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The purpose of this research is to reduce springback in U-bending of high tensile strength steel. The
sheet materials used in the experiments are SAPH440, SPFH590 and SPFC780Y sheets. The
experiments to compare three difference methods of minimizing springback were carried out. The
first method is bottoming. The second one is bottom overbending. The last one is flange
overbending. Two bending line of parallel and perpendicular to rolling direction were experimented.
The forces required for bending in three dies types were recorded. The results revealed that all types
of dies can be used to eliminate springback. However, parts obtained from bottoming methods had
an indented work at the bottom of workpierce. The thickness of bottom area was reduced. The
required force for this method is approximately 8-13 times higher than that required in
conventional U bending operation. Part obtained from bottom overbending method had a curved
bottom corresponded to the shape of the punch and pad used. The required force for this method is
similar to conventional U bending operation. And the last one, part obtained from flange
overbending method had identical shape to that from conventional U bending operation. The

required force for this method is approximately 1.8-2.0 times.





