Rheology of Melts and Solutions Part 1:

Viscosity and Its Measurement

by Clifford K. Schoff, Schoff Associates*

is article deals with the rheology behavior of polymer melts and polymer solutions and

considers how these materials relate to coatings. It begins with the measurement of di-

lute solution viscosity, including the limiting viscosity number (intrinsic viscosity) and

related parameters. Polymer melts and the usefulness of melt rheology techniques to character-

ize molten coatings and follow cure are discussed. Methods for the measurement of concen-

trated solutions are presented, including rotational viscometry and rolling ball techniques.

INTRODUCTION

You may wonder what an article on
melts and solutions is doing in a paint
and coatings journal. The solution as-
pect is not difficult to explain because
we often deal with resins in solution,
and letdowns, varnishes, and clears es-
sentially are solutions. Also, more and
more paint components will be incor-
porated as solutions as paint manufac-
turing by dispensing metered amounts
of solutions and dispersions into con-
tainers becomes commonplace. In
addition, dilute solution viscosities
are useful for characterizing polymers.
Regarding melts, readers will know that
powder coatings melt and flow on bak-
ing, but they may be surprised to learn
that many other coatings also behave
like polymer melts. For example, high-
solids coatings show considerable flow
even after all solvent is lost, particularly
at elevated temperatures.

The analytical aspects of all this come
with the techniques used to measure
rheological behavior and the questions
that the results should answer: Does the
paint or component meet specifications?
Does the paint have the correct rheologi-
cal characteristics for the application?
Why is the paint experiencing flow prob-
lems? Why is the appearance not up to

standard? What are the characteristics of
the polymers and/or oligimers in the
resin?

DILUTE POLYMER SOLUTIONS

Although the movement to environ-
mentally compliant technologies has re-
duced the use of moderate to high mo-
lecular weight polymers in paints,
characterization of polymers by dilute
solution viscosity still is of interest to the
coatings industry. The reason for working
with very low polymer concentrations is
that they reduce intermolecular interac-
tions and allow measurement of poly-
mer-solvent interactions. Viscosity val-
ues can be used to determine molecular
weights and to establish whether a sol-
vent is a good one or poor one for the
polymer in question.

Measurements are usually made in
glass capillary viscometers. In this
method, a liquid drains through a fine
bore tube and the viscosity is deter-
mined from the flow time and the tube
dimensions.! The basic glass capillary
design is that of Ostwald: a U-tube with
two reservoir bulbs separated by a capil-
lary, as shown in Figure 1. The liquid is
added to the viscometer, pulled into the
upper reservoir by suction, and then al-

lowed to drain by gravity back into the
lower reservoir. The time that it takes
for the liquid to pass between two
etched marks, one above and one below
the upper reservoir, is a measure of the
viscosity. In U-tube viscometers, the ef-
fective pressure head and, therefore, the
flow time, depend on the volume of lig-
uid in the instrument. Hence, the con-
ditions must be the same for each
measurement. Cleanliness is critical for
accurate and precise results. The vis-
cometer must be cleaned thoroughly af-
ter each series of measurements. ASTM
standards D 445, “Kinematic Viscosity
of Transparent and Opaque Liquids
(and the Calculation of Dynamic
Viscosity),” D 446, “Standard Specifica-
tion and Operating Instructions for
Glass Capillary Kinematic Viscometers,”
and D 2857, “Standard Practice for
Dilute Solution Viscosity of Polymers”

Figure 1—O0stwald glass capillary viscometer.
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Figure 2—Plots of viscosity number (1, = nSP/C) and the logarith- Figure 3—Plots of viscosity versus shear rate for solutions of a
mic viscosity number (n,, = In m,/C) versus concentration. styrene-butadiene-styrene block copolymer.?® Curve A is for the
Extrapolations to zero concentration give the limiting viscosity copolymer in cyclohexanone (c = 0.248 g/cm?); B, o-xylene (c = 0.246
number [n]. g/cm?); and C, toluene (c = 0.248 g/cm?).
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provide valuable information on glass The logarithmic viscosity number or in- and concentration, that of Schulz and
capillary viscometers and their use. herent (inh) viscosity is Blaschke.®
Ny = (InM,,)/C (units = m*kg or The Huggins equation and Huggins
dLig) constants can be used to determine val-
VISCOSITY RELATIONSHIPS ues for [n].”® The latter reference gives
where C is the concentration of poly- an equation:

