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Highlights 9 

 The exerted lateral pressure of self-compacting concrete on formwork was reviewed. 10 

 Theoretical models of exerted lateral pressure by self-compacting concrete were discussed.  11 

 The main factors contributing to the lateral pressure of self-compacting concrete on the 12 

formwork panel were explained.  13 

 Major issues and unpublished studies on lateral pressure of self-compacting concrete were 14 

discussed in detail.  15 

 16 

  17 

Abstract  18 

Self-Compacting Concrete (SCC) is a flowable concrete that exerts high pressure on formwork. SCC is 19 

the most commonly used concrete worldwide for construction applications due to its cost-20 

effectiveness. The high flow of SCC reduces both the number of workers and the casting time required. 21 

It also eliminates vibration and removes noise pollution. This study is a review of previous 22 

investigations into the pressure exerted by fresh-state SCC on formwork. The paper discussed various 23 

factors that affect lateral pressure on formwork. These factors are included theoretical predictions, 24 

the effect of temperature, casting rate, rheology, types of pressure sensors, geometry and workability. 25 

Considering these various factors, the paper discussed major factors related to lateral pressure of SCC 26 

at early ages. However, internal temperature measurement of concrete effects at fresh state appears 27 

to be an important factor. 28 
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 31 

1. Introduction to Self-Compacting Concrete (SCC) 32 

Self-compacting concrete (SCC), also known as self-consolidating concrete, is recognised as flowing 33 

concrete. It is a new type of concrete developed in the construction field with several advantages over 34 

conventional concrete. The development of SCC began in 1988 and was introduced in Japan to 35 

produce durable concrete with less labour [1]. 36 

Other studies have described SCC as a new type of concrete, with advanced mix design concepts, 37 

which is capable of flowing and compacting itself under its own weight [2]. They also list the main 38 

advantages of SCC, the most important being decreased labour cost, reduced construction time and 39 

the elimination of vibration and noise. SCC also has the advantages of better flowability around 40 

congested reinforcement, the use of lower pump pressures and an excellent smooth surface finish. It 41 

also avoids honeycombing around congested reinforcement in the concrete and, as a result, demand 42 

for this flowable concrete has increased worldwide [3]. Another significant benefit of SCC is its 43 

increased casting rate (placing rate) which assists in reducing concrete delivery time and construction 44 

duration [4]. 45 

However, given recent rapid developments, further investigation is required, particularly with respect 46 

to Australian temperature and dry climatic conditions. In order to formulate a detailed investigation, 47 

an extensive review has been carried out on the SCC mix design methods [5] and early age properties. 48 

The review clearly indicates that further comprehensive laboratory testing is required, particularly the 49 

exerted lateral pressures when constructing tall columns and walls such as 10m high structures. The 50 

major cost of construction components is the formwork, which comprises approximately 40%~60% of 51 

the cost [6, 7]. Therefore, further studies on lateral pressure of SCC could contribute to reduce 52 

formwork cost.  53 

To assess the use of SCC worldwide, it is essential to investigate the previously well-documented 54 

research such as the information on Scopus. For that purpose, VOSviewer software was used to collect 55 

the previous research available on SCC.  Mymoon, Mahendran, Poorna, Hariharan, Suryakala and 56 

Sudhagar [8] used the same software to map SCC research worldwide. In the current study, the paper 57 

used VOSviewer to discover how many studies on SCC have been presented globally. Fig.1 shows a 58 

remarkable density of countries that have been investigating SCC from 1988 to 2019. The 59 



scientometric statistics are vital for construction industries to identify the increasing application of 60 

SCC recently. Fig. 1 shows countries that have mentioned SCC (self-compacting concrete) in their 61 

research. This set of the database was collected from the engine search of Scopus which is the most 62 

trustable recorded data for the scientific community. Scopus has a rich source of data and is easy to 63 

use when searching for resources [9]. It can be used to extract data and analyse it in VOSviewer.       64 

 65 

Fig. 1 The density of SCC studies in various countries from 1988-2019 66 

The scientometric analysis of most research studies of SCC is shown in Fig.2.  The link strength in 67 

network visualization among authors was observed in a wide range of regions, with the major authors 68 

in that field being investigated (De Shutter G.) (Aslani F.) (Xie Y.) (Barros J.A.O) (Nunes S.) (Roussel N.) 69 

(Zhang X.) (Liu X) [10-17]. That figure shows 19 clusters, 596 links and a total link strength of 1680. For 70 

example, the term “self-compacting concrete”, was used in the Scopus search engine, using a hyphen 71 

between the words “self” and “compacting”, and is compatible with the term used by most authors. 72 

