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Abstract: The effect of large-strain cold-to-warm deformation on the microstructures and mechanical
properties of various steels and alloys is critically reviewed. The review is mainly focused on the
microstructure evolution, whereas the deformation textures are cursorily considered without detailed
examination. The deformation microstructures are considered in a wide strain range, from early
straining to severe deformations. Such an approach offers a clearer view of how the deformation
mechanisms affect the structural changes leading to the final microstructures evolved in large strains.
The general regularities of microstructure evolution are shown for different deformation methods,
including conventional rolling/swaging and special techniques, such as equal channel angular press-
ing or torsion under high pressure. The microstructural changes during deformations under different
processing conditions are considered as functions of total strain. Then, some important mutual
relationships between the microstructural parameters, e.g., grain size vs. dislocation density, are
revealed and discussed. Particular attention is paid to the mechanisms of microstructure evolution
that are responsible for the grain refinement. The development of an ultrafine-grained microstructure
during large strain deformation is considered in terms of continuous dynamic recrystallization. The
regularities of the latter are discussed in comparison with conventional (discontinuous) dynamic
recrystallization and grain subdivision (fragmentation) phenomenon. The structure–property re-
lations are quantitatively represented for the structural strengthening, taking into account various
mechanisms of dislocation retardation.

Keywords: steels and alloys; large plastic strain; deformation microstructure; dislocation substructure;
work hardening; strengthening mechanism

1. Introduction

The deformation microstructures that evolve in steels and alloys by large-strain cold-
to-warm working are of great importance for materials scientists and mechanical engineers.
Almost all established thermomechanical treatments and novel metal-forming processing
methods involve plastic deformation to rather large strains under various conditions [1–3].
Needless to say, the mechanical properties of the final products are highly dependent on the
microstructural state, which, in turn, is controlled by preceding plastic working. Strength
and plasticity are perhaps the most sensitive to the deformation microstructures among
many other microstructure-dependent mechanical properties [1,4].

Commonly, cold-to-warm working strengthens metallic materials, whereas plasticity
degrades [5]. The main mechanisms of structural strengthening, which are controlled by
plastic deformation, include grain refinement (grain-size strengthening) and increasing the
dislocation density (dislocation strengthening or work hardening) [6–8]. The regularities
of microstructure evolution, including the change in the grain size and the dislocation
density during plastic deformation at elevated temperatures, i.e., under hot working con-
ditions, have been fairly clarified in a number of papers [9–13]. On the other hand, the
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deformation microstructures evolved under conditions of cold-to-warm working have not
been quantitatively generalized. This gap in the knowledge is associated with practical
difficulty in attaining sufficiently large strains to achieve the steady-state deformation
behavior when the deformation microstructures are solely controlled by processing condi-
tions. In past decades, several special techniques have been developed to realize severe
plastic deformation at low-to-moderate temperatures [14–20]. Among those techniques,
torsion under high pressure and equal channel angular pressing (ECAP) are the most
famous ones [21–23]. The grain size in structural materials can be reduced down to tens of
nanometers by severe deformation. Several reviews dealt with the nanostructured materials
obtained by severe plastic deformation, including special reviews on high-pressure torsion
(HPT) [7,15,23]. It is commonly agreed that severe deformation is accompanied by a kind
of continuous dynamic recrystallization. The latter involves the progressive transforma-
tion of the strain-induced subgrains into ultrafine grains as a result of gradual increase
in the angular misorientations between the deformation subgrains [14,24–27]. However,
the sequence of structural changes, namely the mechanisms of submicrocrystalline or
nanocrystalline microstructure evolution during large strain deformation are still a subject
of some debates. The most of specific severe plastic deformation techniques are rather
cumbersome procedures that are used for research purpose only; however, some of them,
such as ECAP-Conform [28], accumulative roll-bonding [29], and multiple forging [30], can
be utilized for sizeable semi-products.

The aim of the present review is to synthesize briefly the progress in recent studies
on the deformation microstructures and their effect on mechanical properties of various
metallic materials subjected to large strain deformation at relatively low temperatures.
Following the outline of frequently used techniques of large strain deformation and modern
methods for structural investigation in Section 2, the regularities of microstructure and
texture evolution are treated in Sections 3 and 4, respectively. Special attention is paid
to the relationships between the main microstructural parameters and true strain. Then,
the mechanical properties of largely strained steels and alloys are discussed in Section 5,
focusing on the mechanisms of microstructural strengthening and their combinations
and interactions. Finally, the effect of processing conditions is summarized in Section 6,
followed by the authors’ viewpoint on the further progress in the field.

2. Large Strain Deformation
2.1. Processing Methods

An interest in producing ultrafine-grained metallic materials with beneficial com-
bination of mechanical properties encouraged the development of a number of special
techniques of severe plastic deformation. It is believed that substantial grain refinement can
be achieved after large strains at relatively low deformation temperatures [14]. Following
the principles outlined by Segal et al. [16], the ECAP method has been developed and used
successfully for over three decades (Figure 1a). It has been frequently used for processing
soft materials and has become quite popular [15,22]. The sample is pressed through two
intersecting channels of the same shape and cross-section, and the equivalent strain is
evaluated as follows [15]:

ε = {2 cot[0.5 (φ + ψ)] + ψ cosec[0.5 (φ + ψ)]}/
√

3 (1)

where φ and ψ are the angle between channels and the curvature of channel intersection.
Sequential pressing of a sample through the die results in a large total strain, while the
shape of the sample does not change.
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Figure 1. Large strain deformation by equal channel angular pressing, ECAP (a); high-pressure
torsion, HPT (b); and multiple forging (c).

Another frequently used technique is torsion under high axial pressure (high pressure
torsion, HPT), which was originally proposed by Bridgman (Figure 1b) [23]. The strain
imposed on a disc-shaped specimen depends on its thickness (t), radius ®, and rotation
angle (θ) [31]:

ε = (θR)/(t
√

3) (2)

An additional compressive strain must be added to the total strain if the specimen
thickness is reduced during HPT. Compared to ECAP, the HPT does not require costly
equipment and can be applied for a wide variety of metals and alloys, including hard-
to-deform materials; however, it can hardly be used for sizeable samples. Besides ECAP
and HPT, a number of other specific techniques, e.g., cyclic extrusion compression, ac-
cumulative roll-bonding, friction stir processing, continuous cyclic bending, repetitive
corrugation and straightening, mechanical milling, etc., have been methods of severe
plastic deformation [18,19,32–37].

It should be noted that conventional metal-forming techniques also allow us to attain
large strain deformation. Multi-axial multiple forging seems to be the simplest and easiest
realized method for large strain processing (Figure 1c). Damascus swords and armor pro-
cessed by redundant forging are among amazing examples of largely strained products [38].
Scientific interest in multiple forging was resumed in the early 1990s that was motivated by
outstanding properties of ultrafine grained metals and alloys produced by severe plastic
deformation [39]. The principal advantage of this method is a feasibility of obtaining the
true stress–true strain diagram, which is sometimes indispensable for adequate interpre-
tation of obtained results [25,40]. Furthermore, the total strain is easily estimated by a
summation of the strain in each forging pass that is determined by the ratio of the initial to
the final dimension of the specimen, i.e., ε = ln (Hi/Hf). Uniaxial processing methods, such
as rolling, drawing, and swaging, can be also used for large-strain processing [41]. These
methods are based on standard tools and are easy to use in applications.

