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Abstract
Propylene-ethylene (PPE) copolymer was added to high melt-strength polypropylene (HMS PP) for extrusion foaming. 
PPE postpones polypropylene (PP) crystalization and decreases the optimum foaming temperature. The blend maintains 
good melt strength and pronounced strain hardening(less than 30%) for a low melt mass flow rate (MFR) of PPE. The small 
phase separation of PPE (high ethylene content) and PP also favors cell nucleation during foaming. Thus, at lower foaming 
temperature, the small crystals may function as physical crosslinking, which can help to maintain melt strength and strain 
hardening behavior around the foaming window. The better cell nucleation and finer cells with higher expansion ratio (ER) 
in the foam sample were achieved. Combining the advantage of resin elasticity and better foam structure, better toughness 
was achieved with elongation at break as high as 150%, while maintaining the stiffness.
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1 Introduction

PP foams are forecast to achieve fast grow due to many 
advantages such as good thermal stability, microwave-
able, good resilience, chemical resistivity against chemi-
cals/oils, eco-friendly, and recyclable. Main applications 
include automotive, packaging and insulation [1–3].

Among several foaming process, extrusion foaming 
with supercritical  CO2 is still challenging, Naguib and 
coworkers proved the volume expansion is governed either 
by the loss of blowing agent through foam skin at high 
process temperature or by solidification/crystallization at 
low process temperature [4]. Thus, to achieve low-density 
PP foam in continuous extrusion foaming, at high pro-
cessing temperature, the resin required to have enhanced 
elasticity and balanced viscosity (high melt strength and 
pronounced strain hardening) to avoid cell coalescence 
[5]. At low processing T, the polymer melt solidifies at 
the moment of crystallization during cooling. To achieve 
a high expansion ratio (ER), the crystallization (or solidi-
fication) should not occur before all the dissolved gas dif-
fuses out into the nucleated cells [6]. However, the cells 
also need to freeze enough quickly, otherwise foam would 
shrink due to the loss of gas through foam skin leading 
to overall foam contraction [7]. Understanding the funda-
mentals of the melt property and crystallization balance 
is critical to extrusion foaming [8–10]. To improve the 
toughness of PP foam materials and improve the cell den-
sity at the same time, the innovative measures adopted 
are the micro-phase separation of propylene copolymer 
and PP [11–13]. The phase interface as a nucleation point 
can promote cell nucleation and use the high elasticity of 
propylene copolymer to improve the elasticity and elonga-
tion of PP foam materials [14–16].

In this study, we investigated the advantages and fun-
damentals by adding Vistamaxx (semi-crystalline copoly-
mers) into high-melt-strength polypropylene (HMS PP) 
for foaming.

2  Experiments

2.1  Materials

The material of high melt strength polypropylene (HMS 
PP) PDH025 is a long-chain branched (LCB) polymer with 
a melt mass-flow rate (MFR) of about 1.9 g/10 min meas-
ured in accordance with ASTM D1238 and bulk density of 
0.90 g/cm3. Vistamaxx 6100/6102/6202/3000/3020 series 
are from ExxonMobil. Vistamaxx is a liner semi-crystal 
copolymer, the composition of Vistmaxx in this study is 

shown in Table 1, and data is from Vistamaxx product 
datasheets.

3  Characterization

3.1  Expansion ratio and cell density

The apparent density of foamed samples was measured accord-
ing to the ASTM D792-00 standard. �

0
 and �f  were measured 

via the water displacement method. The ER of foamed samples 
was calculated by formula 1.

The cross-section of the product was observed with a polar-
izing microscope (Leica, DM4P) the cell diameter was cal-
culated using the Image J software, and the cell density was 
calculated according to the following formula, as shown in 
formula 2.

where A is the area of a graph  (cm2), n is the number of cells 
in the micrograph, M is the magnification factor, and N

0
 is 

the cell density (unit/cm3).

3.2  Mechanical tests

3.2.1  Tensile test

According to the test method of rigid foam plastics tensile 
properties of GB/T1040-92, the samples obtained from extru-
sion experiments were prepared along the extrusion direction 
and perpendicular to the extrusion direction, respectively. The 
shape and size of the samples were shown in Fig. 1. The num-
ber of samples in each group was 5. The tensile mechanical 
properties were tested and the average values of 5 samples 
were taken.

where �r is tensile stress during fracture (KPa), Fr is the 
breaking power (N), b is specimen width (mm), and h is 
specimen thickness (mm).
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(2)N
0
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×
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(3)N
0
= (

n

A
)
3∕2

×
�
0
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Table 1  Vistamaxx grade information

6202 6102/6100 3000 3020

C2 15% 16% 11% 11%
MFR 20 3 8 3
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where Et is tensile modulus of elasticity (MPa), l is sample 
gauge length (mm), Xet is displacement within the propor-
tional limit (mm), and Fet is the force corresponding to Xet 
(N).