Fig. 2 might not identify all authors if the research is not registered in Scopus or if they have used the 73 

term “self consolidating” instead of “self compacting” thereby limiting the outcomes of the study.   74 

 75 



 76 

Fig. 2 Link between authors in the research of Self Compacting Concrete  77 

However, most of the studies mentioned in Fig.2 do not focus on lateral pressure exertion of SCC on 78 

the formwork. Therefore, this paper is attempted to identify the effect of the lateral pressure of SCC 79 

at various heights on the formwork, the casting rate, the ambient temperature, the concrete internal 80 

temperature and the geometry of the formwork. Because the type of pressure sensors and calibration 81 

methods are additional factors that influence pressure readings, it is also essential to consider them. 82 

However, the link between authors would be reasonably different if searches focussed on “self”, 83 

“consolidating”, “concrete” which is the term most used in North America. Fig.3 shows the link 84 

between authors in research related to SCC in Northern America. The engine search shows that in 85 

Northern America, many prefer to use the term “self consolidating” compared with the rest of the 86 

world, making it difficult to obtain both groups of studies in one dataset. It would be preferable for 87 

authors to use both terms of SCC in their research until engine research identify it under the same 88 

field category.       89 



 90 

Fig. 3 Link between authors in the research of Self Consolidating Concrete 91 

Fig.3 shows that most of the work on SCC has been conducted by Khayat and Feys [18], with their 92 

interaction and linking occurring with only a few other researchers such as Feys [19], Hossain [20] and 93 

Omran [21]. All researchers are from North America and they use a similar term for their research, 94 

however, these studies are not all on the lateral pressure of SCC on the formwork. Most of them focus 95 

on the materials characterization and mixed design of materials. Furthermore, in many studies on SCC, 96 

changing the mix of materials changes the entire mechanical and physical characterisation of materials 97 

including the lateral pressure. Therefore, this review paper attempts to highlight the most vital points 98 

that are counted as major causes of the lateral pressure exertion from SCC.  99 

Table 1 shows the researchers who have published papers on lateral pressure exerted by SCC on the 100 

formwork panel. Those studies have focussed particularly on lateral pressure which most of them 101 

shows high pressure positioned at the bottom of the formwork. Table 1 shows an investigation of the 102 

lateral pressure on conventional concrete which began in 1963 [22].   103 

Table 1. Published papers on exerted lateral pressure of SCC 104 

Studies Country Year  

[23, 24] France 2006, 2009 

[25] United Kingdom 1991 

[26] Korea 2012 

[27, 28] USA 2010, 2011 

[29-33] Canada 2003, 2005, 2006, 2008 

[2, 34] Canada 2009, 2010 



[35] Italy 2008 

[36, 37] Sweden 2002, 2014 

[38] Germany 2014 

[7, 39] USA 2005, 2008 

[40] Saudi Arabia 2017 

[41] Canada 2013 

[24, 42] France 2009, 2015 

[43, 44] France  2002, 2004 

[45, 46] Switzerland 2003, 2006 

[47] United Kingdom 2012 

[48] Uruguay 2013 

[49, 50] China 2014, 2013 

[51] India 2015 

[52] Spain 2016 

[53, 54] Lebanon 2018, 2017 

[55] Iran 2019 

[56] Australia 2019 

[57] Poland 2021 

 105 

To clearly identify researchers who worked specifically on the lateral pressure of self-compacting 106 

concrete, the term “lateral pressure self compacting concrete” was searched on the Scopus research 107 

engine. Fig. 4 shows the clear links between those who cited each other and worked on a similar topic. 108 

The graph in Fig.4 assigned the minimum number of documents of an author to number 1 until all 109 

authors could be included in the graph.   110 



 111 

Fig. 4 Links between authors in the research of lateral pressure of SCC 112 

In the present paper, results of the pressure of the SCC at different heights, casting rates and an 113 

overview of the theoretical model for prediction of pressure and rheology of the materials were 114 

correlated with pressure exertion on the formwork. Limitations in the previous research are also 115 

identified and addressed.  116 

2. Effect of temperature on the pressure distribution in formwork  117 

Ambient temperature is a major contributor to the SCC product during and after casting the concrete. 118 

Schmidt, Brouwers, Kühne and Meng [58] found that SCC with a high cement content mix, at low 119 

temperature, achieved excellent performance (such as better flowability and compressive strength). 120 