A key viscosity parameter for poly-
mer characterization is the limiting vis-
cosity number or intrinsic viscosity, [n].
It is related to the molecular weight of
the polymer. It is calculated by extrapo-
lation to zero concentration of one or
the other of two parameters: the viscos-
ity number (reduced viscosity) and the
logarithmic viscosity number (inherent
viscosity). These quantities and their
means of calculation are outlined below.

The viscosity ratio or relative viscos-
ity, n,,,, is the ratio of the viscosity of a
polymer solution to the viscosity of the
pure solvent. In capillary viscometer
measurements, the relative viscosity (di-
mensionless) is the ratio of the flow
time for the solution (t) to the flow
time for the solvent (t,),

N, = t/t, =N/N, (dimensionless)

rel ©

The specific (sp) viscosity is defined as

N, = (NMp)/Mg ="M, - 1 (dimen-
sionless)

The viscosity number or reduced (red)
viscosity is defined as

Nrea = T]sp/C = (T]re] - 1)/C (lll'litS =
m?/kg or dL/g)
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mer in convenient units, traditionally

- 12 _
g/100 cm?® but kg/m? in SI units. The )= (1 +4k,n,) 12k ¢

viscosity number and logarithmic vis- that can be used for single-point deter-
cosity number vary with concentration, minations (calculations from a single
but each can be extrapolated (Figure 2) viscosity measurement at a known con-
to zero concentration to give the limit- centration). The general validity of sin-
ing viscosity number (intrinsic viscos- gle-point methods has been ques-

ity). Usually, measurements at four or tioned,’ but they can be very useful,
five concentrations are needed. especially for making comparisons. An

even simpler method is to approximate
[n] by the logarithmic viscosity number
of a single sufficiently dilute solution,

The specific viscosity also can be rep-
resented by

n,, = [lc+k, [n]* & such as 0.1 or 0.2 g/100 cc:

which becomes the Huggins equation®: ] ~m,,,=(0nmn)/c

nsp/c = nl(1 - k,[n]o) The limiting viscosity number depends

on the polymer, solvent, and tempera-

where k; is the Huggins viscosity con- ture, but under a given set of conditions
stant, a commonly used dilute solution it is related to the molecular weight by
viscosity number or index. It is easily the Mark-Houwink relation, n = KM¢,
determined from the slope of a plot of where K and a are constants and M is
n,,/c versus ¢ such as the lower plot in the molecular weight of the polymer.
Figure 2. The Huggins constant may be Tables of K and a are available for a
thought of as a measure of the “good- large number of polymers and
ness” of the solvent for the polymer solvents.>!° Excellent summaries of
with values around 0.3 in good solvents equations, techniques, and references
and 0.5-1 in poor solvents. Huggins relating to the viscosity of dilute poly-
constants can be found in reference 5 mer solutions are also available, "' as is
along with constants for another semi- information on dilute polymer solu-
empirical equation relating viscosity tions that are shear thinning.!?
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POLYMER MELTS AND
CONCENTRATED SOLUTIONS

When powder, high-solids, or elec-
trodeposition coatings are baked or
measurements are made on them at ele-
vated temperatures, they are not
thought of as polymer melts, but that
essentially is what they are. It is not nec-
essary to know this to be able to make
viscosity measurements, but such
knowledge can help explain problems
and certain kinds of behavior. There has
not been a lot published on the viscos-
ity behavior of coatings at elevated tem-
peratures, but the rheology of molten
polymers has been studied in great de-
tail and we can build on the results of
that research. Melt viscosity is a func-
tion of temperature, polymer molecular
weight (and MW distribution), and
polymer structure. Melts exhibit elastic
as well as viscous properties.

