solubility in water. Owing to the presence of ethoxy
groups, TESPD showed low reactivity towards hydrolysis, and the silanol group (Si–OH) peak at
3426 cm−1 was not observed, except under conditions 3 and 4 where IPA was a major component,
whereas TMSPD and DMSPD contained methoxy groups that allowed all hydrolysis reactions to
occur easily within 1 h, except under conditions 5 and 6 where no acetic acid was added. In addition,
as presented in Figure 3d, TMSPD and DMSPD spontaneously hydrolyzed even under conditions
where no acid catalyst was added when they were maintained in a process solvent for more than
10 days. However, they also exhibited superior storage stability of more than 6 months under typical
room temperature and dry conditions. While TESPD required more than 78% of IPA as a process
solvent because of its low water solubility, TMSPD and DMSPD readily hydrolyzed in the process
solvent even when the water content was increased to 96%, and thus, they showed economic feasibility
and environmental friendliness [1,7,18]. They can also be applied to the water-based WMB method,
which is known to have a high processing efficiency for manufacturing mixing compounds in the
tire industry.
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Table 2. The various conditions of hydrolysis reactions.

Sample SCA (g) IPA (g) H2O (g) Acetic Acid (g)

1

0.5

4 96 0.7
2 20 80 0.7
3 80 20 0.7
4 96 4 0.7
5 20 80 0
6 80 20 0
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In general, alkoxy-based SCAs generate alcohol after the hydrolysis reaction, which is a by-product
that not only hardens by aggregation through a condensation reaction but also has an adverse effect on
the mechanical properties of the final rubber composites. To investigate the tendency of methoxy-based
SCAs towards the side reactions, the spontaneously hydrolyzed samples from the previous experiment
reacted in a 5% NaOH aqueous solution at 40 ◦C for 4 h. The GPC analysis was carried out after the
reaction to determine the condensation products of high molecular weight, and the obtained results,
shown Figure 4, revealed that DMSPD had a lower tendency towards a condensation side reaction
compared to TMSPD since it showed a smaller ratio of high molecular weight components. It was
speculated that the probability of a side reaction decreased because DMSPD contains two methoxy
groups, fewer than those in TMSPD. Thus, DMSPD was considered to have a better storage stability
than TMSPD.
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side reactions.

For a comparative evaluation of the extent to which silica became hydrophobic based on the SCA
type, the FTIR spectrum of the modified silica cake in the Figure 5 was analyzed to measure the grafting
degree (K). The grafting degree (K) was obtained using the equation shown below, and MPTMS,
which is known to easily hydrolyze, was used as the reference SCA, as the TESPD does not undergo
the hydrolyzation easily. The peak at 3426 cm−1 in the graph represents the silanol group (Si–OH),
and the peak at 1102 cm−1 corresponded to the Si–O–Si group. As silica modification proceeded,
the value of the grafting degree increased, because the presence of the silanol group (Si–OH) of the
prepared silica cake diminished and the peak area at 3426 cm−1 was relatively reduced. As can be
observed in the K values compared in the Table 3, TMSPD and DMSPD showed a higher grafting
degree than MPTMS and ultimately had an excellent ability to form Si–O–Si bonds with silica, and thus,
they were considered to be more advantageous for silica to become hydrophobic. DMSPD, which has
a di-methoxy group, was even more favorable for making the silica hydrophobic despite its fewer
hydrolyzable groups. This result was mainly because it showed an enhanced silanization reaction due
to its lower steric hindrance than the tri-methoxy silane and the suppressed side reaction after being
introduced to the silica surface. The detailed discussions are provided in the following paragraphs.

1 
 

 

Figure 5. FTIR spectra of the modified silica cake with the prepared SCAs.

Table 3. The grafting degree values of the prepared SCAs.