2.2. Microstructure Characterization

Besides conventional light microscopy, several diffraction research methods are widely
used to characterize the deformation microstructures in cold/warm-worked metallic mate-
rials. Among those, transmission electron microscopy (TEM), scanning electron microscopy
(SEM), and X-ray diffraction analysis (XRD) should be mentioned as the most frequently ap-
plied. TEM and SEM equipped with an electron back-scattering diffraction pattern (EBSP)
analyzer incorporating an orientation imaging microscopy (OIM) system offer a number of
advantages over the others. These techniques make it possible to observe the fine struc-
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tural elements with high resolution. Obtaining Kikuchi-diffraction with converged beam
technique in TEM [42] allows for the precise investigation of crystallographic orientations
of nanostructural objects evolved by large strain deformation [43]. The development of
automatic analyzing system for EBSP opens up quite new possibilities for investigation of
deformation microstructures [44].

Currently, EBSP is considered as a fundamentally new type of microscopy [45]. Its
essence lies in the systematic measurement of the crystallographic orientations at various
points of the selected surface area of the sample. The resulting maps make it possible to
reveal the boundaries of grains/subgrains and to determine the grain/subgrain bound-
ary misorientations. This, in turn, contributes to a more adequate interpretation of the
microstructure, as compared to light microscopy and ordinary SEM, where the nature of
boundaries often has to be judged only by indirect signs. In addition, EBSP allows us to
obtain the spectrum of misorientations, which is one of the most important characteristics
of deformation microstructures. The successful development of EBSP apparatus over the
past decades has made it possible to apply it to the study of very complex objects, such as
nanostructured steels and alloys. Presently, the EBSP method is one of the most frequently
used methods to study almost all microstructural aspects of thermomechanical treatment,
including phase transformations [46]. Recent achievements in the field suggest that the
EBSP technique can be used to characterize the dislocation substructure [47]. Combined
with a focused ion beam, EBSP provides insight into spatial dislocation distribution [48].
There is no doubt that EBSP is the most powerful and promising technique presently
available for microstructure characterization.

The methods of X-ray diffraction are commonly used for texture investigation in
various metallic materials, including those subjected to large strain deformation. X-ray
diffraction gives adequate information about the general texture on the macroscale, as is
considered later in Section 4. Note here that modern X-ray techniques possess enhanced
resolution. A recently developed method for calculating the orientation distribution func-
tion makes it possible to carry out a quantitative analysis of the microtexture of individual
grains [49]. Besides electron microscopy and X-ray diffractometry, a new method of atom-
probe tomography has been recently utilized to analyze solute clustering and segregation
occurring during deformation [50]. These data provide new insights about the mechanisms
controlling dynamic precipitation and segregation at deformation grain boundaries.

3. Microstructure Evolution

The deformation microstructures evolved during large-strain cold-to-warm working
depending on the processing route [51,52]. The change in the strain path may have a
significant effect on the kinetics of microstructure evolution and the morphology of the
developed microstructure and is considered in Section 3.3. Here, the general regularities
of microstructure evolution are qualitatively introduced neglecting the effect of deforma-
tion method. The deformation microstructures evolved in steel samples subjected to bar
rolling/swaging at ambient temperature are shown in Figure 2 as typical examples to
illustrate the microstructural changes. The sequence of microstructural changes during
large strain deformation at relatively low temperatures can be summarized as follows [53].

Commonly, an increase in the dislocation density with straining is accompanied
by dynamic recovery. Recovery assists the dislocation rearrangement, leading to the
development of cell blocks separated by dense dislocation walls. Then the deformation
microbands appear at rather large strains (Figure 2a). Further straining results in the
development of a layered microstructure composed of highly elongated grains/subgrains
along the direction of metal flow that is more pronounced in ductile materials susceptible to
dynamic recovery (Figure 2b). The deformation microstructure after severe plastic straining
consists of elongated ultrafine grains (Figure 2c). The latter ones readily evolve along
the microshear bands and at their intersections [54]. Increasing the number density of
microshear bands may be a factor of a progressive increase in the volume fraction of the
ultrafine grains during cold-to-warm working.
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Figure 2. Deformation microstructures evolved in Fe-22%Cr-3%Ni steel subjected to cold bar rolling
to a strain of 1.0 (a); cold bar rolling to a strain of 2, followed by swaging to total strain of 3.2 (b); or
cold bar rolling to a strain of 2.0, followed by swaging top total strain of 4.4 (c) [53].

A decrease in stacking fault energy (SFE) promotes the development of microshear
bands and, therefore, advances the evolution of ultrafine grained microstructure [55].
Frequent development of microshear bands (MSBs) consisting of elongated ultrafine
grains/subgrains was observed in an austenitic stainless steel subjected to warm rolling to
moderate strains of 2 to 3 (Figure 3). Note that the deformation grains/subgrains became
finer while their boundary/sub-boundary misorientations increased with an increase in
strain. The same accelerating effect on the microstructure evolution during cold-to-warm
working can be achieved by the solid solution and/or dispersion strengthening [56]. A
Cu-Ni-P alloy after solution treatment or solution treatment, followed by low temperature
aging, was characterized by a much finer cold-rolled microstructure compared to pure
copper and the same alloy subjected to solution treatment followed by high temperature
aging (Figure 4). The grain refinement in these samples was assisted by the development
of deformation twinning, and microshear banding resulted from rapid strain hardening at
early deformation.
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The new ultrafine grains developed in severely strained metals and alloys result from
gradual increase in the misorientations between subgrains evolved at preceding strains that
is a kind of continuous reactions commonly referred to as continuous dynamic recrystalliza-
tion [57]. Similar to continuous static recrystallization [58], early observations of continuous
dynamic recrystallization were carried out at hot deformation of aluminum alloys with
dispersed particles [59]. The dispersed particles restricted the grain growth, leading to the
fine-grained microstructure, owing to a progressive increase in misorientations between
the deformation subgrains. Then continuous dynamic recrystallization was frequently
observed during hot working in single-phase metallic materials susceptible to dynamic
recovery, such as ferritic steels [60,61]. Decreasing the deformation temperature from hot to
warm/cold working was accompanied by increasing the role of deformation microbands in
the new grain development [61] similar to that in fcc-metals/alloys discussed above. The
deformation microstructures in hcp-metals/alloys are closely connected with the operating
deformation mechanisms [62,63]. The development of continuous dynamic recrystalliza-
tion in Mg and its alloys during warm working was attributed to cross slip, whereas that
during cold working was promoted by deformation twinning.