However, at high temperatures, this concrete showed a reduction in flow properties. If the flow or 121 

slump of materials reduced at a high temperature, then certainly lateral pressure would reduce. Slump 122 

flow of materials directly related to the amount of pressure exerted on confined specimens. Further 123 

studies on the internal temperature profiles of concrete are necessary. In particular, if the concrete 124 

remains for a long period in the mixer or in the formwork, then this would produce an enormous 125 

amount of heat among their particles due to the high cement content in the SCC mix [59].  126 

The mix design of SCC varies globally due to differences in the chemical properties of materials in 127 

different locations. Therefore, it will be variations in density, temperature, rate of casting, humidity in 128 



the air, and casting procedure. For example, the temperature is one of the challenges which differ 129 

around the globe and even in seasons has enormous differences in one location. This seasonal 130 

variation in temperature, in some countries reaches 60°C. For example, Australia has a varied 131 

temperature range among the states. To understand the effect of ambient temperature on the 132 

concrete while casting, temperature values were obtained from the Australian Bureau of 133 

Meteorology. Table 2 shows the mean temperature values for Australian capital cities [60].  134 

Table 2. Mean temperatures for capital cities at 9 AM, reproduced after [60] in degrees Celsius 135 

City  Jan  Feb Mar Apr May Jun Jul Aug Sep Oct Nov Dec 

Sydney 23 23 22 18 14 12 11 12 15 18 20 22 

Melbourne 19 19 18 15 11 9 8 10 12 15 16 18 

Brisbane 26 25 24 22 18 15 14 16 19 22 24 25 

Adelaide 22 22 20 17 14 11 10 11 14 17 19 20 

Perth 24 24 22 18 15 13 12 12 14 17 20 23 

Hobart 17 16 15 13 10 7 7 8 10 12 14 15 

Darwin 28 28 27 27 25 23 22 24 27 29 29 29 

Canberra 19 19 16 12 8 5 4 6 9 13 16 18 

 136 

The major temperature differences are seen in Table 2. Temperature varies in cities according to their 137 

location and seasonal temperature changes. The ambient temperature may be a major influence that 138 

should be considered while using SCC in different areas and during different seasons.  For example, 139 

Canberra city has a seasonal variation of 15 ֯C, therefore, it is necessary to have a remarkable change 140 

in the mix design of concrete in different seasons. In addition to the ambient temperature while 141 

casting concrete, the internal temperature of the concrete should be considered as a factor that might 142 

cause an increase in lateral pressure. However, those places have low temperatures which expected 143 

to maintain lateral pressure for a longer period on the formwork. This has been confirmed by an earlier 144 

study, SCC at high temperature could achieve a high compressive strength at an early age which is due 145 

to faster flocculation occurred between particles than SCC in normal or cooler temperature [61]. They 146 

also found that compressive strength magnitude may reach as high as 300% compared to normal 147 

temperature. Having high strength at an early age would assist in reducing the duration of lateral 148 

pressure on formwork. Therefore, the mixed design of materials should be used accelerator and air-149 

entraining admixture at low-temperature to increase the durability of concrete at the hardened stage. 150 

However, these admixtures rarely contribute to the lateral pressure at early ages, it is reducing the 151 

dormant period of pressure but it is not causing a reduction in maximum pressure value.  152 



Fig.5 presents the results of pressure and temperature in relation to the time when the SCC is highly 153 

fluid with an enormous quantity of admixtures and cement. Fig.5 shows that the maximum pressure 154 

on the formwork was reached at 1-2 hours after casting. The concrete may be at its initial set after 1-155 

2 hours and the pressure then increased due to rapid internal hydration after approximately 15 hours. 156 

This was a preliminary investigation and further study is currently underway to gain an understanding 157 

of the effect of the heat of hydration within the period of 12 hours after casting of the concrete. 158 

 159 

Fig. 5 Prediction of exerted pressure, the internal temperature of fluid concrete and casting time 160 

[62]  161 

As shown in Fig.5, the early age of SCC pressure increased due to the rate of casting. In the early stage, 162 

the heat of materials would not be evolved rapidly. The heat evolution displayed increased after the 163 

first hour of casting. However, in Fig. 5 the increasing rate of pressure after 15 hours of casting might 164 

be attributable to a gadget reading fault or having a large particle in front of the diaphragm of the 165 

sensor which caused a false reading. In addition, Omran, Elaguab and Khayat [63] stated that 166 

increasing concrete temperature resulted in less lateral pressure which is contrary to current findings 167 

as shown in Fig. 5.  168 

Another investigation by Assaad and Khayat [64] stated that temperature has a limited effect on the 169 

maximum lateral pressure while casting, however, in the later age of cohesion development 170 



temperature does not have a significant effect. There is not a piece of solid evidence to show that 171 

temperature directly affects lateral pressure, on the other hand, a study by Wang, Ge, Grove, Ruiz, 172 