A number of experimental methods
have been applied to measure the melt
viscosity of polymers,'31°> but capillary
extrusion techniques probably are the
most common. Since such instruments
rarely are found in coatings laborato-
ries, rotational viscometers having heat-
ing capabilities are more likely to be
used for molten paint films. Oscillatory
shear measurements are useful for
measuring the elasticity of polymer
melts'®!” and also molten paint films.
Some research viscometers permit the
measurement of normal stress effects re-
sulting from elasticity. Controlled stress

methods also can be useful'® for evalu-
ating melts and coatings. Squeeze film
flow is an interesting technique that is
suitable for processibility testing of
polymer melts'” and might have appli-
cations for molten coatings.

Polymer melts generally are
Newtonian at very low shear rates, then
show decreasing viscosity with increas-
ing shear rate. A high shear rate
Newtonian region may exist, but heat
generation and polymer degradation at
high shear rates usually obscure it.
Depending on the concentration, the
solvent, and the shear rate of measure-
ment, concentrated polymer solutions
may give wide ranges of viscosity and
appear to be Newtonian or non-
Newtonian. This is illustrated in Figure
3, where solutions of a styrene-butadi-
ene-styrene block copolymer are
Newtonian and viscous at low shear
rates, but become shear thinning at
high shear rates, dropping to relatively
low viscosities beyond 10° s~1.2° The
shear rate at which the break in behav-
ior occurs depends on the concentration
and on the solvent. Note that the vis-
cosity also depends on which solvent
was used to dissolve the polymer. The
viscosities of the three solvents at
25°C are toluene 0.59 mPa-s (= cPs),
o-xylene 0.67 mPa-s, and cyclohexa-
none 2.20 mPa-s. Therefore, it is not
surprising that solution A has the high-
est viscosity, but the differences between
B and C obviously are due to more than
the differences in solvent viscosities.

There must also
be differences in

Figure 4—Viscosity-time plots for two versions of an automotive
clearcoat. The circles describe the cure of the original, noncatalyzed
clear. The triangles show the cure of the catalyzed version.
Measurements were done with an oscillatory viscometer.
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ity measurements of a coating at ele-
vated temperatures can be used to fol-
low the cure process. Although cure in a
viscometer is not identical to cure in an
oven, it still is a very useful technique
for comparing formulations and
chemistries, evaluating catalysts, and es-
tablishing root causes of problems.
Plots of viscosity versus time at the bake
temperature give curves such as those
for an automotive clearcoat with and
without catalyst that are shown in Figure
4. The original coating cured slowly and
the viscosity had only reached about
3500 Ps (350 Pa-s) after 11 minutes.
The catalyzed coating cured more rap-
idly and the viscosity was headed for in-
finity after six minutes.

Since the cured coating usually does
an excellent job of gluing the parts of
the viscometer together, only cone/plate
or plate/plate sensors should be used
and the parts should be separated while
the coating still is hot and molten.
Ideally, measurements should be made
with an oscillatory rheometer, but vis-
cosity also can be followed at a given
speed on a conventional rotational vis-
cometer. However, slip-stick behavior
may occur as the coating cures, which
produces peculiar saw-toothed traces.
There are several ways of preparing
specimens:

e The coating can be applied to a
panel, then flashed and scraped
before placing in the viscometer.
This method replicates the drying
of a coating and seems to be
more realistic than other meth-
ods, but precision studies have
shown that there is variability in
both the spraying and scraping
processes.

e The paint can be sprayed directly
onto a plate that has been re-
moved from the viscometer and
then is returned for measure-
ments after the appropriate flash
time. One problem is that the
cone up-down position must be
pre-set for the plate, but there is
no way to be sure that the plate
height is exactly the same as be-
fore.

e A few drops of paint from the can
are applied to the plate on the
viscometer. Usually, the plate
temperature is then ramped to
the bake temperature, although
the plate can be preheated. This
method may seem unrealistic
since it does not allow much sol-
vent to escape, but it works well
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as long as comparisons are made
under the same circumstances.
The curves in Figure 4 are exam-
ples of this kind of experiment.
Viscosity values must not be
taken as absolute, but useful pa-
rameters include the time of the
viscosity upturn, the time at
which the curve goes vertical (if
this happens), the slope of the
line or curve, and the time when
the maximum viscosity is
achieved.