3.2.2  Compression testing

According to the method of measuring the compressive prop-
erties of GB/T 8813–2008 rigid foam plastics, compression 
tests were carried out on the samples obtained from extrusion 
experiments. Ten samples of 50 mm × 50 mm were prepared, 
and 10 samples were superimposed together for compression 
tests.

where Fm is the maximum compressive force at relative 
strain ε < 10 (N), and A

0
 is sample initial cross-section area 

 (mm2).

where Ec is the modulus of elasticity in compression (MPa), 
and h

0
 is the compression specimen’s initial height (mm). Fec 

is compression force within the proportional limit (N), and 
Xec is displacement at Fec.

(4)�et =
Fet

b × h
× 10

3

(5)Et = �et ×
1

Xet

(6)�m =
Fm

A
0

× 10
3

(7)Ec = �e ×
h
0

Xe

(8)�ec =
Fec

A
0

× 10
3

3.2.3  Atomic force microscopy (AFM)

The test was performed in Tapping Mode on Bruker Dimen-
sion Icon.

OTESPA-R3 cantilever (resonance frequency ~ 300 kHz), 
Scan rate 1 Hz, Scan pixel size 512 by 512.

3.2.4  Extensional viscosity fixture(EVF)

Extensional flow measurements were carried out on ARES-
G2 with extensional viscosity fixture (EVF), at temperature 
set to 190 °C, at Hencky strain rates of 0.01, 0.1, 1, 10  s−1.

3.2.5  Differential scanning calorimetry (DSC)

Thermal properties were measured on Perkin Elmer Hyper 
DSC8500, heating rate was 10 °C/min, cooling rate was 10, 
100, 200 and 600 °C/min, and the melting information was 
chosen from the second heating procedure.

3.2.6  Rheotens

Melt strength measurement used Rheotester 1000 capillary 
rheometer in combination with the Rheotens 71.97 (Göt-
tfert), testing temperature at 190 °C, shear rate at 72  s−1, and 
roller acceleration is 12 mm/s.2

3.2.7  Gel permeation chromatography (GPC)

GPC data was carried on the GPC-4D equipment with both 
light scattering, IR and viscometer detector.

3.2.8  Dynamic mechanical analysis (DMA)

DMA was carried out on RSA-G2 with 3 points bending 
fixture. Heating rate is 3 °C/min, frequency is 1 Hz, and the 
strain amplitude is controlled in a linear regime.

Fig. 1  The shape and dimen-
sions of tensile specimens
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3.2.9  Scanning electron microscopy (SEM)

SEM images are captured by FEI Quanta 450 under High 
Vacuum mode.

3.2.10  Transmission electron microscope (TEM)

TEM images were taken at 15kx in TEM mode. Sample was 
prepared with a 3 h RuO4 stain.

3.2.11  Micron‑scale computed tomography (Micro‑CT)

Micro-CT is performed on Bruker Skyscan 1272, with a 
40 kV X-ray source, under the resolution of 1.5–1.6 μm. 
Sample is scanned step-wisely for 180o and reconstructed 
for image visualization. Image analysis is done by Avizo 
software.

4  Results and discussion

4.1  Resin characteristic of HMS PP PDH025

HMS PP PDH025 was prepared by post-modification with 
Perkadox 24FL, it exhibits obvious long-chain branching 
characteristics based on GPC results. In Fig. 2a, g’ curve 
represents the ratio between the intrinsic viscosities of the 
sample and the standard linear analog with the same molecu-
lar weight. It shows an obvious decrease especially at the 
high Mw region, indicating the branched structure especially 
at the high Mw region. The melt strength is around 0.34 N. Tc 
and Tm of HMS PP is around 130 ºC and 162 ºC under 10 ºC/
min cooling/heating rate. Heating curve after the different 
cooling rate is shown in Fig. 2c, melting temperature shifted 
to alower temperature with an increasing cooling rate, indi-
cating the thinner lamellar crystal formed at a higher cooling 
rate. Base on ASTM D638-14, the tensile strength, strength 

at yield and elongation at break is tested to be 40.0 MPa, 
40.0 MPa and 8.4%, respectively.