Rasmussen and Ferragut [65] showed that higher heat generation resulted in higher compressive 173 

strength which is related to developing flocculation in the concrete matrix, this is causing by early 174 

relaxation of materials from the formwork panel.    175 

   176 

3. Effect of casting rate (placing rate) on the formwork  177 

Casting rate is considered one of the most significant factors directly related to exerting lateral 178 

pressure on formwork. Graubner & Proske (2005) found that the time-dependent behaviour of the 179 

concrete was consistent with silo theory behaviour in a real stress state. Overall, the assumption of 180 

hydrostatic pressure could not be considered for concrete. The lateral pressure of concrete was highly 181 

dependent on casting rate, setting time of the mix and formwork width. In their study, they used 182 

different rates of casting such as 2m/h and 10 m/h and discovered that the lower rate of casting 183 

exerted lower lateral pressure when compared with higher rates. They also discovered that casting 184 

concrete manually at 25m/h exerted similar pressure to the rate of casting at 19 m/h when using the 185 

pumping process. 186 

The study of Perrot, Amziane, Ovarlez and Roussel [24] used a constant rate of casting with the height 187 

of the formwork being proportional to the time of casting (H=Rt). They found that exerted pressure 188 

by SCC mainly relies on thixotropic properties, casting rate and shape of formwork. They also validated 189 

the theoretical models with experimental programs.  190 

According to Kwon, Kim and Shah [26] maximum lateral pressure is highly dependent on the rate of 191 

casting (placement rate) and properties of used materials, as shown in equation (1): 192 

𝜎𝑚𝑎𝑥 = 𝑤𝑅. 𝑓(𝑎, 𝑏)     (1) 193 

where w is a unit weight (kN/m3), R is a rate of casting(m/h), and f(a,b) is an arbitrary function. Both 194 

coefficients of a and b were found using exerted lateral pressure on formwork with the assist of small 195 

equipment, this research was conducted by Perrot, Amziane, Ovarlez and Roussel [26].  196 

Kwon, Kim and Shah [26] found that when the casting time was more than 7 h, the peak pressure was 197 

always less than 3.6 wR. However, if the casting time was less, the peak pressure could be further 198 

decreased. 199 



Jae Hong Kim, Beacraft, Kwon and Surendra [28] stated that the maximum pressure of 𝜎𝑚𝑎𝑥 always 200 

occurred at the maximum time tmax, irrespective of R, 𝜎𝐿 represented as a lateral pressure, as shown 201 

in equation (2): 202 

𝜎𝑚𝑎𝑥 = 𝜎𝐿(𝑡𝑚𝑎𝑥)    (2) 203 

The proposed model in the study of [28] is useful in determining the reduced lateral pressure of SCC 204 

with slowing down of casting rate. They also stated that changing in mix compositions could change 205 

pressure response.    206 

Andreas Leemann and Frank [66] investigated whether the results of filling self-compacting concrete 207 

to the top of the formwork would depend on the rate of continuous pressure of casting the SCC and 208 

the speed of casting.  209 

Fig.6 shows the results of the effect of casting rate on measured pressure, expressed as a percentage 210 

of hydrostatic pressure. The results show that the measured pressure/hydrostatic pressure varied 211 

between 20% and 85%. The higher values were achieved with a casting rate greater than 3 m/h and 212 

most of the values were around 60%. The lower values of measured pressure/hydrostatic pressure 213 

were obtained with a casting rate lesser than 3 m/h and most of the values were between 18 and 23%. 214 

 215 

Fig. 6 Casting rate compared with measured pressure/hydrostatic pressure in the literature of the 216 

earlier studies [33, 36, 37, 43, 45, 67-71] 217 



The casting rate of concrete is to some extent influenced by pressure exertion on formwork, however, 218 

there are many other factors that could be more potent than the casting rate [36].  Nevertheless, their 219 

study found that the casting rate would be in the range of 50% and 90% of hydrostatic pressure when 220 

the placement rate was increased from 2.7 to 6.4 m/h, respectively. This is evidence that the casting 221 

rate is the major factor exerting pressure on the formwork panel, despite still not reaching hydrostatic 222 

pressure. 223 

However, some studies expected that the casting rate of the SCC could be a replacement for the 224 

vibration of conventional concrete [24]. It is obvious that SCC depends on its weight to spread and 225 

flow in the entire cross-section of the formwork. Therefore, in their study they proposed replacing the 226 

dynamic yield stress with the static yield stress equation and presented the lateral stress on the 227 

cylindrical form as shown in equation (3): 228 

𝜎𝐻(𝑧, 𝑡) = (𝜌𝑔 −
2(𝜏00−𝐴𝑡ℎ𝑖𝑥𝑡)

