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Abstract  

Springback is a common phenomenon in sheet metal forming, in which the material undergoes 

an elastic recovery as applied loads are removed. Springback causes the forming shape to 

deviate from the intended design geometry. This phenomenon, which can be influenced by 

several factors, effects on both bending angle and bending curvature. The aim of this study is to 

determine the influence of different tool radius and the gap between punch and die on 

springback in bending of DP980 Advanced High-Strength Steels (AHSS) sheet. Experimental 

studies are combined with FEM method in commercial ABAQUS software to determine the 

bending angle after springback. To predict springback in bending process, the material 

properties are defined by Ludwik - Hollomon law, combined with the Hill’48 criterion. 

Experimental results are in good agreement with numerical simulations in case of bending in the 

rolling direction. 
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1 Introduction 

AHSS is gradually replacing conventional steel grades in the automotive industry because of 

their advanced properties such as improved formability, crash worthiness, low-mass, affordable 

cost and many environmental advantages [1, 2]. However, a wide application of AHSS in many 

potential auto body and structural parts is still limited due to challenges in formability [3]. In 

AHSS sheet forming, the most sensitive feature is the elastic recovery during unloading, i.e., 

springback, which has been widely researched since the 1990s. Many studies have analyzed and 

investigated the effect of parameters on the springback effect on various grades of AHSS [4-10]. 

The amount of springback is influenced by various process parameters, such as gap between 

punch and die, material thickness [4], forming force, tool radius [5-6], ratio between die radius 

and thickness [7], blank holder force [8], and material properties including sheet anisotropy, 

Young's modulus, strength coefficient, and strain hardening exponent [9]. Nowadays, the 

prediction of such forming defects using numerical simulation becomes a critical step and 

popular in modern industry, which allow reduction of traditional costly trial-and-error 

experiments. However, an accurate prediction of springback from numerical simulation is still 

challenging since the springback are affected by many factors including the boundary conditions 

[11-16]. Previous studies have primarily focused on springback effects in AHSS grades with 

tensile strength less than 800MPa [17, 18]. For AHSS grades with a tensile strength of more than 
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800 MPa, however, a few research has been conducted regarding composition, characteristics, 

and especially formability, although such material has been used to manufacture details such as 

body and frame in the automobile industry. In the present study, the focus is put on springback 

effect in bending process of DP980 steel, which possesses tensile strength more than 1000MPa. 

By applying simulations to practical problems, ABAQUS software predicts the amount of 

springback of DP980 sheet steel in bending when changing the process parameters: tool radius, 

R = 5mm and the gap between punch and die, c = 1.1t ÷ 1.2t, where t is thickness of the sheet. 

Steel sample exhibits work-hardening described by Ludwik – Hollomon law combined with 

Hill’48 anisotropic yield criteria. For general stress states, the Hill’48 criterion is the most 

widely used criterion since it is relatively simple, and its parameters can be determined easily 

using standard tensile tests in laboratory conditions. After obtaining simulation results, a 

measurement of the springback angle is performed using the graphics method. Experimental 

process is carried out to compare with simulation results in case of R = 5 mm, c = 1.2t, and 

bending in the rolling direction to find out their compatible. 
 
 

2 Experimental procedure 

Material 

DP980 is dual-phase steel, which consists of a ferritic matrix containing a hard martensitic 

second phase in the form of islands. Chemical composition in percentage of DP980 steel is 

shown in Table 1 [19]. 
 

Table 1 Chemical composition of DP980 steel 

Alloying element (%) C Mn Cr Al P Mo Ni Si Fe 

DP980 0.107 2.59 0.975 0.0314 0.0148 0.0099 0.0111 0.0911 96 
 
 

Mechanical properties of DP980 steel sheet are provided as [19]: Young's modulus E = 210 

GPa; Yield stress 0 = 677 MPa; Ultimate tensile strength = 1026MPa, Strength coefficient K = 

1542 MPa; Strain hardening exponent n = 0.1409. 
 
 

FEM simulation of springback effect models 

In this study, the commercial software ABAQUS is used to simulate the bending process and 

predict the amount of springback in DP980 steel. 