Rybin [64] suggested a linear function between the strain and the maximal misorienta-
tion (θmax) of the strain-induced boundaries as follows:

θmax = A (ε − ε0) (3)

where A is a temperature dependent constant and ε0 of 0.2 to 0.4 is a critical strain where
sub-boundaries are produced by lattice rotations through accommodation slips. Thus,
the progress in continuous dynamic recrystallization can be illustrated by increasing the
fraction of high-angle boundaries (Figure 5) [41]. In a coarse-grained ferritic steel, the
sharp maximum corresponding to low-angle dislocation sub-boundaries evolved at early
deformation decreased and spread out toward high-angle misorientations with straining
(Figure 5a). After large strains, the deformation boundaries/sub-boundaries are charac-
terized by flat-type misorientation distributions with almost equal fractions of different
misorientations. It should be noted that the misorientation distribution in the initial marten-
sitic microstructure containing a rather large fraction of high-angle boundaries resulted
from the phase transformation changed in similar way (Figure 5b). Namely, both low-angle
and high-angle maximums were weakened by the plastic working, leading to a flat-type
misorientation distribution after deformation to sufficiently large strains. It is interesting
that further deformation resulted in an increase in the fraction of high-angle boundaries
with misorientations above 50◦. Flat-type misorientation distributions with two little maxi-
mums against small angles below 15◦, and large angles above 50◦ were frequently observed
in the severely strained metals and alloys [41,51,56,65–67].

A special role in the development of high-angle grain boundaries of deformation origin
belongs to geometrically necessary sub-boundaries separating the portions of original
grains, where operating slip systems are different [68]. The misorientations across such sub-
boundaries rapidly increase up to typical values of ordinary high-angle grain boundaries
during deformation. The microshear bands involving local strain gradient are rich in the
geometrically necessary boundaries and may be considered as preferential nucleation sites
for the strain-induced ultrafine grains. Figure 6 shows typical deformation microstructures
evolved in a 316L-type austenitic stainless steel during warm rolling [55]. It is clearly seen
that the fraction of ultrafine grains significantly increases during deformation owing to
increasing density of microshear bands (MSB in Figure 6).
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3.1. Grain Size

The grain subdivision by the geometrically necessary boundaries during cold-to-
warm working should gradually decrease the grain size, finally leading to the ultrafine
grained microstructure. In the case of unidirectional deformation, the transverse grain
size should also be reduced following the change in the whole sample geometry. The
strain effect on the transverse grain/subgrain size in a two-phase austenite–ferrite stainless
steel subjected to cold bar rolling, followed by swaging is shown in Figure 7a [69]. The
change in the phase dimensions crosswise to the rolling/swaging direction is also shown
in Figure 7a. It is clearly seen that the phase dimensions correspond well to the change
of the sample shape in the strain range with constant phase content (solid line range in
Figure 7a). This correlation testifies to uniform deformation across the sample. In contrast,
the transverse grain/subgrain size decreases much faster than that of the whole sample in
the range of relatively small total strains. Then, the strain dependence of the transverse
grain/subgrain size weakens with straining that leads to apparent steady-state behavior
when the transverse grain/subgrain size becomes strain invariant in large strains. Note that
strain-induced martensitic transformation (dashed line range in Figure 7a) does not affect
the general grain size–strain dependence. Therefore, the region of small strains corresponds
to the grain refinement that is associated with the development of new strain-induced
grain boundaries (Figure 7b) [53]. On the other hand, the number of grains/subgrains
on the cross-section of the sample decreases in the range of large total strains. Such an
apparent increase in the grain size can be attributed to the pronounced microshearing
accompanied with a kind of grain/subgrain coalescence, e.g., boundary merging by Y-joint
motion [53,69–71], resulting in the apparent steady-state deformation behavior (Figure 7b).
Similar strain dependence of the grain size is commonly observed in various quasi-single
phase metals/alloys irrespective of material type and processing method [5,14,15,39,41,69].
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The fine-grained microstructures evolved by severe deformation were considered
to result from the progressive transformation of the strain-induced subgrains [15]. The
transformation involves a gradual increase in misorientations between the deformation
subgrains owing to accumulation of geometrically necessary dislocations caused by some
local strain gradients and/or local strain incompatibilities. The grain refinement was mod-
eled by Toth et al. based on the lattice curvature that develops in all deformed grains [72].
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The lattice rotations within a deformed grain were assumed to be non-uniform because of
the constraining effect of the neighboring grains. Hence, the orientation gradients develop
in the original grains toward the grain boundaries during deformation. Then, the geomet-
rically necessary dislocations are accumulated to accommodate this evolving curvature
and build up a new strain-induced boundary. This model corresponds to experimental
observations of the progress in the strain-induced grain development, which starts from
original grain boundaries [24,25], and it explains the effect of original grain size on the
kinetics of grain refinement during cold-to-warm working [73], although the effect of
microshear bands on heterogeneous formation of new grains is neglected.

Taking into account heterogeneous formation of strain-induced ultrafine grains with
a size of DUFG in a microstructure with an initial grain size of D0 upon severe plastic
deformation, Morozova and Kaibyshev expressed the mean grain size during the grain
refinement process as follows [74]:

Dε = ((1 - FUFG)D0
−2 + FUFGDUFG

−2)−0.5 (4)

Substituting the fraction of ultrafine grains, FUFG = 1 – exp(−kεn), where k and b are
constants, and ignoring (DUFG/D0)2 because DUFG << D0, we see that the mean grain size
reads as follows:

Dε = DUFG(1 - exp(−kεn))−0.5 (5)

In spite of apparent simplicity, Equation (5) provides fairly good agreement with
experimental data for various materials (Figure 8) [74,75]. Note here that Equation (5)
well predicts the mean grain size even in metastable austenitic steels experiencing partial
martensitic transformation during cold deformation (304L in Figure 8a), because the grain
refinement due to the transformation can be discussed with the same speculation leading
to Equation (4).
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Figure 8. Reduction of an average grain size in stainless steels [75] (a) and a copper alloy (b) during
cold rolling [74].

The final grain size, which can be attained in metallic materials by large strain defor-
mation, depends on processing conditions and can be related to the flow stress through a
power-law function. A power-law function between the grain size and the flow stress was
frequently observed in dynamic recrystallization (DRX) under hot-working conditions [57].
An exponent in the relationship between the flow stress and the grain size depends on
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the processing conditions, which dictate the operating mechanisms for the microstruc-
ture evolution [57,76–80]. Generally, three domains can be distinguished, especially in
fcc-metals/alloys with low-to-medium SFE experiencing discontinuous DRX during hot
deformation (Figure 9). In the range of low flow stress, i.e., under hot-deformation condi-
tions, the dynamic grain size can be expressed by a power-law function of flow stress with
a grain size exponent of about −0.7. Such values were frequently observed in hot-worked
microstructures that resulted from discontinuous DRX consisting of cyclic nucleation and
growth of new grains [9–11]. Under conditions of cold working with high flow stress, the
size of the ultrafine grains developed by the grain subdivision mechanism during severe
deformation tends to approach the size of deformation subgrains [78–80]. Note that data
points shown in the high-stress domain in Figure 9 correspond to deformation grain size
unaffected by phase transformations. Thus, an exponent of about −1.0 was reported for
various metallic materials [81], as can be expected from the Taylor-type relationship [82]. In
the range of intermediate flow stress between cold and hot deformation, i.e., under warm-
working condition, the new fine grains evolve by means of continuous DRX. Therefore,
the grain-boundary migration and the grain growth critically depend on the deformation
temperature, resulting in an exponent of about −0.3 [57].
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3.2. Dislocation Density

The straining of metallic materials under conditions of cold-to-warm deformation is
commonly accompanied by an increase in dislocation density [82–84]. Mecking and Kocks
succeeded in the modeling of deformation behavior, relating the flow stress to the evolution
of the dislocation density [85]. The change in the dislocation density during deformation
was considered as a result of two concurrent processes [85,86].