4.2  HMS PP/Vistamaxx blend study

HMS PP and vistamaxx blends were prepared with Twin-
Screw Extruder (TSE 11) with 0.1% AO1010. After blend-
ing different Vistamaxx into HMS PP, temperature ramps 
were used to evaluate the phase separation of the blend, as 
shown in Fig. 3 and 4. Vistamaxx 6100/6102/6202 all show 
2  Tg peaks around 0 ºC and around – 40 ºC, which indicate 
Vistamaxx is phase separated with PP in a solid state. While 
3020 and 3000 only show 1 broad peak, which indicate vis-
tamaxx 3020 and 3000 are miscible with HMS PP. In Fig. 4, 
temperature ramps of Vistamaxx 6102 and HMS PP under 
different ratio shows  Tg peaks move towards the middle with 
more vistamaxx, which indicate vistamaxx 6102 is partially 
miscible with HMS PP due to the chain similarity.

AFM phase images are collected in Bruker DI, darker 
color indicate the material is “softer” while the brighter 

Fig. 2  a GPC results, Mw distribution (right) and viscosity average 
vs Mw (IR detector). b melt strength of PDH025 measured by rhe-
otens. c Differential Scanning Calorimetry (DSC) melting curve of 

PDH025 after cooling under different cooling rate such as 600  °C/
min, 400 oC/min, 200 °C/min and 10 °C/min

Fig. 3  Temperature Ramps of Vistamaxx with HMS PP
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color is “harder”. Figure 5 further confirmed, 15% vis-
tamaxx 6102 with HMS PP blend have very small phase 
separation, with a domain size of hundred nm level (darker 
domains are vistamaxx 6102), while the 3020 blend is very 
uniform, it does not show any phase separation at all, the 
minor contrast difference comes from height difference from 
sample preparation.

Generally, the foaming process mainly included four 
steps, saturation, nucleation, growth and stabilization. 

Bubble nucleation and growth are very complex, it occurs 
when pressure reduction is greater than the critical value 
(homogenous nucleation) or its difference overcomes sur-
rounding confinement such as when occurs at the interface 
(heterogeneous nucleation) [17]. Cell nucleation is a very 
important factor leading to the total cell count in the final 
foam product. Thus, understanding of phase separation con-
dition of vistamaxx and HMS PP is very critical, especially 
at the melt state.

We microtomed the vistamaxx 6102 (30%) with PDH025 
compound pellet into a very thin sheet, and annealed it at 
the 200 ºC for 10 min, then cooled the sample with 100 ºC /
min and using phase contrast optical microscopy to observe 
this process. Screenshot at the different key stages is shown 
in Fig. 6. The left image proved that vistamaxx 6102 phase 
separation with HMS PP in the melt state. With further 
decreasing the temperature, PP nucleation happens mainly 
in the continus PP phase (middle image) and further forms 
PP crystal which gives much more contrast (right image). 
So, all the results prove vistamaxx 6102 actually have phase 
separation with PDH025 both at melt state and at solid state. 

For the extrusion foam process, strain hardening is one of 
the key properties. Pure HMS PP showed very pronounced 
strain hardening in Fig. 7. After compounded different Vis-
tamaxx grade with HMS PP with TSE 11, and elongation 
viscosity is characterized by ARES-G2 with EVF, under a 

Fig. 4  Temperature Ramps of Vistamaxx 6102 with HMS PP

Fig. 5  AFM phase image of 
VMX/HMS PP blend

Fig. 6  Hot stage phase contrast optical microscopy
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temperature of 190 ºC. As shown in Fig. 8, with adding 
15% vistmaxx 6102/6100 and 3020, the polymer blend still 
shows pronounced strain hardening. However, as for add-
ing Vistamaxx 6020 and 3000, the positive divergence of 
elongation viscosity curves becomes quite weak, indicating 

weaker melt strength compared to other samples. The dif-
ference mainly comes from the chain length of vistamaxx, 
for high MFR grade, the short chains dilute the HMS PP 
system extensively, thus the contribution of HMS PP on melt 
strength decreases very much. For blending with 6100 and 
3020 (MFR = 3), the system still remains abundant entan-
glements, the HMS PP still contributes to the melt strength 
during extensional deformation. Going forward, we mainly 
compare vistamaxx 6102 and vistamaxx 3020 for blend 
foaming since first both show good strain hardening, which 
is critical to forming a nice cell structure and second, 6102 
shows phase separation with HMS PP at melt, while 3020 
does not.