Fig. 1 shows the geometry models for the bending process of a DP980 sheet in case of R = 5 mm 

and c = 1.2t. These geometry models consist of punch, die, and blank. 
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Fig. 1 Geometry model for forming simulation 
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To simulate the experiments, only one half of the specimen is modeled. The die and punch are 

modeled using the R3D4 rigid surface-elements, while the CPS4R elements are used for the 

blank. Throughout this study, the sizes of the blank are 90 mm (length)  20 mm (width)  1.2 

mm (thickness). 

The die is fixed in all directions. The punch is allowed to move only in the vertical direction. 

The deformation of the blank is restricted in transverse direction. The friction coefficient (μ) 

between the punch and the die is assumed of 0.1. The tool radius is R = 5 mm. The gap between 

punch and die is c = 10%.t. Photo map method is used to measure the springback level of DP980 

AHSS sheet during bending process. 

DP980 steel exhibits work-hardening described by Ludwik – Hollomon law combined with 

Hill’48 anisotropic yield criteria. These models are widely used because it is relatively simple, 

and its parameters can be determined easily using standard tensile tests in laboratory conditions. 

The Ludwik – Hollomon equation is expressed as: 
 

 =  + K    (1.) 
 

where K is strength coefficient, n is strain hardening exponent, and  is true strain. 

Since sheet material is commonly produced by cold rolling, the mechanical properties of 

material are thus different in the rolling direction (RD~xx), transverse direction (TD~yy), and 

normal direction (ND~zz). Therefore, anisotropic material properties are taken into account in 

the present study to investigate springback effect. The model of Hill'48 yield criteria is applied 

to describe the anisotropy properties of DP980 material. The Hill’48 equation is given by:  
 

   (2.) 
 

Where  denotes the yield function,  is the equivalent stress, and Y0 a reference yield stress of 

the material. F, G, H, L, M and N are Hill’s anisotropic parameters, which can be expressed by 

Lankford’s coefficients with the condition G + H = 1 and plane stress condition 

 = 0. They are defined as 
 

,  , L and M are equal to N.   (3.) 

 

Where:  - Lankford’s coefficients which represents anisotropy values measured in 

the 0o, 45o and 90o to the rolling direction, respectively, r0 = 0,8354, r45 = 1,0347, r90 = 0,9441 

[19] so F = 0,482111, G = 0,544836, N = 1,656289, H = 0,455164. 

On the other hand, according to [20], they are also defined as 
 

   (4.) 

 

The anisotropic yield stress ratios R11, R22, R33, R12, R13 and R23 are obtained by above equation 

and given in Table 2.  
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Table 2 shows the anisotropic yield stress ratios 

The anisotropic yield stress ratios R11 R22 R33 R12 R13 R23 

Values  1 1,067 0,974 0,952 1 1 
 
 

Experimental conditions  

DP980 sheet steels are cut under CNC K7745M machine with different directions compared to 

RD: 0°, 45°, and 90°, respectively. These specimens are then bent by MTS809 multifunctional 

machine (tensile testing machine) in case of R = 5 mm and c = 1.2t. 
 
 

3 Results and discussion  

Simulation results 

Simulations that use the material model and the boundary conditions described in the previous 

section are performed by the means of ABAQUS software.  