Dρ/dε = h − r ρ (6)

where the first term represents athermal dislocation storage, i.e., h = (bΛ)−1, where b and
Λ are the Burgers vector and a mean free path, respectively; and the second one with a
parameter of r is dependent on deformation conditions, i.e., temperature and strain rate,
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corresponds to decreasing the dislocation density by means of dynamic recovery. Setting
initial dislocation density of ρ0 at ε = 0, Jonas et al. obtained the following expression for
the dislocation density [87].

ρ = (h - (h − ρ0r) exp(−rε))/r (7)

The strain dependence of the dislocation density in the form of Equation (7) predicts
a gradual decrease in the rate of dislocation accumulation during deformation. Taking
ρ0 << ρ and r = 1 for simplicity, the strain effect on the evolution of the dislocation den-
sity in various metallic materials is displayed in Figure 10. The symbols in Figure 10
indicate the experimental values of dislocation density obtained by either direct counting
the individual dislocations in grain/subgrain interiors, using transmission electron mi-
croscopy (TEM) [55,75,88] or evaluated by orientation imaging microscopy (OIM) [74,88]
with automatic analysis of electron backscattered diffraction (EBSD) patterns. The lines in
Figure 10 correspond to approximation by Equation (7). Following the rapid increase in the
dislocation density at early deformation, the dislocation density tends to approach an ap-
parent saturation at sufficiently large strains irrespective of possible phase transformation,
e.g., partial martensitic transformation in 304L steel at 473 K in Figure 10a. Therefore, a
steady-state deformation behavior, when neither the grain size nor the dislocation density
varies with strain, can be attained during deformation even at relatively low temperatures.
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The dislocation density in ultrafine grains that evolved by severe deformation re-
portedly tended to decrease upon further straining, while residual stresses continued
accumulation [24,41]. The high internal stresses in severely strained metallic materials were
attributed to strain-induced grain boundaries being in non-equilibrium state [15,89–91]. An
irregular increase in the density of geometrically necessary dislocations at strain-induced
grain boundaries creates large lattice distortions along such non-equilibrium boundaries.
The largest distortions are expected at grain boundary junctions that lead to the develop-
ment of junction disclinations bearing long-range internal stresses [64,90–94]. The latter
ones were discussed being responsible for an apparent decrease in the dislocation density
within the strain-induced ultrafine grains [24,25,41].
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The strain dependencies for the grain size and the dislocation density (Equations (5) and (7))
predict a power-law function between the microstructural parameters, i.e., the deformation
grain size and dislocation density. Figure 11 shows the relationship between the grain
size (the transverse grain size in the case of unidirectional straining) that developed at
various deformation stages and the corresponding dislocation density evolved in these
grains/subgrains [75,88,95–99]. It is clearly seen in Figure 11 that a linear function with
a slope of −2 generally holds between the grain size and the dislocation density plotted
in double log scale. It should be noted that the grain size and dislocation density plotted
in Figure 11 correspond to deformation microstructures evolved in a wide range of total
strains from early to severe deformation. Moreover, the range of deformation conditions
in Figure 11 spans from cold deformation with a partial martensitic transformation in
304L steel to hot working, which was accompanied by discontinuous DRX in the selected
materials. Hence, the revealed unique relationship reflects the intimate linkage among the
microstructural parameters of various metals and alloys subjected to plastic deformation.
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3.3. Varying the Strain Path

The effect of processing regimes on the microstructure evolution in various metallic
materials subjected to large strain deformation has been a subject of numerous research
studies [15,33,100–103]. It is generally agreed that the finally achievable grain size evolved
at sufficiently large strains sensitively depends on deformation temperature and strain
rate. In contrast, the deformation method has a marginal effect on the final grain boundary
spacing, although it can significantly affect the shape of strain-induced grains [51]. On the
other hand, the kinetics of the microstructure evolution may substantially vary depending
on the processing method. The effect of varying strain path on the grain refinement kinetics
during cold-to-warm working is still debatable. The change in the strain paths from pass
to pass during multiple deformations was frequently considered to be very important for
the formation of ultrafine grains [14,24,25,104]. Alternatively, the unidirectional deforma-
tion was also discussed to promote the microstructure evolution kinetics, especially at
elevated temperatures [101,102].
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Applying the different rotations of the ECAP samples between each pressing pass,
the effect of change in the shear plane on the microstructure evolution was studied in
pure aluminum at room temperature [105]. The most rapid increase in misorientations
between deformation subgrains was observed in the ECAP samples rotated by 90◦ around
its axis, when the shear planes intersected at 120◦ and the subgrain bands developed on two
separate intersecting planes (route B in Figure 12). In contrast, the slowest grain refinement
kinetics was demonstrated by the ECAP samples without rotation, when the shearing was
accumulated monotonously along two orthogonal planes (route A in Figure 12). Note here
that the evolution kinetics was studied by the diffraction spot spreading, which gave no
way of deducing any quantitative relations.
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Figure 12. Shearing patterns during subsequent ECAP with different strain paths [105].

The most significant effect of varying the strain path on the deformation microstruc-
ture evolution could be expected in comparison of unidirectional and multidirectional
processing. At relatively small total strains, however, the deformation microstructures
consisting of dislocation cell blocks in bcc-steel were almost the same irrespective of pro-
cessing method at room temperature (Figure 13a,c) [51]. A remarkable difference in the
deformation microstructures evolved by either unidirectional bar rolling/swaging or multi-
directional forging was observed after relatively large strains [51]. Highly elongated grains
were developed during unidirectional deformation, whereas multidirectional deformation
promoted the development of almost equiaxed grains (Figure 13b,d). It is interesting that
the transverse grain/subgrain size could be represented by a unique function of total strain
for both processing methods (Figure 14a). Similarly, the fraction of high-angle boundaries
increased almost linearly with straining to total strains of about 4 irrespective of difference
in deformation techniques and, then, tended to saturate at 0.8 or 0.6 for rolling/swaging
or multiple forging, respectively (Figure 14b). This difference in a ratio of strain-induced
high-angle grain boundaries to low-angle sub-boundaries was attributed to strong fiber
texture leading to accumulation of large misorientations around 60◦ in the rolled/swaged
samples [53].
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Figure 14. Effect of processing method on the transverse grain/subgrain size (a) and the fraction of
strain-induced high-angle grain boundaries (b) in an Fe-15%Cr ferritic stainless steel [53].