Pure MPTMS DMSPD TMSPD

R 0.390
r 0.329 0.283 0.314

K (grafting degree) 0 15.6 27.4 19.5
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The evaluation of the remaining silica content in the WMB sample was performed using TGA,
where the sample was maintained at 25 ◦C for 5 min and then raised to 900 ◦C at a 10 ◦C/min ramp.
After maintaining the temperature at 900 ◦C for 5 min and measuring the remaining ash content to
determine the silica content, DMSPD showed a lower loss of silica compared to TMSPD as indicated
in Figure 6. The prepared silica fillers were more efficiently modified and introduced to the rubber
composites when they were silanized with the DMSPD SCA. In other words, similar to the previous
result, DMSPD with the di-methoxy group was more advantageous for making silica hydrophobic
compared to TMSPD.
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Figure 6. The evaluation of remaining silica content in the wet masterbatch (WMB) sample with
methoxy-type SCAs.

The final compound mixed to completion in the second mixing stage mentioned earlier was
characterized using a moving die rheometer (MDR) to measure the torque of an uncured compound
at 160 ◦C for 30 min under an oscillation angle of ±1◦, as shown in Figure 7a. The measured torque
value was used to determine the maximum torque (Tmax), minimum torque (Tmin), and optimum cure
time (t90) in Table 4. The vulcanization of the rubber specimen was conducted in a hot process over an
optimum cure time (t90 + 2 min) [22]. The result comparison between the samples showed that the
methoxy-type SCAs rather than the ethoxy-type SCAs were more favorable towards processability
(e.g., Mooney viscosity) and cure rate. This outcome seemed to arise from the fact that methoxy groups
exhibit a higher reactivity towards hydrolysis and have a lower steric hindrance allowing the formation
of compact bonds with silica, and thus, the silanization reaction occurs to a greater extent [23,24].
As a result, the effect of surface modification on silica became greater and the hydrophobicity of silica
increased, leading to suppressed reagglomeration and reduced scorch generation. Moreover, in the
comparison between the methoxy-type SCAs, fewer agglomerates were produced, Mooney viscosity
was reduced, and the improvement (Tmax–Tmin) in the vulcanization characteristics was greater
in DMSPD than in TMSPD, because the former has fewer lateral methoxy groups than the latter,
and therefore, the hydrophilicity of the modified silica was weaker [25]. The WMB samples had a
higher value of the difference between the maximum and minimum torques (Tmax – Tmin) than the
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DMB samples, which demonstrated the property enhancement due to curing was considered to be
greater. Moreover, the WMB samples had a lower Mooney viscosity than the DMB samples and
demonstrated superior processability. The cure rate of DMSPD was higher than that of TMSPD in both
DMB and WMB samples.
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Table 4. The vulcanization reaction characteristics of silica/SBR composites.

Unit T-1 T-2 T-3 T-4 T-5

t10 min:s 3:36 3:07 2:50 3:34 3:36
t90 min:s 6:12 5:17 4:59 5:33 5:55

Cure rate * N-m/min 0.445 0.528 0.495 0.529 0.513
Tmin N-m 0.272 0.291 0.341 0.199 0.207
Tmax N-m 1.260 1.267 1.266 1.266 1.265

Tmax –Tmin N-m 0.988 0.976 0.925 1.067 1.058
ML1+4 - 98.3 89.9 97.2 86.2 84.5

* (T60−T40)/(t60−t40).

