
 

 

Extended Material Data: Daploy™ WB130HMS and WB260HMS 
 
Table 1: Comparison WB130HMS vs. WB260HMS 
  WB130HMS WB260HMS  Unit Method 
MFR 2,1 2,4  g/10min ISO 1133 
Melt Strength 200°C 31 26  cN BTM 
Melt Extensibility 200°C 210 200  mm/s BTM 
DSC Melting Temperature 162 145  °C BTM 
DSC Crystallization Temperature 128 111  °C BTM 
FLEXURAL MODULUS 1900 1000  MPa ISO 178 
IMPACT STRENGTH notched +23°C 3 8  kJ/m² ISO 179 1eA
IMPACT STRENGTH notched -20°C 1 1  kJ/m² ISO 179 1eA
TENSILE MODULUS 2000 1000  MPa ISO 527 
TENSILE STRENGTH 40 30  MPa ISO 527 
TENSILE STRAIN AT BREAK 12 500  % ISO 527 
HDT TEMPERATURE A (1.8 Mpa) 60 50  °C ISO 75-2 
HDT TEMPERATURE B (0.45MPa) 110 72  °C ISO 75-2 
 
 

1E-3 0,01 0,1 1 10 100 1000
102

103

104

105

 DaployTM WB130HMS
 DaployTM WB260HMS

η*
 [P

a 
s]

ω [rad/s]

 
Figure 1: Rheology comparison WB130HMS vs. WB260HMS  
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Figure 2: Rheotens comparison WB130HMS vs. WB260HMS 
 
Table 2: Process Settings (foaming with CO2, 60mm single screw extruder) 
 WB130HMS WB260HMS  
 from to from to Unit 
Mass flow 15 30 15 30 kg/hr 
CO2 0,4 1,2 0,4 1,2 % 
Nucleating Agent* 0,15 0,30 0,15 0,30 % 
Temperatures Zone 1 
Zone 2 
Zone 3 
Zone 4 
Zone 5 
Zone 6 
Zone 7 
Cooling Extension 
Mixer 
Adapter 
Die 

160 
180 
220 
220 
220 
220 
180 
175 
175 
175 
165 

170 
190 
220 
240 
240 
240 
180 
180 
175 
180 
170 

150 
170 
210 
230 
215 
165 
155 
145 
140 
140 
140 

160 
180 
220 
240 
225 
175 
165 
155 
145 
145 
145 

°C 
°C 
°C 
°C 
°C 
°C 
°C 
°C 
°C 
°C 
°C 

Melt Temperature 165 170 140 150 °C 
Extruder (Injection) Pressure 
Mixer Pressure 
Die Pressure 

50 
40 
30 

80 
65 
50 

70 
50 
25 

90 
70 
40 

bar 
bar 
bar 

Screw Speed 15 25 15 25 rpm 
Take off speed 2,5 4 2,5 4 m/min 
Foam Density 120 400 180 400 kg/m³ 
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Figure 3: Mechanical properties of foamed WB260HMS-blends 
 
 
Disclaimer: 
 
The information contained herein is to our knowledge accurate and reliable as of the date of publication. Borealis extends no 
warranties and makes no representations as to the accuracy or completeness of the information contained herein, and assumes 
no responsibility regarding the consequences of its use of for any printing errors.  
Our products are intended for sale to industrial and commercial customers. It is the customer’s responsibility to respect and test 
our products in order to satisfy himself as to the suitability of the products for the customer’s particular purpose. The customer is 
also responsible for the appropriate, safe and legal use, processing and handling of our products. Nothing herein shall constitute 
any warranty (express or implied, or merchantability, fitness for a particular purpose, compliance with performance indicators, 
conformity to samples or models, non-infringement or otherwise), nor is protection from any law or patent to be inferred. No 
statement herein shall be construed as an endorsement of any product or process.  
Insofar as products supplied by Borealis or its subsidiary companies are used in conjunction with third party materials, it is the 
responsibility of the customer to obtain all necessary information relating to the third party materials and ensure that Borealis 
products when used together with these materials are suitable for the customers particular purpose. No liability can be accepted 
in respect of the use of Borealis products in conjunction with other materials. The information contained herein relates 
exclusively to our products when not used in conjunction with any third party materials.  
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