3.4. Temperature Effect

The deformation temperature significantly affects both the strain-induced grain size
and the kinetics of microstructure evolution. Decreasing the deformation temperature
results in a decrease in the mean grain size evolved at large strains under conditions
of warm-to-hot working (Figure 15) [106]. The new grains rapidly develop during hot
deformation, owing to discontinuous DRX (annealing twins in Figure 15 are indicative of
this DRX mechanism). The grain refinement with a decrease in deformation temperature is
accompanied by slowing down the kinetics of new grain development. The new grains
resulted from continuous DRX primarily develop along the original grain boundaries and
microshear bands, resulting in a necklace-like microstructure under conditions of warm
working (Figure 15).
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Figure 15. Typical deformation microstructures evolved in an austenitic stainless steel subjected to
isothermal compression to a strain of 1.2 at indicated temperatures [106]. The gray and black lines
correspond to the subgrain and grain boundaries, respectively. The white lines indicate the annealing
twins. The colors reflect the inverse pole figures for the compression axis (CA).

Generally, a power-law function holds between the temperature-compensated strain rate
(or Zener–Hollomon parameter) and the dynamic grain size (Figure 16) [10,103,107–111]. A
strain-rate exponent of about −0.4 in the range of hot deformation, which is accompanied
by discontinuous DRX, changes to about −0.1 in continuous DRX with a decrease in
temperature down to cold deformation. Such relationships can be derived by combining the
power-law functions between the flow stress and the deformation grain size (Figure 9) with
those between the flow stress and the temperature-compensated strain rate [9,112–114].

An increase in deformation temperature from cold-to-warm working leads commonly
to more homogeneous dislocation substructures. Cold working of metals and alloys is
frequently accompanied by strain localization in deformation microbands, shear bands,
S-bands, etc. [57,115]. In contrast, uniform dislocation subgrains resulted from dynamic
recovery develop in various metallic materials during hot working [9,57]. Warm working
is an intermediate domain, where the extent of strain localization depends on deformation
mechanisms, including the variety of active slip systems, dislocation ability to dynamic
recovery, strain hardening, etc. An example of the deformation microstructures evolved
in a high-strength low-alloyed steel during warm rolling is shown in Figure 17 [111]. The
transverse grain size in these recovery-controlled microstructures exhibits rather strong
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dependence on the deformation conditions with a strain rate exponent of −0.3 [111] that
corresponds to the transition domain between hot and cold deformation in Figure 16.

Metals 2022, 12, x FOR PEER REVIEW  17  of  35 
 

 

In the case of strong temperature and/or strain dependence of deformation mecha‐

nisms,  such as  slip/twinning  in hcp‐metallic materials, unusual  temperature/strain de‐

pendence of the grain size can be observed during  transient deformation stage [62,63]. 

The change in the contribution of deformation twinning to the new grain development in 

Mg during cold deformation reportedly led to an apparent increase in the dynamic grain 

size during straining to moderate strains. Nevertheless, further severe deformation was 

accompanied by a gradual grain refinement leading to common steady‐state deformation 

behavior [63]. 

 

Figure 16. Effect of deformation conditions on  the grain size evolved  in  large strains  in various 

fcc‐alloys, such as AISI stainless steels, maraging steel (18Ni), nickel‐chromium alloy (Ni‐30%Cr), 

and  bcc‐alloys,  namely,  ultralow  carbon  (ULC)  and  high‐strength  low‐alloyed  (S700MC)  steels 

[10,103,107–111]. 

   

(a)  (b) 

Figure  17. Deformation microstructures  evolved  in  a  high‐strength  low‐alloy  steel  after warm 

rolling to a total strain of 1.5 at 923 K (a) or 973 K (b) [111]. Colors indicate the direction along the 

normal direction (ND). 

An  increase  in  deformation  temperature  promotes  dynamic  recovery, which,  in 

turn, assists the development of new grains owing to continuous DRX [57,66]. An aver‐

age misorientation of strain‐induced grain boundaries can be expressed by a linear func‐

Figure 16. Effect of deformation conditions on the grain size evolved in large strains in
various fcc-alloys, such as AISI stainless steels, maraging steel (18Ni), nickel-chromium al-
loy (Ni-30%Cr), and bcc-alloys, namely, ultralow carbon (ULC) and high-strength low-alloyed
(S700MC) steels [10,103,107–111].
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Figure 17. Deformation microstructures evolved in a high-strength low-alloy steel after warm rolling
to a total strain of 1.5 at 923 K (a) or 973 K (b) [111]. Colors indicate the direction along the normal
direction (ND).

In the case of strong temperature and/or strain dependence of deformation mecha-
nisms, such as slip/twinning in hcp-metallic materials, unusual temperature/strain de-
pendence of the grain size can be observed during transient deformation stage [62,63].
The change in the contribution of deformation twinning to the new grain development
in Mg during cold deformation reportedly led to an apparent increase in the dynamic
grain size during straining to moderate strains. Nevertheless, further severe deforma-
tion was accompanied by a gradual grain refinement leading to common steady-state
deformation behavior [63].
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An increase in deformation temperature promotes dynamic recovery, which, in turn,
assists the development of new grains owing to continuous DRX [57,66]. An average
misorientation of strain-induced grain boundaries can be expressed by a linear function of
total strain similar to maximal misorientation in Equation (3). The rate of the misorientation
increase reportedly increases with deformation temperature. The development of strain-
induced grain boundaries was accelerated in pure copper subjected to multiple forging
with increasing the deformation temperature from 195 K to 473 K, especially in large total
strains above 2 (Figure 18a) [116]. Similar effect of deformation temperature on the rate of
misorientation increase for the strain-induced grain boundaries was observed by Tsuzaki
et al. in stainless steel, when the misorientation rates of 4◦ and 12◦ were obtained for
cold-rolling with annealing and hot-rolling with annealing, respectively [117]. High values
of the misorientation rate up to 40◦ were reported for continuous DRX of aluminum alloys
during hot working under superplastic conditions [118]. On the other hand, an increase
in the fraction of strain-induced grain boundaries was almost temperature independent
in a 304-type stainless steel during warm rolling at 773 to 1273 K (Figure 18b) [119]. In
this case, almost the same kinetics for the development of strain-induced grain boundaries
at different rolling temperatures was discussed as a result of microstructure evolution
due to simultaneous operation of two different mechanisms. One of them is the recovery-
controlled grain boundary formation, and the second one is the microband assisted grain
development. The former is accelerated by temperature, whereas the latter is stunted
by temperature. Hence, the opposite temperature effect on the contribution of these
mechanisms led to temperature-independent kinetics of strain-induced grain boundary
formation in a wide range of warm working.
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pure copper subjected to multiple forging (a) [116] and the fraction of high-angle grain boundaries
(HAB) in an S304H-type stainless steel subjected to bar rolling (b) [119].