Figure 7b shows the stress–strain curves of the DMB and WMB samples with the prepared
SCAs. The abrasion resistance was measured under identical conditions conforming to the DIN
53,516 measurement procedure, and the mass losses before and after investigation were measured.
The mechanical properties were also measured using the typical method in accordance with ASTM
D638 (Standard Test Method for Tensile Properties of Plastics), as presented in Table 5. The results of the
evaluation of properties revealed that among the DMB samples, DMSPD and TMSPD showed superior
performance compared to TESPD, a commercial SCA. The DIN abrasion values of the methoxy-type
SCAs—DMSPD and TMSPD—were 129 and 151 mg, respectively, which were smaller than 155 mg of
the ethoxy-type SCA—TESPD; similarly, the values of 300% modulus (M300%) of the methoxy-type
SCAs—DMSPD and TMSPD—were 63.5 and 58.4 kgf/cm2, respectively, which were greater than
56.2 kgf/cm2 of TESPD. With regard to tensile strength, T-2 obtained by the DMB method using DMSPD
also exhibited the highest value (230 kgf/cm2). However, there were no significant differences in
hardness values. The ethoxy-type DMB sample T-1 showed the highest value in resilience. Therefore,
it was possible to conclude that, compared to the ethoxy-type SCAs, the methoxy-type SCAs exhibited
the better tire-related mechanical performance. Moreover, SCAs with fewer alkoxy groups (DMSPD)
generally demonstrate the best performance in the abrasion resistance, modulus, and the tensile
strength [26]. The WMB samples with the methoxy-type SCAs also exhibited the better mechanical
properties than the rubber composite sample with the ethoxy-type SCA—T-1. DIN abrasion values of
WMB samples were 131 and 137 mg, respectively, and their modulus values were also higher than
those of sample T-1. These results may be attributed to the successful optimization of the WMB process
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with the removal of residual emulsifiers and the sufficient surface modification (i.e., silanization) of
the prepared silica cake [25]. In the case of WMB, a much higher production efficiency was also
achieved under a mild mixing temperature and a short mixing time as illustrated in the materials and
methods section. In particular, the optimized WMB process can introduce the prepared methoxy-type
SCAs without any environmental concern, since this technique does not produce the toxic methanol
byproduct during the compounding process, as shown in Figure 8. The comparison between WMB
samples—T-4 and T-5—also revealed that the rubber composite made from DMSPD, which inherently
has fewer alkoxy groups, showed more desirable mechanical properties.

Table 5. The mechanical properties of silica/SBR composites.

Unit T-1 T-2 T-3 T-4 T-5

Hardness Shore A 57 58 57 57 56
M100% kgf/cm2 17.8 19.3 17.1 18.5 17.9
M300% kgf/cm2 56.2 63.5 58.4 62.8 60.2

Elongation at break % 756 692 688 702 736
Tensile strength kgf/cm2 227 230 217 228 223
DIN abrasion mg 155 129 151 131 137
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The reason why the methoxy-type SCAs exhibited superior properties to the ethoxy-type SCAs
was that the former had a higher reactivity towards hydrolysis and lower steric hindrance and thus
excellent silanization was achieved through the formation of compact bonds with silica. As a result,
the effect of silica surface modification was significant, and the higher degree hydrophobicity of
silica allowed higher compatibility with SBR. In the comparison between the methoxy-type samples,
a reduced number of methoxy groups was more desirable, because fewer methoxy groups bonding with
silica led to decreased methanol byproduct generation (see Figure 9), which prevented the weakening
of the bond strength between the SBR and the silica surface [25]. Furthermore, as the number of
methoxy groups decreased, the effect of steric hindrance became less significant owing to the simple
side structure consisting of methyl groups [25]. Therefore, SCAs were be able to bond to the silanol
groups of the silica surface more densely despite the smaller number of alkoxy groups [26]. As a
result, the effect of the surface treatment on silica became greater, and the hydrophobicity of silica
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increased to enhance the bond density with SBR, thereby improving various mechanical properties
including the abrasion resistance, modulus and the tensile strength. In addition, the hydrophobicity of
modified silica increased as a result of fewer polar lateral methoxy groups, which in turn prevented
reaggregation among the modified silica particles and avoided adverse effects such as scorch generation
and increase in Mooney viscosity.Polymers 2020, 12, x  13  of  15 
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Figure 9. Schematic of the bonding of SCAs to a silica surface and the side reaction of the modified silica.