4.3  Vistamaxx/PDH025 blend foam extrusion

Rod die extrusion foaming was further conducted. 0.5% cell 
nucleation agent was added during extrusion foaming. The 
extrusion process parameter is shown in Table 2. The rela-
tionship between ER and die temperature is shown in Fig. 9.

HMS PP and vistamxx were mixed with 0.1 wt% antioxi-
dant 2020 in the Internal Mixer (Thermo Fisher Scientific) 

Fig. 7  Elongation viscosity of HMS PP

Fig. 8  Elongation viscosity of HMS PP with different vistamaxx grade (15%)
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in accordance with the formula shown in Table 3. To prevent 
oxidative degradation of PDH 025 and vistamaxx 6102 dur-
ing screw processing, we added antioxidants and Monoglyc-
eride, respectively, to inhibit or delay the loss of plastics. 
The mixing temperature was 190 °C, the speed was 50 rpm, 
and the processing time was 5 min.

According to the formula in Table 4, vistamaxx 6102 
and PDH 025 were first mixed in high-speed mixer, and 
extruded foaming experiment was carried out in twin-
screw extruder (CBF-60L / DN40). The temperature of 
each segment of extruder was 180 °C, 200 °C, 200 °C, 
200 °C, 200 °C, 200 °C, 200 °C, respectively. The output 

was 50 kg/h and the supercritical  CO2 was used as a blow-
ing agent. The experimental technological parameters 
were shown in Table 5.

The Apparent density and ER of the foam sheet are shown 
in Table 6.

With adding vistamaxx 6102, the foaming window moves 
to a lower temperature range, and even higher ER could be 
achieved. When moving to the even lower temperature, the 
foaming process is not stable, and an obvious block would 
happen around the die.

Table 2  Extrusion foaming 
process parameters

Sample Die temperature 
(°C)

Die pressure
(MPa)

Gas injec-
tion(%)

Output(kg/h)

PDH025 1 180 6.1 3 3
2 175 6.8 3 3
3 170 7.5 3 3
4 165 9.2 3 3
5 163 9.2 3 3
6 160 9.2 3 3

85% PDH025 + 15%vis-
tamaxx6102

1 180 4.3 3 3
2 175 4.6 3 3
3 170 5.6 3 3
4 165 7.61 3 3
5 160 8.5 3 3
6 156 10 3 3
7 152 11.5 3 3

85% PDH025 + 15%vis-
tamaxx3020

1 180 4.9 3 3
2 175 5.6 3 3
3 170 7.7 3 3
4 165 10.5 3 3
5 156 13.6 3 3

Fig. 9  Rod die foaming window: expansion ratio versus die tempera-
ture

Table 3  Experimental formulation

Sample PDH 025 vistamaxx 6102 Antioxy-
gen 2020

1 100 0 0.1
2 90 10 0.1
3 80 20 0.1
4 70 30 0.1

Table 4  Experimental formula for extrusion foaming

PDH025 vistamaxx 
6102

Monoglyceride H101 Antioxy-
gen 1010

100 0 0.5 0.5 0.1
90 10 0.5 0.5 0.1
80 20 0.5 0.5 0.1
70 30 0.5 0.5 0.1
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SEM is used to analysis foam structure. We compared the 
cross-section image for different foam at the lowest foam 
temperature shown in Fig. 10, in 15% Vistamaxx 3020 foam, 
cell size seems larger than pure HMS PP foam. While in 
15% Vistamaxx 6102 foam, more cells are generated, cell 
size was even smaller.

X-ray computed tomography (CT) is further used to for 
more accurate cell analysis [18]. The transmission images 
taken at different angles will be processed with computer 
algorithms and reconstructed into a 3D dataset. Image analy-
sis is applied using Avizo software, mainly including de-
noising by image filter, image segmentation by watershed 

and fine tuning, label analysis is then conducted to get sta-
tistical quantification. Cell size distribution in 3D area is 
summarized in Fig. 10. Several thousand cells are calculated 
from each sample. Typical reconstructed labeled cell cross-
section images are shown in Fig. 11.