Fig. 2a shows the results of the bending process simulation in case of R = 5 mm, c = 1.2t. 
 Figure 3a shows the results of the bending process simulation in case of R = 5 mm, c = 1.2t 

  
Fig. 3 a) The results of the bending process simulation in case of R = 5 mm, c = 1.2t; b) The 

springback ratio in various gap in case of R = 5 mm 

Similar to the case of R = 2 mm, the springback ratio in case of R = 5 mm is calculated at the 

upper  

a) b) 

 
Fig. 2 a) The results of the bending process simulation in case of R = 5 mm, c = 1.2t; b) The 

springback ratio in various gap in case of R = 5 mm 
 
 

To determine the springback amount, the angle after springback is firstly measured, then the 

springback ratio at the upper and bottom corners are calculated as K1 =  and K2 = , 

respectively. Where , 1 are upper corners before (expected =900) and after bending; , 1 are 

bottom corners before (expected =900) and after bending. The springback ratio in case of R = 5 

mm is calculated at the upper corner K1 and the bottom corner angle K2. These calculation 

results are shown in Fig. 2b. 

In case of R = 5 mm, both the upper and bottom corners are larger than 90 degrees. Thus, the 

smaller springback ratio is, the smaller the springback amount becomes. At the upper corner, the 

springback amount is the least in the case of c = 1.1t and the highest in case of c = 1.14t. And at 

the bottom corner, the springback amount achieves the lowest and highest values at c = 1.14t and 

c = 1.12t, respectively.  

Based on the simulation results a few remarks may be given as follows: At the surveyed gap, 

different springback amounts are found at the upper and bottom corners. 

To provide underlying mechanisms of occured springback effect, pairs of elements 1-2 and 3-4 

are analyzed for stress-strain properties. These pairs of elements within the high stress region at 

the bending angle are symmetric across the neutral axis in the direction of the sheet thickness.  
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Pair of elements 1-2 are shown in Fig. 3a. 
 

analyzed for stress-strain properties. These pairs of elements within the high stress region at the 

bending angle are symmetric across the neutral axis in the direction of the sheet thickness. 

Pair of elements 1-2 are shown in figure 4a. 

 
 

Fig. 4 a) Pair of elements 1-2; b) The principal stress-strain properties of elements 1 and 2 

 

are shown in figure 6. 

 

 

                  

a) b) 

 
Fig. 3 a) Pair of elements 1-2; b) The principal stress-strain properties of elements 1 and 2 

 
 

The principal stress-strain properties of elements 1 and 2 are shown in Fig. 3b. 

The strain of element 2 is much smaller than that of element 1 along the bending process. 

Element 2 has a negative principal stress and strain while element 1 is positive. It proves that 

element 1 at the inner region of the bend is compressed while element 2 at the outer region is 

stretched and there is a difference in intensity of stress between these two elements.  

The amount of principal stress and the principal stress and strain curve of elements 3 and 4 are 

shown in Fig. 4a and Fig. 4b. 
 

these two elements. 

The principal stress and the principal stress and strain curve of elements 3 and 4 are shown in figure 

5a and figure 5b. 

 
Fig. 5 a) The amount of principal stress in the blank; b) The principal stress and strain curve of 

elements 3 and 4 

Element 4

Element 3

a) 
b) 

 
Fig. 4 a) The amount of principal stress in the blank; b) The principal stress and strain curve 

of elements 3 and 4 
 
 

Similarly, element 4 is compressed while element 3 is stretched and there is a slight difference in 

intensity of stress between the two elements 3 and 4.  

As the material is bent, the inner region of the bend is compressed while the outer region is 

stretched, so the molecular density is greater on the inside of the bend than on the outer surface. 

The compressive forces are less than the tensile forces on the outside of the bend. In addition, 

there is a difference in intensity of stress between two tensile and compression regions within 

the material. As a result, the material tends to return to its flat position. 
 
 

Experimental results 

Experimental results shown in Fig. 5a with different directions compared to RD: 0°, 45°, and 

90°, respectively. To calculate the springback amount, the bending angles are measured. The 

obtained results are shown in Fig. 5b. 
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specimens are then bent by MTS809 

multifunctional machine (tensile testing 

machine) in case of R = 5 mm and c = 1.2t and 

obtained experimental results (show in figure 

10). 

 

 
Fig. 10 Experimental results of specimens 

along 0, 45, 90 after forming in case of R 

= 5mm and c = 1.2t. 