4. Conclusions

In this study, the methoxy-type SCAs—TMSPD and DMSPD—were synthesized and characterized
along with the conventional ethoxy-type SCA—TESPD, to investigate the change in properties of
silica/SBR composites based on the added SCA structure. The methoxy-type SCAs—TMSPD and
DMSPD—showed higher reactivity towards hydrolysis compared to the conventional SCA—TESPD.
Therefore, the silica/SBR composites with methoxy-type SCAs were more smoothly fabricated, and the
WMB manufacturing method was also possible. Due to the superior silanization resulting from the
low steric hindrance of methoxy-type SCAs, the formation of compact bonds with silica was possible,
and the various mechanical properties of the composites were improved. In particular, the water-based
environmentally friendly WMB process was successfully optimized to introduce these methoxy-type
SCAs without any environmental concern. Among the prepared methoxy-type SCAs, DMSPD resulted
in more enhanced rubber composite properties than TMSPD, because its fewer methoxy groups led to
less methanol byproducts after bonding with silica, which in turn prevented the bond between the
SBR and the silica surface from weakening. Moreover, the simplified methyl side group of DMSPD
were less affected by steric hindrance and allowed to form more compact bonds with the silica surfaces.
The fewer lateral methoxy groups resulted in an increase in the hydrophobicity of the modified silica
that suppressed silica reaggregation, thus avoiding undesirable effects such as scorch generation and
increase in Mooney viscosity. Consequently, it yielded the best vulcanization characteristics and
mechanical properties when manufactured as a rubber compound for tread materials of automobile
tire surfaces.

Author Contributions: Data curation, J.S.K., S.H.L. and S.H.J.; Investigation, S.Y.L., D.H.K., N.-H.P., J.W.J. and
J.C.; Writing – original draft, S.Y.L. and J.C.; Writing – review & editing, J.C. All authors have read and agreed to
the published version of the manuscript.

Funding: This work was supported by a grant from the Industrial Core Technology Development Program
(10067128) funded by the Ministry of Trade, Industry and Energy (MOTIE), the Republic of Korea.

Conflicts of Interest: The authors declare that there is no conflict of interest regarding the publication of this paper.



Polymers 2020, 12, 3058 13 of 14

References

1. Ko, J.Y.; Prakashan, K.; Kim, J.K. New silane coupling agents for silica tire tread compounds. J. Elastomers Plast.
2012, 44, 549–562. [CrossRef]

2. Zafarmehrabian, R.; Gangali, S.T.; Ghoreishy, M.H.R.; Davallu, M. The Effects of Silica/Carbon Black Ratio on
the Dynamic Properties of the Tread compounds in Truck Tires. E-J. Chem. 2012, 9, 1102–1112. [CrossRef]

3. Hao, P.T.; Ismail, H.; Hashim, A.S. Study of two types of styrene butadiene rubber in tire tread compounds.
Polym. Test. 2001, 20, 539–544. [CrossRef]

4. Ikeda, Y.; Katoh, A.; Shimanuki, J.; Kohjiya, S. Nano-Structural Observation of in situ Silica in Natural
Rubber Matrix by Three Dimensional Transmission Electron Microscopy. Macromol. Rapid Commun. 2004, 25,
1186–1190. [CrossRef]

5. Park, S.-J.; Jin, S.-Y.; Kaang, S. Influence of thermal treatment of nano-scaled silica on interfacial adhesion
properties of the silica/rubber compounding. Mater. Sci. Eng. A 2005, 398, 137–141. [CrossRef]

6. Tomita, Y.; Nakata, S.; Honma, T.; Yashiro, K. Deformation behavior of silica-filled rubber with coupling
agents under monotonic and cyclic straining. Int. J. Mech. Sci. 2014, 86, 7–17. [CrossRef]

7. Sarkawi, S.; Dierkes, W.K.; Noordermeer, J.W. Elucidation of filler-to-filler and filler-to-rubber interactions in
silica-reinforced natural rubber by TEM Network Visualization. Eur. Polym. J. 2014, 54, 118–127. [CrossRef]

8. Rattanasom, N.; Saowapark, T.; Deeprasertkul, C. Reinforcement of natural rubber with silica/carbon black
hybrid filler. Polym. Test. 2007, 26, 369–377. [CrossRef]

9. Reuvekamp, L.A.E.M.; Brinke, J.W.T.; Van Swaaij, P.J.; Noordermeer, J.W. Effects of Time and Temperature
on the Reaction of Tespt Silane Coupling Agent During Mixing with Silica Filler and Tire Rubber.
Rubber Chem. Technol. 2002, 75, 187–198. [CrossRef]