Compared with pure HMS PP foam, 15% 6102 foam have 
the largest cell count with the smallest cell size, total cell 
count is more than double. However, 15% 3020 foam have 
less cell count and larger cell size.

On one hand, combined with the phase separation results, 
Vistamaxx 6102 shows sub-micro level phase separation 
with HMS PP. During cell nucleation, a large interface area 

Table 5  Extrusion foaming 
process parameters

Sample Oil tem-
perature 
(°C)

Die tem-
perature 
(°C)

Die pressure
(MPa)

Gas 
injec-
tion(%)

Output(kg/h)

PDH025 1 170 181 3.7 0.8 50
2 170 181 2.9 1.2 50
3 170 181 3.6 1.2 50

90%PDH025 + 10% vistamaxx 6102 1 165 181 3.0 1 50
2 165 175 2.5 1 50

80%PDH025 + 20% vistamaxx 6102 1 163 175 4 1 50
2 163 175 3 1 50
3 163 175 5 1 50
4 163 175 3 1.2 50
5 163 175 4 1.2 50
6 163 175 5 1.2 50

70%PDH025 + 30% vistamaxx 6102 1 163 175 3 1 50
2 163 175 5.5 0.6 50
3 163 175 4.2 0.6 50
4 163 175 3.0 0.6 50

Table 6  Apparent density and 
expansion ratio

Sample Bulk density(g/
cm3)

Thickness(mm) Expansion ratio

PDH025 1 0.194 2.25 4.64
2 0.158 2.10 5.70
3 0.226 1.49 3.98

90%PDH025 + 10% vistamaxx 6102 1 0.232 1.33 3.88
2 0.264 1.25 3.41

80%PDH025 + 20% vistamaxx 6102 1 0.186 1.98 4.84
2 0.248 1.66 3.63
3 0.194 1.99 4.64
4 0.160 1.81 5.63
5 0.333 1.08 2.70
6 0.214 1.38 4.21

70%PDH025 + 30% vistamaxx 6102 1 0.372 1.02 2.42
2 0.310 1.13 2.90
3 0.293 1.26 3.07
4 0.367 1.13 2.45
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leads to an increase of cell nucleation sites, which tremen-
dously increased the cell count in the final foamed sample. 
While vistamxx 3020 is fully miscible with HMS PP, it fails 
to contribute heterogeneous nucleation during foaming. On 
the other hand, both melt blends exhibit good melt strength 
and strain hardening. Under the same T, HMS PP owns a 
higher ER than 15% 6102 or 3020. However, by adding vis-
tamxx, the operation temperature window could be shifted 
to lower than pure HMS PP. At such lower T, potentially 
more PP nano-crystals would be formed during foaming, 

and act as a physical crosslinking site which leads to even 
higher melt strength and better strain hardening to avoid 
cell rupture.

In the end, we studied how crystallization changed after 
adding Vistamaxx. Confocal Raman is used to studying the 
crystallinity and Crystallization Kinetics of these 3 samples. 
The crystal structure and crystallinity are summarized in 
Fig. 12. For the foamed sample, there’s no significant differ-
ence (crystallinity drop for the foamed sample) after adding 
Vistamaxx.

Fig. 10  SEM image comparison 
for foam samples. (PDH 025 
foam, die temperture at 160 °C, 
ER = 10; 15% 3020 foam, die 
temperture at 156 °C, ER = 7.1; 
15% 6102 foam, die temperture 
at 152 °C, ER = 12.3)

Fig. 11  CT for foam structure 
comparison (PDH 025 foam, die 
temperature at 160 °C, ER = 10; 
15% 3020 foam, die tempera-
ture at 156 °C, ER = 7.1; 15% 
6102 foam, die temperature at 
152 °C, ER = 12.3)

RETRACTED A
RTIC

LE



374 Macromolecular Research (2023) 31:365–377

1 3

A temperature ramp was performed on the polypropylene 
samples to melt and recrystallize, the whole process is fol-
lowed by Raman spectroscopy. As results shown in Fig. 13, 
with adding 15% 6102 and 3020, PP starts to crystalize at 
a lower temperature, but the crystallization rate does not 
change much. Which means, during the foam extrusion 
process for vistamaxx blending samples, after the polymer 
melt blend coming out from the die, the crystallization (or 
solidification) occurs later compared with pure PP, thus the 
dissolved gas has more time to diffuse out into the nucle-
ated cells. Moreover, the blending of vistamaxx did not 

influence the crystallization rate, so the cells still freeze 
quickly enough to avoid foam shrinkage.