0o-1 0o-2 

45o-1 45o-2 

90o-1 90o-2 

      

a) Experimental results of specimens along 0, 45, 90 after forming in case of R = 5  

a) b) 

 
Fig. 5 a) Experimental results of specimens along 0, 45, 90 after forming in case of R = 5 

mm and c = 1.2t; b) The sprinhback ratio of specimens along 0, 45, 90 
 
 

       

Simulation result    Experimental result 

Fig. 6 Simulation and experiment results comparison after bending that following the 0 

directions 
 
 

On the whole, the springback ratios in both the upper and bottom corners are greater than 1. 

Therefore, the higher the springback ratio is, the greater the springback amount becomes. The 

springback amount gradually decrease in three different directions 0, 45, 90 along with the 

rolling direction. Fig.6 shows a comparison between simulation and experimental results after 

bending that following the 0 directions.  

 
Fig. 7 Simulation and experiment angle deviation 

 
 

Fig. 7 shows simulation and experiment angle deviation at the upper and bottom corners are less 

than 2.1%. This small value proves that the application of the hardening models is appropriate. 
 
 

4 Conclusions 

The simulation results shown that the springback amount of the DP980 steel varies in the upper 

and bottom corners according to the gaps. Where R = 5 mm, the largest springback percentage is 

1.83 % in the upper corner and 7.14 % in the bottom corner.  
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Experimental results indicated that the springback amount gradually decreases in three different 

directions 0, 45, 90 along with the rolling direction. In the 0 direction, A comparison of 

simulation and experimental results showed that the springback amount of DP980 sheet steel at 

the bending angle after forming process is small. Therefore, the application of the hardening 

models for simulation is appropriate.  

The results obtained from this study are the basis for calculating and selecting the solution when 

forming for DP980 AHSS. 
 
 

References 

[1] M. C. Theyssier: Manufacturing of advanced high-strength steels (AHSS), Welding and 

Joining of Advanced High Strength Steels (AHSS), 2015, p. 29-53, 

https://doi.org/10.1016/B978-0-85709-436-0.00003-5  

[2] T. B. Hilditch, T.de Souza, P. D. Hodgson: Properties and automotive applications of 

advanced high-strength steels (AHSS), Welding and Joining of Advanced High Strength 

Steels (AHSS), 2015, p. 9-28,  https://doi.org/10.1016/B978-0-85709-436-0.00002-3  

[3] C. D. Horvath: Advanced steels for lightweight automotive structures, Welding and Joining 

of Advanced High Strength Steels (AHSS), 2015, p. 35-78,  

https://doi.org/10.1533/9781845697822.1.35  

[4] A. Konieczny, M. Shi, C. Du: J of materials and manufacturing, Vol. 110, 2001, p. 1063-

1067, https://doi.org/10.4271/2001-01-3106 

[5] H. Chalal, S. G. Racz, T. Balan: Int J of Mechanical Sciences, Vol. 59, 2012, p. 104–114, 

https://doi.org/10.1016/j.ijmecsci.2012.03.011 

[6] Bai, Y., Wierzbicki: Predicting fracture of AHSS sheets on the punch and die radii and 

sidewall. In: Proceedings of Numisheet, Interlaken, Switzerland, 2008, p. 297–306 

[7] H. Lim, M. G. Lee, J. H. Sung, J. H. Kim, R. H. Wagoner: Int J Plast., vol.29, 2011, p. 42-

59, https://doi.org/10.1016/j.ijplas.2011.07.008  

[8] I. R and J. A. Nemes: SAE Technical Paper 2005-01-1332, 2005, p. 10, 

https://doi.org/10.4271/2005-01-1332  

[9] X. Yang, C. Choi, N. K. Sever, T. Altan: International Journal of Mechanical Sciences, Vol. 