10. Sengloyluan, K.; Sahakaro, K.; Dierkes, W.K.; Noordermeer, J.W. Silica-reinforced tire tread compounds
compatibilized by using epoxidized natural rubber. Eur. Polym. J. 2014, 51, 69–79. [CrossRef]

11. Prasertsri, S.; Rattanasom, N. Mechanical and damping properties of silica/natural rubber composites
prepared from latex system. Polym. Test. 2011, 30, 515–526. [CrossRef]

12. Zou, H.; Wu, S.; Shen, J. Polymer/Silica Nanocomposites: Preparation, Characterization, Properties,
and Applications. Chem. Rev. 2008, 108, 3893–3957. [CrossRef] [PubMed]

13. Bukleski, M.; Ivanovski, V.; Hey-Hawkins, E. A direct method of quantification of maximal chemisorption
of 3-aminopropylsilyl groups on silica gel using DRIFT spectroscopy. Spectrochim. Acta Part A Mol.
Biomol. Spectrosc. 2015, 149, 69–74. [CrossRef] [PubMed]

14. Xie, Y.; Hill, C.A.; Xiao, Z.; Militz, H.; Mai, C. Silane coupling agents used for natural fiber/polymer
composites: A review. Compos. Part A Appl. Sci. Manuf. 2010, 41, 806–819. [CrossRef]

15. Sae-Oui, P.; Sirisinha, C.; Thepsuwan, U.; Hatthapanit, K. Comparison of reinforcing efficiency between Si-69
and Si-264 in a conventional vulcanization system. Polym. Test. 2004, 23, 871–879. [CrossRef]

16. Pere, E.; Cardy, H.; Latour, V.; Lacombe, S. Low-temperature reaction of trialkoxysilanes on silica gel: A mild
and controlled method for modifying silica surfaces. J. Colloid Interface Sci. 2005, 281, 410–416. [CrossRef]

17. Chen, Z.R.; Araki, S.; Cole, W.M.; Hergenrother, W.; Warren, S. U.S. Patent 7312271, 25 December 2007.
Available online: https://patents.google.com/patent/US7312271B2/en (accessed on 19 December 2019).

18. Wallen, P.J.; Bowman, G.C.; Colvin, H.A.; Hardiman, C.J.; Reyna, J.E.R. U.S. Patent 8357733, 22 January 2013.
Available online: https://patents.google.com/patent/US8357733B2/en (accessed on 19 December 2019).

19. Mun, H.; Hwang, K.; Yu, E.; Kim, W.; Kim, W. Glycidyl Methacrylate-Emulsion Styrene Butadiene Rubber
(GMA-ESBR)/Silica Wet Masterbatch Compound. Polymers 2019, 11, 1000. [CrossRef]

20. Li, Y.; Han, B.; Liu, L.; Zhang, F.; Zhang, L.; Wen, S.; Lu, Y.; Yang, H.; Shen, J. Surface modification of silica by
two-step method and properties of solution styrene butadiene rubber (SSBR) nanocomposites filled with
modified silica. Compos. Sci. Technol. 2013, 88, 69–75. [CrossRef]

21. Li, Y.; Han, B.; Wen, S.; Lu, Y.; Yang, H.; Zhang, L.; Liu, L. Effect of the temperature on surface modification
of silica and properties of modified silica filled rubber composites. Compos. Part A Appl. Sci. Manuf. 2014, 62,
52–59. [CrossRef]

22. Park, J.; Kim, K.; Lim, S.-H.; Hong, Y.; Paik, H.-J.; Kim, W. Functionalized Emulsion Styrene-Butadiene
Rubber Containing Diethylaminoethyl Methacrylate for Silica Filled Compounds. Elastomers Compos. 2015,
50, 110–118. [CrossRef]