However, when comparing the total crystallinity of 
the vistmaxx blend under isothermal condition, HMS PP 
showed the highest crystallinity, total crystallinity decreased 
with adding vistamaxx. But under the foaming process, the 
polymer blends suffer fast cooling with elongation shear and 
formed crystal structure with lots of defects. Thus, as shown 
in Fig. 12, vistamaxx did not lead to a crystallinity drop in 
the final foam product.

To better understand the influence of Vistamaxx on PP 
crystallization, we use TEM to study the morphology of 
fast-cooled samples after deformation, as shown in Fig. 14. 
We study 3 samples, HMS PP PDH025, HMS PP PDH025 
with 15% 6102 and HMS PP PDH025 with 30% 6102. HMS 
PP and Vistamaxx blends were prepared with Twin-Screw 
Extruder (TSE 11) with 0.1% AO1010. All 3 samples are 
firstly annealed at 190 °C for 10 min, and compression 
molded into a standard SER bar. The SER samples are 
acquired after stretching with SER at 190 °C to Henky strain 
of εH = 3 and rapidly quenching in cold water. Samples 
are microtomed into thin sections, and stained for 3 h. All 
images are showing the morphology in TD, and the darker 
area represents for more amorphous region.

The purpose of this experiment is to mimic the foaming 
process. Similarity is in both process, samples go through fast 
cooling with elongation stress. Big difference is SER sam-
ples are under uniaxial elongation, while foam samples are 

Fig. 12  Morphology measurement of foamed samples with confocal 
Raman

Fig. 13  Crystallization kinetics 
with confocal Raman, overlay 
and separated figures all shown 
here for detailed comparison
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under isotropic elongation under a  CO2 atmosphere. From 
the enlarged images, we could clearly see PP crystal stacking 
(lamellar structure) randomly distributed at TD in PDH025 
samples. In 15% 6102 samples, PP lamellar are showing more 
obviously along Vistamaxx region (darker regions are Vis-
tamaxx). As for 30% 6102 samples, this phenomenon is even 
more obvious. In some cases, we could even see PP lamellar 
grow into the Vistamxx regions.

Since the samples are rapidly quenching in cold water dur-
ing SER, so the polymer chains are constrained under stress 
at MD. PP chains don’t have enough time to fold into a perfect 
lamellar structure, with fast cooling that T drops below Tc. 
However, for samples with Vistamaxx, combined with hot 
stage OM results, PP nucleation happens in PP phase first, 
and lamellar further grows with fast cooling, due to the lower 
melting point of Vistamaxx and good miscibility of PP with 
Vistamaxx. So polymer chains still have some mobility to fold 
into lamellar stacking structure. Actually, this hypothesis also 
explains why total crystallinity did not drop for HMS PP/ vis-
tamaxx blends foam.

In the end, annual die extrusion foaming is applied to pre-
pare the foam sample, detailed processing condition is shown 
in Fig. 15. Foam mechanical property is shown in Fig. 16, 17, 
18, 19. Combine the advantage from resin elasticity and bet-
ter foam structure, mechanical properties of the foam sample 
change a lot, i.e. from brittle to tough, elongation at break 
(MD) could be achieved as high as 150%, while the modulus 
does not drop much [6, 19].

Fig. 14  TEM images for SER 
samples of HMS PP PDH025 
(left), HMS PP PDH025 with 
15% 6102 (middle) and HMS 
PP PDH025 with 30% 6102 
(right) at TD

Fig. 15  Elongation viscosity of HMS PP

Fig. 16  Foam bulk density with vistamaxx 6102 content
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5  Conclusion

In summary, Vistamaxx delayed the crystallization of 
long-chain branched PP, and shifts the foaming window 
at a lower temperature. Thus, the small crystals produced 
as physical crosslinking and help the blend to maintain 
good melt strength, with better melt elasticity and vis-
cosity balance around the foaming window. As low MFR 
Vistamaxx (such as vistamaxx 6102), polymer blends 
remain good melt strength and pronounced remarkably 
strain hardening(less than 30%). The small phase separa-
tion between Vistmaxx and PP are advantageous to form 
cell nucleation. So the foam shows higher ER and smaller 
cells. Combining the advantage of resin elasticity and 

better foam structure, better toughness was achieved with 
elongation at break (MD) as high as 150%, while maintain-
ing the stiffness.
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