105, 2016, p. 266-272, https://doi.org/10.1016/j.ijmecsci.2015.11.028 

[10] R. H. Wagoner, H. Lim, M. - G. Lee: Int J Plast., Vol. 45, 2013, p. 3-

20, https://10.1016/j.ijplas.2012.08.006  

[11] D. M. Neto, M. C. Oliveira, A. D. Santos, J. L. Alves, L. F. Menezes: Int J Mech Sci, Vol. 

122, 2017, p. 244-254, https://doi.org/10.1016/j.ijmecsci.2017.01.037 

[12] Majidi, O., Barlat, F., & Lee, M.-G:  Int J Mat Form, Vol. 9(3), 2015, p. 313–326, 

https://doi:10.1007/s12289-014-1214-7   

[13] Leu, DK. & Zhuang, ZW: J Mech Sci Technol, Vol. 30(3), 2016, p. 1077-1084, 

https://doi.org/10.1007/s12206-016-0212-8  

[14] Lee, J. W., Lee, M. G., & Barlat, F: Int J Plast, Vol. 29, 2012, p. 13-41, 

https://doi.org/10.1016/j.ijplas.2011.07.007 

[15] D.T Nguyen, Y.S Kim, D.W Jung: Int J Precision Engineering And Manufacturing Vol. 

13(8), 2012, p. 1425-1432, https://doi.org/10.1007/s12541-012-0187-z  
[16] Angsuseranee, N & Pluphrach, G & Watcharasresomroeng, B & Songkroh, A: 

Songklanakarin J Sci. and Tech. Vol.40, 2018, p.534-539, 10.14456/sjst-psu.2018.87   

[17] N. K Sever, O. H. Mete, Y. Demiralp, C. Choi, T. Altan, T: Springback prediction in 

bending of AHSS-DP 780, Proceedings of NAMRI/SME, Vol. 40, 2012, p. 94-103 

https://doi.org/10.1016/B978-0-85709-436-0.00003-5
https://doi.org/10.1016/B978-0-85709-436-0.00002-3
https://doi.org/10.1533/9781845697822.1.35
https://doi.org/10.4271/2001-01-3106
https://www.sciencedirect.com/science/article/pii/S0020740312000677#!
https://www.sciencedirect.com/science/article/pii/S0020740312000677#!
https://doi.org/10.1016/j.ijmecsci.2012.03.011
https://doi.org/10.1016/j.ijplas.2011.07.008
https://doi.org/10.4271/2005-01-1332
https://doi.org/10.1016/j.ijmecsci.2015.11.028
https://doi.org/10.1016/j.ijplas.2012.08.006
https://doi.org/10.1016/j.ijmecsci.2017.01.037
https://doi:10.1007/s12289-014-1214-7
https://doi.org/10.1007/s12206-016-0212-8
https://doi.org/10.1016/j.ijplas.2011.07.007
https://doi.org/10.1007/s12541-012-0187-z
https://10.0.56.120/sjst-psu.2018.87


Acta Metallurgica Slovaca, Vol. 25, 2019, No. 3, p. 150-157                                                                                         157  

 

DOI 10.12776/ams.v25i3.1306 p-ISSN 1335-1532 
 e-ISSN 1338-1156 

 

[18] S.A Abdullah, M.S. Buang, J.Saedon, H.Abdullah: Journal Teknologi, Vol 76, No 3, 2015, 

p.69-72, https://doi.org/10.11113/jt.v76.5514 

[19] H. T. Le, H. T. Nguyen: Mechanical behavior of Advanced High Strength Steel of DP980, 

Proceedings of the National conference on Mechanics, Duy Tan University, ISSN 978-604-

913-458-6, 6-7/08/2015, p. 638-644 

[20] D.T Nguyen, D.K Dinh, M.H.T Nguyen, T.L Banh, Y.S Kim: J. Cent. South Univ. Vol. 21, 

2014, p. 27−34, https://doi.org/10.1007/s11771-014-1911-x  
 
 

Acknowledgements 

The authors would like to thank GIFT Postech and POSCO group for supply DP980 steel.   

 

 

https://doi.org/10.11113/jt.v76.5514