http://dx.doi.org/10.1177/0095244312439489
http://dx.doi.org/10.1155/2012/571957
http://dx.doi.org/10.1016/S0142-9418(00)00073-8
http://dx.doi.org/10.1002/marc.200400053
http://dx.doi.org/10.1016/j.msea.2005.03.012
http://dx.doi.org/10.1016/j.ijmecsci.2013.09.030
http://dx.doi.org/10.1016/j.eurpolymj.2014.02.015
http://dx.doi.org/10.1016/j.polymertesting.2006.12.003
http://dx.doi.org/10.5254/1.3544972
http://dx.doi.org/10.1016/j.eurpolymj.2013.12.010
http://dx.doi.org/10.1016/j.polymertesting.2011.04.001
http://dx.doi.org/10.1021/cr068035q
http://www.ncbi.nlm.nih.gov/pubmed/18720998
http://dx.doi.org/10.1016/j.saa.2015.04.026
http://www.ncbi.nlm.nih.gov/pubmed/25942087
http://dx.doi.org/10.1016/j.compositesa.2010.03.005
http://dx.doi.org/10.1016/j.polymertesting.2004.05.008
http://dx.doi.org/10.1016/j.jcis.2004.08.061
https://patents.google.com/patent/US7312271B2/en
https://patents.google.com/patent/US8357733B2/en
http://dx.doi.org/10.3390/polym11061000
http://dx.doi.org/10.1016/j.compscitech.2013.08.029
http://dx.doi.org/10.1016/j.compositesa.2014.03.007
http://dx.doi.org/10.7473/EC.2015.50.2.110


Polymers 2020, 12, 3058 14 of 14

23. Rooj, S.; Das, A.; Stöckelhuber, K.W.; Mukhopadhyay, N.; Bhattacharyya, A.R.; Jehnichen, D.; Heinrich, G.
Pre-intercalation of long chain fatty acid in the interlayer space of layered silicates and preparation of
montmorillonite/natural rubber nanocomposites. Appl. Clay Sci. 2012, 67, 50–56. [CrossRef]

24. Kim, D.-W.; Kim, C.-H.; Jung, H.-K.; Kang, Y.-G. The Effect of Glyceride Modified by Fatty Acid on Mechanical
Properties of Silica filled Rubber Compounds. Elastomers Compos. 2013, 48, 114–124. [CrossRef]

25. Cichomski, E.M. Silica-Silane Reinforced Passenger Car Tire Treads: Effect of Silica Morphology,
Silica-Polymer Interface Structure and Rubber Matrix Network on Tire-Performance Indicators. Ph.D. Thesis,
University of Twente, Enschede, The Netherlands, May 2015. [CrossRef]

26. Nakamura, Y.; Honda, H.; Harada, A.; Fujii, S.; Nagata, K. Mechanical properties of silane-treated,
silica-particle-filled polyisoprene rubber composites: Effects of the loading amount and alkoxy group
numbers of a silane coupling agent containing mercapto groups. J. Appl. Polym. Sci. 2009, 113, 1507–1514.
[CrossRef]

Publisher’s Note: MDPI stays neutral with regard to jurisdictional claims in published maps and institutional
affiliations.

© 2020 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access
article distributed under the terms and conditions of the Creative Commons Attribution
(CC BY) license (http://creativecommons.org/licenses/by/4.0/).

http://dx.doi.org/10.1016/j.clay.2012.03.005
http://dx.doi.org/10.7473/EC.2013.48.2.114
http://dx.doi.org/10.3990/1.9789036538909
http://dx.doi.org/10.1002/app.30155
http://creativecommons.org/
http://creativecommons.org/licenses/by/4.0/.

	Introduction 
	Materials and Methods 
	Materials 
	Synthesis of SCAs 
	Synthesis of 3,3’-Bis(trimethoxysilylpropyl) Disulfide (TMSPD) 
	Synthesis of 3,3’-Bis(dimethoxymethylsilylpropyl) Disulfide (DMSPD) 

	Preparation of Silica/SBR Composites 
	Preparation of the Materials 
	Preparation of WMB Silica/SBR Composites 
	Preparation of DMB Silica/SBR Composites 

	Measurement 
	FTIR Spectroscopic Analysis 
	Gel Permeation Chromatography (GPC) 
	Thermogravimetric Analysis (TGA) 
	Deutsches Institut für Normung (DIN) Abrasion Test 
	Mechanical Properties 


	Results and Discussion 
	Conclusions 
	References