The limiting low shear or zero-shear
viscosity 1, of molten polymers and con-
centrated solutions can be related to
their weight-average molecular weight,
M, by the following relations: 1, = KM,
for low molecular weight and n, =
KM 3* for high molecular weight 2224
The transition between the two forms of
behavior occurs at a critical molecular
weight, M, which is above the molecu-
lar weight of most paint resins.
Viscosity-solids relationships also show
a break in behavior due to chain entan-
glement above a certain molecular
weight (ranging from 3,800 to 36,000
MW),?> again above paint resin MW.
However, in highly concentrated
oligomeric solutions such as high-solids
coatings, relatively high dependencies
of viscosity on molecular weight and
solids occur even at low molecular
weights.2%27 This is probably due to hy-
drogen bonding that causes the string-
ing together of short chains or the for-
mation of a loose network, thereby
increasing the effective chain length.
Something similar to this has been seen
with the formation of viscosity-building
needle-like structures by low molecular
weight materials.?® Although the viscos-
ity-molecular weight relationships
noted here really only hold for narrow
molecular weight distribution polymers,
they still can be useful with broader dis-
tributions such as those found in resins
for coatings.

w

Melt viscosity measurements of
resins are useful for quality control,
problem solving, and making batch-to-
batch comparisons. For example, a high
temperature ICI-type high shear vis-
cometer (ASTM D 4287, “High Shear
Viscosity Using a Cone/Plate Viscome-
ter”) is a useful QC or process tool for
the manufacture of resins. Hot resin can
be taken from a kettle and its viscosity
measured immediately. If the viscosity
has reached a specified level, the batch
is finished and the reaction can be
stopped. Testing hot resin avoids the te-

www.coatingstech.org

dious process of
having to cool and
dissolve the resin

Analytical Series

Figure 5—Low shear viscosity (1 s!) versus solids for a waterborne
clearcoat (@) and a solventborne clear (H).
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cosity of the solu-
tion. An indication
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measurements also
may be used for

comparison of
resin batches in
cases where a high
molecular weight tail or the presence of
gel is suspected in a batch, but gel per-
meation chromatography (GPC) has
not indicated an unusual molecular
weight. Filtration prior to the GPC
measurement often removes high MW
polymer (especially in poor solvents)
and gel, thereby skewing the results. The
melt viscosity measurements are done
after solvent has been driven from the
resin (preferably by heating under vac-
uum) and usually are done with a high
temperature cone/plate viscometer.
Batches that have been tested have
shown substantial melt viscosity differ-
ences when high molecular weight ma-
terial was present (later separated and
identified by other techniques).

Measurement of the Viscosity
of Concentrated Solutions

Concentrated solutions can be char-
acterized via a wide range of viscome-
ters. Probably the most common device
used in the coatings industry is the ef-
flux cup. Viscosity cups work better for
Newtonian clearcoats and resin solu-
tions than they do for shear thinning
pigmented paints, but they still have
poor precision. For this reason, cups
should be restricted to process control
and not used for setting product specifi-
cations. Rotational viscometers (particu-
larly those with adequate temperature
control) are much better instruments
for the measurement of rheological be-
havior.22%3% Most research viscometers
have excellent temperature capabilities

and allow oscillatory, as well as con-
trolled shear and stress, measurements.
However, much less expensive viscome-
ters usually are sufficient for formula-
tion and problem-solving work. The
small sample adapter (SSA) that turns a
Brookfield viscometer into a concentric
cylinder instrument and inexpensive
cone/plate viscometers work well for
measurements on clearcoats and resin
solutions as well as on pigmented for-
mulations. Figure 5 shows viscosity-
solids data for waterborne and solvent-
borne clearcoats measured with a
Brookfield low shear cone/plate vis-
cometer. If we look at the curves from
right to left, we see the effects of dilu-
tion on viscosity. The solventborne clear
drops steadily in viscosity, but the wa-
terborne clear first increases in viscosity,
then decreases. The latter behavior is
common in dispersion-type waterborne
resins and clears.