Slowing down the kinetics of strain-induced grain boundary development with an
increase in deformation temperature was observed in an aluminum alloy subjected to
ECAP [102,120]. The deformation microbanding assisted by high-density precipitate parti-
cles was considered as crucial factor for the strain-induced grain evolution in materials with
high SFE. Metals and alloys that are highly prone to dynamic recovery are characterized by
homogeneous dislocation substructures developed at elevated deformation temperatures
that hardly transform to the new grains even at large strains. The grain refinement in such
materials during warm-to-hot working was attributed to geometric DRX, which readily
occurs after sufficiently large strains under conditions of constant strain path [121].
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4. Deformation Texture

The deformation microstructures are scarcely affected by discontinuous DRX under
conditions of cold-to-warm working at relatively low temperatures [57]. Correspondingly,
the texture developed depends on the operating deformation mechanisms, i.e., slip sys-
tems in conventional ductile metals and alloys, which, in turn, are governed by crystal
symmetry [5]. Thus, the deformation texture is determined by processing method. Widely
used technologies involving caliber or plate rolling should lead to strong deformation
texture depending on the total strain of unidirectional deformation. On the other hand,
severe plastic straining is frequently based on redundant deformations involving regular
alternating strain path, such as multiple forging. Thus, the textures developed in metallic
materials subjected to multiple straining applications depend significantly on the strain in
the last deformation pass, when the deformed material experiences the final reorientation.
In contrast to previous sections that dealt with general regularities of the deformation
microstructure evolution inherent to various metallic materials without clear separation
into different lattices, the textural changes are outlined sequentially for specific crystals.

4.1. Conventional Processing

The development of deformation texture in fcc-metals and alloys depends on defor-
mation mechanisms, which, in turn, depend on alloying extent, dispersed precipitations,
and SFE [5,56,122–126]. The effect of solid solution and dispersion strengthening on the
deformation texture is illustrated in Figure 19, which shows pole figures for {111}, {200},
and {220} planes in a pure cupper and a Cu-Ni-P alloy observed after cold rolling to a total
strain of 5 [56]. Pure Cu displays typical copper-type rolling texture, while the copper alloy
after solution treatment (ST) and that containing finely dispersed particles after ST followed
by low temperature aging (400 ◦C) resemble brass-type textures as clearly seen in the {200}
pole figures. On the other hand, the alloy with relatively large particles after ST followed
by high temperature aging (600 ◦C) demonstrates a texture of mixed type, which shows the
features inherent to both the copper-type and brass-type textures. The brass-type texture
evolution was attributed to the extensive development of microshear bands in the alloys
after solution treatment and low temperature aging. The microshearing in the alloy after
high temperature aging was delayed and took place after rather large strains following
uniform deformation substructures similar to those in pure copper, resulting in the mixed
deformation texture.

The rolling textures in fcc-metals/alloys can be represented by evolution of three
main components, i.e., {112}<111> (copper orientation), {011}<211> (brass orientation), and
{123}<634> (S orientation) [122,123]. Ideal texture orientations are shown on the section
of orientation distribution functions (ODF) in Figure 20 and listed in Tables 1 and 2 [127].
A decrease of SFE promotes the development of deformation twinning, followed by shear
banding, and, therefore, leads to reduction of the intensity of the copper texture, whereas
the fraction of brass texture increases [123,125]. The texture evolution in a high-Mn steel
with low SFE subjected to cold rolling was characterized by a rapid development of strong
brass and S components, and a copper-twin component, which strengthened with straining
because of frequent deformation twinning (Figure 21) [128]. At large rolling strains the
deformation twinning exhausted and the microshear banding promoted the E and F textures
located on the γ-fiber. A gradual increase of the fractions of copper-twin and Goss textures
at large strains in Figure 21 was attributed to dislocation slip in microshear bands and
twin/matrix lamellae [128]. Simultaneous development of the brass, copper-twin, and
Goss textures could be responsible for the texture maximum located on the ζ-fiber. SFE
decreases with an increase in temperature. Therefore, characteristic rolling textures tend to
weaken with increasing deformation temperature [98].



Metals 2022, 12, 454 20 of 35
Metals 2022, 12, x FOR PEER REVIEW  20  of  35 
 

 

 

Figure 19. Characteristic pole figures evolved by cold rolling to a strain of 5.0 in a pure copper and 

a Cu‐1.5%Ni‐0.3%P alloy after solution  treatment  (ST), or solution  treatment and aging at 673 K 

(400 C), or solution treatment and aging at 873 K (600 C) [56]. 

The  rolling  textures  in  fcc‐metals/alloys  can be  represented by  evolution of  three 

main  components,  i.e.,  {112}<111>  (copper  orientation),  {011}<211>  (brass  orientation), 

and {123}<634> (S orientation) [122,123]. Ideal texture orientations are shown on the sec‐

tion of orientation distribution functions (ODF) in Figure 20 and listed in Tables 1 and 2 

[127]. A decrease of SFE promotes the development of deformation twinning, followed 

by shear banding, and, therefore, leads to reduction of the intensity of the copper texture, 

Figure 19. Characteristic pole figures evolved by cold rolling to a strain of 5.0 in a pure copper and
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functions [127].

Table 1. Definition of characteristic texture components in fcc-metals [125].

Component {hkl} <uvw>
Euler Angles

ϕ1 Φ ϕ2

Brass (B) {111}<112> 55 90 45

Goss (G) {011}<100> 90 90 45

S {123}<634> 59 37 63

Copper (Cu) {112}<111> 90 35 45

Rotated Goss (RtG) {011}<110> 0 90 45

E {111}<110> 0/60 55 45

F {111}<211> 30/90 55 45

ζ-fiber <110> parallel to ND

γ-fiber <111> parallel to ND

τ-fiber <110> parallel to TD

Table 2. Definition of characteristic texture components in bcc-metals [127].

Component {hkl} <uvw>
Euler Angles

ϕ1 Φ ϕ2

Cube (C) {001}<100> 45 0 45

Rotated cube (H) {001}<110> 0/90 0 45

I* {223}<110> 0 43 45

E {111}<110> 0/60 55 45

F {111}<211> 30/90 55 45

Goss (G) {110}<001> 90 90 45

η-fiber <001> parallel to ND

α-fiber <110> parallel to RD

γ-fiber <111> parallel to ND
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The rolling textures in bcc-metals/alloys consist of a γ-fiber and a part of α-fiber from
E to Rotated-cube textures in the ODF section at φ2 = 45◦ with a strong maximum for
{223}<110> [129–131]. The latter was associated with the principal operative slip system of
{011}<111>-type in bcc-crystals [129]. It is interesting to note that the deformation textures
evolved in strain-induced martensite, which appears during cold rolling of meta-stable
austenite, are similar to the rolling textures of bcc-materials [127]. The orientation of
martensite transformed from austenite of brass, Goss and S orientations in accordance to
Kurdjumov–Sachs or Nishiyama–Wasserman orientation relationships was shown locating
close to the γ-fiber [127]. Thus, the heritable orientations in deformation martensite do not
alter substantially from typical textures of rolled ferrite.

The fiber textures in metals/alloys subjected to uniaxial deformation, such as swaging,
drawing, extrusion, upsetting, etc., are mainly governed by the principal deformation
scheme, e.g., uniaxial tension or compression. The uniaxial deformation textures developed
in fcc- or bcc-materials during tension or compression are the reverse to each other because
of specific symmetry of slip systems [5,69]. Namely, the fiber textures of <110> or <111>
and <100> along the tension or compression axis, respectively, are readily develop in
bcc-metals/alloys, whereas <100> and <111> along the tension axis or <110> along the
compression axis conversely develop in fcc-materials.

The strong prevalence of basal slip in hcp-metals/alloys results in a sharp <0001>
fiber along the compression axis or <0001> crosswise to the tension during uniaxial de-
formation [132–134]. The features of rolling textures in hp-materials depend significantly
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on the unit cell parameters, i.e., c/a ratio, which dictates the accommodating non-basal
slip and/or twinning. A sharp {0002}<1010> basal texture experiences ±30◦ split toward
transverse direction because of concurrent operation of twinning, prism slip, and pyramidal
slip in a cold rolled α-Ti (Figure 22a) [133]. An enhancement of pyramidal <c+a> slip at
large rolling reductions further promoted the orientation spread around typical split-basal
rolling texture (Figure 22b) [133].
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Figure 22. Pole figures for α-Ti after cold rolling reductions of 75% (a) and 95% (b) [133].

4.2. Severe Plastic Deformation

The frequently used techniques of severe plastic deformation, such as ECAP and HPT,
involve a simple shear deformation mode, which is commonly considered as a special
feature of such processing [14–16,23]. Li et al. analyzed the ECAP textures in cubic materials
by a comparison with simple shear [135]. The main ideal orientations and fiber textures
associated with simple shear along the x’ direction (y’-shear plane) are shown in Figure 23
and listed in Tables 3 and 4 for cubic metals/alloys [135]. Note here that {hkl} <uvw>
orientations indicated in Tables 3 and 4 denote the {hkl} plane normal to the pressing
direction and the <uvw> direction along the outgoing channel of ECAP. Some mismatch
between the experimental ECAP textures and the ideal ones was attributed to the deviation
of plastic flow from simple shear due to rounded outer corner [136].
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Table 3. Main ideal orientations in simple shear deformation of fcc-metals [135].

Notation {hkl} <uvw>
Euler Angles

ϕ1 Φ ϕ2

A1* (1 1 1) [1 1 2]
35.26/215.26 45 0/90

125.26 90 45

A2* (1 1 1) [1 1 2]
144.74 45 0/90

54.74/234.74 90 45

A (1 1 1) [1 1 0] 0 35.26 45

A (1 1 1) [1 1 0] 180 35.26 45

B (1 1 2) [1 1 0] 0/120/240 54.74 45

B (1 1 2) [1 1 0] 60/180 54.74 45

C {0 0 1} <1 1 0>
90/270 45 0/90

0/180 90 45

Table 4. Main ideal orientations in simple shear deformation of bcc-metals [135].

Notation {hkl} <uvw>
Euler Angles

ϕ1 Φ ϕ2

D1 (1 1 2) [1 1 1]
54.74/2334.74 45 0/90

144.74 90 45

D2 (1 1 2) [1 1 1]
125.26 45 0/90

35.26/215.26 90 45

E (1 1 0) [1 1 1] 90 35.26 45

E (1 1 0) [1 1 1] 270 35.26 45

J (1 1 0) [1 1 2] 90/120 54.74 45

J (1 1 0) [1 1 2] 30/150/270 54.74 45

F {1 1 0} <0 0 1>
0/180 45 0/90

90/270 90 45

The change in the strain path in ECAP experiments resulted in the deformation textures
of moderate intensity even after large total strains (Figure 24) [137]. The strong {hkl}<110>
fiber developed in an aluminum alloy at relatively low temperatures was alternated with
{112}<110> textures with an increase in ECAP temperature [137]. The change in the ECAP
route does not significantly affect the development of ECAP texture in bcc-metals/alloys
(Figure 25) [138]. The development of {110}<uvw> and {hkl}<111> fibers was observed
irrespective of the ECAP routes. Quantitatively, the orientation distribution along these
fibers was more uniform when the ECAP sample was pressed without rotation or rotated
through 180◦ between pressings than in the ECAP samples rotated by 90◦ [138].
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Except for HPT based on simple shear deformation, other techniques of severe plastic
deformation do not lead to the development of strong specific texture. The complicated
strain states in various sophisticated deformation techniques result from a varying diversity
of the deformation mechanisms; each of them reorients respective crystallites toward defi-
nite stable orientations. Therefore, the developing deformation texture involves a number
of different components with nearly the same intensity. For instance, the deformation
textures evolved in an Al-Mg-Sc alloy subjected to friction stir processing are illustrated in
Figure 26 [137]. Note here that the pole figures were rotated to align their reference frames
with presumed simple shear geometry. It is clearly seen in Figure 26 that the crystallites
orientations did not exhibit any remarkable components caused by severe deformation
irrespective of processing regimes.
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Figure 26. Pole figures for an Al-Mg-Sc alloy subjected to friction stir processing at different tool-
rotation speeds [137].

5. Mechanical Properties

Generally, cold-to-warm working results in significant strengthening that is accompa-
nied by a degradation of plasticity [55,127–129,139–141]. The tensile stress–strain curves for
the work hardened steels and alloys are commonly characterized by a sharp strengthening
stage at deformation beginning, when the flow stress increases to its maximum at relatively
small strain, followed by gradual decrease in the stress caused by necking and failure
(Figure 27) [55,139]. An increase in the strain during cold-to-warm working increases both
the yield strength and ultimate tensile strength (UTS) of processed semi-products, although
the processing effect on the yield strength is much more pronounced as compared to that
on UTS (Figure 27a). Thus, the yield strength of cold/warm worked steels/alloys tends
to approach UTS, shortening the uniform elongation associated with the stage of initial
strengthening with increasing the strain of cold/warm deformation. The strengthening
efficiency of cold-to-warm working decreases with an increase in deformation temperature
(Figure 27b). An increase in deformation temperature to hot-working conditions is accom-
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panied by a decrease in the work hardening down to its almost complete disappearance;
however, a kind of retained work hardening was reported for DRX microstructures after
hot deformation [142,143].
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temperatures (b) [139].

Structural steel and alloys processed by large-strain cold-to-warm working are charac-
terized by high density of dislocations and grain/subgrain boundaries. The latter ones can
be associated with grain refinement or microbanding that involves lattice reorientations.
Hence, two main mechanisms are referred to while discussing the strengthening by large
strain deformation [55,74,128,139,142–144]. Those are the grain size (or grain boundary or
structural) strengthening and the dislocation (or substructural) strengthening. The grain
size strengthening (σG) can be expressed by the second term of the well-known Hall–Petch
relationship [145,146].