Another useful technique is rolling
ball viscosity.2>31-33 This is an old
(1930s or earlier) method that involves
rolling a small ball bearing (usually 6
mm, Y4 inch in diameter) down a wet
painted panel on an inclined plane
(Figure 6). The viscosity, which can be
thought of as a surface viscosity, is in-
versely proportional to the velocity of
the ball. The system can be calibrated
with standard oils or other fluids of
known viscosity, but that is not neces-
sary for comparison work. The geometry
is ill-defined because the ball often
slides and rolls, but the technique can
be very helpful in problem solving.
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Figure 6—Rolling ball viscosity diagram.
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Figure 7—Surface (rolling ball) viscosity versus time at 20°C for three
versions of a clearcoat: O is control, A with 3% addition of flow con-
trol agent, and @ with replacement of 6% of the solvent with a slower
solvent. Inclined plane rolling ball viscometer at 15° angle with a 6.35
mm (1/4 in.) diameter steel ball.
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Figure 8—Viscosity-time behavior of a high-solids coating during flash
and bake. Data from TNO rolling ball viscosity apparatus.
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Plots of rolling ball viscosity versus time are useful for com-
paring batches or formulations that show differences in level-
ing, crater resistance, volatile entrapment, etc. Examples of
such plots are illustrated in Figure 7, which gives data for a
solventborne clearcoat and shows the effect of (1) adding a
flow agent and (2) replacing a portion of the solvent with a
slower solvent. The addition of the slower solvent allowed the
surface to stay open longer to release more volatiles. This
solved a popping problem.

Rolling ball viscosity also has been measured under bake
conditions with the inclined plane in an oven®? and with a
different apparatus employing a stationary ball and a mov-
ing substrate.3*3> The latter instrument, the TNO Rolling
Ball Viscometer, uses a turntable similar to that of a phono-
graph record player. Data from this device are presented in
Figure 8, which shows rheological behavior of a high-solids
enamel during the flash and bake.3¢ Rolling ball has even
been used to measure viscosities of powder coatings on pan-
els during heating.3”

Another version involves rolling a large steel ball down
an inclined plane onto a wet painted panel being baked on
a precision hot plate. The reciprocal of the distance rolled
by the ball can be taken as proportional to the viscosity.
This is a modification of a method used for determining the
tack of pressure sensitive adhesives.334? The hot plate ver-
sion of the method can be difficult, messy, and frustrating,
and the beginning and end of bakes often result in ball
bearings flying across the lab, but it is possible to learn a lot
about different formulations. However, it does not work
with fast drying coatings.

One aspect of the rheology of concentrated solutions that
seems to have been ignored in the literature is the viscosity of
letdown solutions. It is important to match paste and let-
down viscosities. Good pigment dispersions are easily spoiled
(flocculated) by attempts to mix them with letdowns that are
substantially different in viscosity. This situation has become
worse with high-solids coatings and the demand for very
high-solids pastes that turn out to have excessively high vis-
cosities and often do not have enough vehicle to adequately
stabilize the pigment particles. It may well be necessary to
formulate so that part of the letdown solution is in the pig-
ment paste to balance viscosities.

COMMENTS AND CONCLUSIONS, PART 1

Melts and solutions are only part of the total picture of
coatings, but knowledge of their behavior is useful in formu-
lation, manufacturing, and problem solving. Certainly, con-
trol of their rheology and the ability to characterize their be-
havior is important. The body of literature concerning these
materials is very large and may appear daunting, but refer-
ences 2, 13, 29, 30, and 41-46 offer good places to start.
Part 2 of this article will deal with viscoelasticity of concen-
trated solutions, surface flows in coatings, the effect of tem-
perature on melt and solution viscosity, and how solvents
affect rheology. [l

References

(1) Rabek, J.E, Experimental Methods in Polymer Chemistry, Wiley-
Interscience, New York, 1980.

(2) Schoft, C.K. and Kamarchik, P., “Rheological Measurements” in
Kirk-Othmer Encyclopedia of Chemical Technology, 4th ed.,

JCT CoatingsTech



Kroschwitz, J.I. and Howe-Grant, M.
(Eds.), John Wiley & Sons, New York,
Vol. 21, p. 347-437, 1997.

(3) Kurata, M. and Tsunashima, Y.,
“Viscosity-Molecular Weight
Relationships and Unperturbed
Dimensions of Linear Chain
Molecules,” in Polymer Handbook, 4th
ed., Brandrup, J., Immergut, E.H., and
Grulke, E.A. (Eds.), Wiley-Interscience,
New York, p. VII/1-83, 1999.

(4) Huggins, M.L., J. Am. Chem. Soc., 64,
2716 (1942).

(5) Schoff, C.K., “Concentration Depend-
ence of the Viscosity of Dilute Polymer
Solutions: Huggins and Schultz-
Blaschke Constants,” in Polymer
Handbook, 4th ed., Brandrup, J.,
Immergut, E.H., and Grulke, E.A.
(Eds.),Wiley-Interscience, New York, p.
VI1/265-289, 1999.

(6) Schulz, G.V. and Blaschke, E, J. Prakt.
Chem., 158, p. 130 (1941) and 159, p.
146 (1941).

(7) Reilly, PM., van der Hoff, BM.E., and
Ziogas, M., J. Appl. Polym. Sci., 24, p.
2087 (1979).

(8) Rafi'ee Fanood, M.M. and George, M.H.,
Polymer, 28, 2244 (1987).

(9) Chee, KK., J. Appl. Polym. Sci., 34, 891
(1987).

(10) Aharoni, S.H., J. Appl. Polym. Sci., 21,
1323 (1977).

(11) Bohdanecky, M. and Kovar, J., Viscosity
of Polymer Solutions, Elsevier, Amster-
dam, The Netherlands, 1982.

(12) Kalashnikov, V.N., J. Rheol., 38, 1385
(1994).

(13) Dealy, J.M., Rheometers for Molten
Plastics, Society of Plastics Engineers
and Van Nostrand Reinhold Co., Inc.,
New York, 1982; Dealy, ].M. and
Broadhead, T.O., Polym. Eng. Sci., 33,
1513 (1993).

(14) Hingmann, R. and Marzinke, B.L., J.
Rheol., 38, 573 (1994).

(15) Maia, J.M. et al., Applied Rheol., 12, 18
(2002).

(16) Maxwell, B. and Nguyen, M., Polym.
Eng. Sci., 19, 1140 (1979).

www.coatingstech.org

(17) Maxwell, B., in Polymer Characterization,
Craver, C.D. (Ed.), American Chemical
Society, Washington, D.C., p. 149,
1983.

(18) Hansen, PJ. and Williams, M.C., Polym.
Eng. Sci., 27, 586 (1987).

(19) Pham, H.T. and Meinecke, E., J. Appl.
Polym. Sci., 53, 257, 265 (1994).

(20) Paul, D.R,, St. Lawrence, J.E., and Troell,
J.H., Polym. Eng. Sci., 10, 70 (1970).

(21) Eley, R.R., “Chemorheology of
Thermoset Coatings,” lecture in short
course, Applied Rheology for Industrial
Chemists, Kent State University, Kent,
OH, April 25, 1990.

(22) Fox, T.G., Gratch, S., and Loshaek, S., in
Rheology, Vol. 1, Eirich, ER. (Ed.),
Academic Press, Inc., New York, p. 431,
1956.