σG = kyD−0.5 (8)

where D is the mean grain size, and ky is the grain boundary strengthening factor. The latter
varies over a wide range, from about 70 to 1800 MPa µm0.5 for different materials [147]. In
austenite, ky reportedly comprises 240–395 Mpa µm0.5 [148], whereas it depends signifi-
cantly on the carbon content (C, ppm) in ferrite, i.e., ky = 100 + 120 C0.31, that gives ky of
100 to 600 Mpa µm0.5 [149].

The dislocation strengthening (σρ), which is also known as work-hardening, should
obey Taylor-type relationships [150,151]:

σρ = α1Gbρ0.5 and/or σρ = α2Gd−1 (9)

where α1 and α2 are numerical factors, G is the shear modulus, b is the Burgers vector,
ρ is the dislocation density, and d is the subgrain size. Moreover, an α1 of about 0.7 was
frequently used for various materials [74,88,144]; it can be represented as a product of
the dislocation strengthening factor (α of about 0.24) and Taylor factor (M = 2.75 for bcc-
metals or M = 3.06 for fcc-metals), i.e., α1 = αM. The work-hardening has been fairly well
predicted via either dislocation density or subgrain size in some experimental studies,
using accurate methods for the measurement of substructural parameters [150,152–155].
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The dislocation density and the subgrain size have also been used together to evaluate
the work-hardening [96].

The strengthening mechanisms mentioned above are usually considered as indepen-
dent and linearly additive [96,154,155]. Such an approach gives good correspondence with
experiments involving annealed and recrystallized metals/alloys [142–144,156]. However,
summation of the grain size and dislocation strengthening results in well-overestimated
strength for cold/warm worked metallic materials [154]. The strengthening of work-
hardened materials can be predicted by the combination of the grain size and dislocation
strengthening, provided that the strengthening factors (one or both) are reduced to fit the
experimental data [55,139]. Moreover, the experimental evaluation of the strengthening
factors is hampered by a linear relationship between the grain boundary strengthening and
the dislocation strengthening in cold/warm-worked metallic materials [96,98]. Recently,
Takaki et al. concluded that the strengthening of work-hardened steels is solely governed
by the dislocation density, which incorporates the grain size strengthening and, therefore,
can be used to evaluate the strengthening, ignoring the grain-size contribution [157]. Con-
sidering the relationship between the grain size and the dislocation density in severely
strained metals, Starink also suggested that the strengthening can be predicted through the
dislocation density or the grain size [158].

Besides the strengthening, warm working to large strains increases the impact tough-
ness [159]. The thermomechanical treatment consisting of large strain rolling of meta-stable
austenite prior bainite/martensite transformation has been called ausforming [160]. Su-
perior mechanical properties of steels subjected to ausforming, followed by quenching
and tempering, was attributed to the dislocation substructure transferred from austenite
to martensite [161]. Kimura et al. applied large-strain warm rolling, following tempering
of carbon steels [162,163]. Such a processing method, which was referred to as tempform-
ing, resulted in the formation of a submicrocrystalline lamella-type microstructure with a
uniform dispersion of secondary-phase particles, providing an outstanding combination
of mechanical properties [159]. The dispersed particles and the grain refinement, along
with the corresponding increase in the dislocation density during warm working, result in
significant strengthening [164]. The strengthening by tempforming is accompanied by an
increase in the impact toughness, especially at low temperatures, when the impact tough-
ness surprisingly increases with a decrease in the test temperature, owing to delamination
of layered microstructure [163]. It should be noted that, besides the expected increase
in the strength, the impact toughness also increases with a decrease in the tempforming
temperature and/or an increase in the total strain during tempforming [165,166]. The
improving effect that the tempforming strain had on the impact toughness was attributed
to the change in the coherent cleavage plane length along and across the specimen, leading
to a decrease in the cleavage fracture stress in the transverse direction, while that in the
rolling direction increased [166].

Finally, one more beneficial property of steels and alloys with fine-grained microstruc-
tures developed by large-strain cold-to-warm deformation should be mentioned. Such
materials commonly possess improved workability under hot deformation. The most
impressive manifestation of this property is superplasticity [167]. Practical application of
superplasticity is hindered by a very low strain rate and high temperature that are required
for superplastic conditions. The advantage of grain refinement by large-strain cold/warm
deformation lies in the fact that the optimal conditions for superplasticity can be extended
to a lower temperature [168] and/or a higher strain rate [169], making it quite useful for
industrial applications.

6. Summary

The large strain deformations under conditions of cold-to-warm working are widely
used techniques to enhance the mechanical performance of structural steels and alloys.
The close relationship between the deformation regimes and the parameters of developing
deformation microstructures open up wide opportunities to control the product properties.
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The desired microstructures with beneficial grain and subgrain size, texture, and dislocation
density can be obtained in various metallic materials by means of plastic working at
appropriate deformation conditions, including processing temperature and strain rate.
In turn, the developed microstructures provide a suitable combination of strengthening
mechanisms resulting in favorable mechanical properties.

The effect of deformation conditions on the evolved microstructures in various pseudo-
single phase steels and alloys has been fairly clarified for the grain/subgrain size, disloca-
tion density, grain boundary misorientations, and textures. Corresponding quantitative
approximation of the kinetics of the microstructural changes was being developed along
with the expressions for parameters of the deformation microstructures. Recently, success-
ful efforts have been attempted to obtain physically justified interrelations between the
microstructural parameters and their dependencies on the strain and processing conditions.
Currently, numerous studies are focused on the effect of phase content, especially dispersed
precipitations on the deformation microstructures. The main difficulties in the development
of the constitutive relationships in dispersion-strengthened steels and alloys are associ-
ated with precise evaluation of the particle distribution, including their morphology and
the mechanisms of the particle interaction with dislocations and grain/subgrain bound-
aries. The accurate estimation of the dislocation density in metallic materials subjected to
cold/warm deformation is itself a nontrivial task, which requires the selection of adequate
approach and usage of appropriate techniques. Moreover, the correct superposition of
different strengthening mechanisms is still debatable. Further experimental studies might
be quite helpful to solve this problem.

The progress in the field depends on the development of physically justified models
of the microstructure—property relationships for complicated metallic systems, such as
multiphase dispersion strengthened or composite steels and alloys. The mutual effects of
different mechanisms of microstructure evolution on its kinetics in heterogeneous materi-
als deserve further investigation in order to obtain meaningful quantitative expressions
for microstructural parameters in advanced materials subjected to cold/warm working.
Comprehensive analysis of the microstructural strengthening mechanisms should deal also
with their effects on plasticity, because the strength–plasticity combination determines the
performance of structural materials in the end. The detailed elaboration of deformation
mechanisms, their interaction, and their influence on the deformation behavior seems to be
the most important aspect of the current and future investigations in the field.
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