(23) Fujita, H. and Einaga, Y., Rheol. Acta.,
25, 487 (1986).

(24) Thimm, W. et al., J. Rheol., 43, p. 1663
(1999).

(25) Graessley, WW., in Physical Properties of
Polymers, Mark, J.E. (Ed.), American
Chemical Society, Washington, D.C.,
Chapt. 3, p. 97, 1984.

(26) Schoft, C.K., Prog. Org. Coat., 4, 189
(1976); Am. Chem. Soc. Div. Polym.
Mater. Sci. Eng. Prepr., 55, 8 (1986); and
Proc. 14th Waterborne and High-Solids
Coatings Symposium, New Orleans, LA.,
252, 1987.

(27) Sherwin, M.A., Koleske, J.V., and Taller,
R.A., “Solution Properties of High
Solids Intermediates,” J. COAT. TECHNOL.,
53, No. 683, 35-43 (1981).

(28) Buter, R., in Proc. Fifth International
Conference on Organic Coatings Science
and Technology, Parfitt, G.D. and Patsis,
AV. (Eds.), Athens, Greece, 1979,
Technomics Publishing Co., Westport,
CT, p. 12, 1981.

(29) Schoft, C.K., Rheology, Federation of
Societies for Coatings Technology, Blue
Bell, PA, 1991.

(30) Eley, R.R., “Rheology and Viscometry”
in Paint and Coating Testing Manual:
14th Edition of the Gardner-Sward

Analytical Series

Handbook, Koleske, J. (Ed.), ASTM,
Philadelphia, pp. 333-368, 1995.

(31) Wolff, H. and Zeidler, G., Paint Varn.
Prod. Man., July, 7/August, 7 (1936).

(32) Quach, A. and Hansen, C.M., “Evalu-
ation of Leveling Characteristics of
Some Latex Paints,” J. PAINT TECHNOL.,
46, No. 592, 40 (1974).

(33) Goring, W., Dingerdissen, N., and
Hartman, C., Farbe Lack, 83, 270
(1977).

(34) Van der Berg, J. and de Vries, H.J., Proc.
XVIIth FATIPEC Congress, Lugano, Vol.
11, p. 343, 1984.

(35) Hoeflaak, M., Proc. XVIIIth FATIPEC
Congress, Venice, Vol. 1, p. 243, 1986.

(36) Hazenberg, J.EA., Proposal, Multisponsor
Progr. on Rheol. Behavior of Coat. Mat.
During Film Form., Paint Res. Inst., TNO
Delft, The Netherlands, Nov. 1982.

(37) Nakamichi, T. and Mashita, M., Powder
Coat., 6 (2), 2 (1984).

(38) ASTM Method D 3121, “Tack of
Pressure-Sensitive Adhesives by Rolling
Ball,” ASTM International, West
Conshohocken, PA.

(39) Johnson, J., Adhes. Age, 26, 34 (1983).

(40) Mizumachi, H. and Saito, T., J. Adhes.,
20, 83 (1986).

(41) Patton, T.C., Paint Flow and Pigment
Dispersion, 2nd ed., John Wiley & Sons,
Inc., New York, 1979.

(42) White, J.L., in Rheometry: Industrial
Applications, Walters, K. (Ed.), Research
Studies Press, John Wiley & Sons, Inc.
New York, p. 209-280, 1980.

(43) Cogswell, EN., Polymer Melt Rheology,
Halsted Press, a division of John Wiley
& Sons, Inc., New York, p. 40, 1981.

(44) Dealy, .M. and Wissbrun, K.E, Melt
Rheology and Its Role in Plastics
Processing, Van Nostrand Reinhold Co.,
Inc., New York, 1990.

(45) Macosko, C.W., Rheology: Principles,
Measurements and Applications, John
Wiley & Sons, Inc., New York, 1994.

(46) Mezger, T.G., The Rheology Handbook,
Curt R. Vincentz Verlag, Hanover,
Germany, 2002.

August 2007 77