𝑅−𝑟𝑏
)𝑧  (3) 229 

Where 𝜏00 is dynamic yield stress after strong shearing, 𝐴𝑡ℎ𝑖𝑥 is a structural rate, and t is resting time, 230 

R is the radius of the formwork, rb is the radius of the steel rebar, z represents the vertical direction 231 

which is oriented downwards in the section.   232 

Omran, Elaguab and Khayat [63] claimed that the casting rate could be varied according to the size 233 

and casting method. They also claimed that lateral pressure of casting SCC is close to hydrostatic 234 

pressure at shallow depth, however, when the depth was greater than 3m, the pressure started to 235 

envelop. However, this is unlikely because even at a height of 3m, the enveloped lateral pressure on 236 

the formwork can be observed.  237 

In another study on the casting rate of SCC, Assaad and Khayat [64] confirmed that a casting rate in 238 

the range of 25 to 5 m/h could reduce the maximum initial pressure by 15% without having any further 239 

effect on the pressure with time. 240 

Overall, casting rate has a major impact on the formwork in terms of lateral pressure. The high casting 241 

rate results in high lateral pressure on the formwork. However, this is not only the case, the materials 242 

flow will role a major influence on the pressure exertion on the formwork. This have been discussed 243 

in next section about rheology of SCC.  244 

4. Rheology of SCC and pressure exerted on the formwork 245 



Rheology and materials properties are considered the major factors that exert enormous pressure on 246 

the panel of the formwork. Concrete at the fresh-state behaves as a Bingham fluid whereas water 247 

characteristically behaves as a Newtonian fluid.  248 

Rheology is the study of the deformation and flow of slurry, whose flow is considered to be a function 249 

of the relationship between stress and the rate of strain [72]. It is generally agreed that fresh concrete 250 

has Bingham flow behaviour for its plastic viscosity and yield stress [41]. The equation (3) can be 251 

expressed as follows:   252 

𝜏 = τ𝑜  + μ𝑝.𝛾̇     (3) 253 

where τ is the shear stress (Pa); τ𝑜 is yield stress (Pa); μp is plastic viscosity (Bingham) (Pa s);  𝛾̇ is the 254 

shear rate (s−1).  255 

Fig.7 shows the differences in lateral pressure distribution shapes and shear stress-shear strain rate 256 

of concrete in the three categories of normal concrete, SCC and advanced SCC. As shown in Fig.7 with 257 

advanced SCC, the particle sizes of the concrete are usually smaller and contain a higher amount of 258 

fluid in the concrete mix. These cause a significant increase in pressure on the formwork and also 259 

changes the thixotropic behaviour of the materials, particularly in the shear thinning and thickening 260 

of the materials in the concrete mix. Shear thinning is defined as an apparent viscosity reduction with 261 

an increase in shear rate, whereas shear thickening is defined as an apparent viscosity increase with 262 

an increase in shear rate [73]. The study of Yahia [74] explained that the shear thinning of SCC 263 

happened when the w/c ratio was greater than 0.4. Therefore, due to the high content of the fluid in 264 

the mix of advanced self-compacting concrete, the shear stress of concrete becomes thinner and 265 

causes a higher flow of the materials on the formwork panel. So in shear thinning (pseudoplastic) 266 

behaviour to increase shear stresses required less shear rating.  267 



 268 

Fig. 7 Differences of pressure, shear stress and shear strain behaviours in normal concrete, self-269 

compacting concrete and advanced self-compacting concrete  270 

The RILEMCommittee (2008) and De Schutter (2010) defined SCC as concrete that flows under its own 271 

weight, having high flow properties, and is able to spread smoothly through the congested reinforced 272 

zones of the concrete. Self-compacting can be referred to as the ability to self-level [75]. The wide 273 

range of mixed proportions to produce SCC results in different rates of exerted pressure on the 274 

formwork (RILEMCommittee 2008). For example, a coarse aggregate volume of 30~34% in SCC is lower 275 

than that of normal workable concrete with a coarse aggregate volume of 40~45%. 276 

 Megid and Khayat [76] assessed the surface quality of self-compacting concrete using different 277 

formwork materials (permeable liner, steel, PVC and plywood formwork). They concluded that a 278 

permeable liner had a better quality surface finish and fewer pores on the surface of the casted 279 

concrete. However, using different types of materials in the formwork significantly varied the 280 

transmission of the pressure exerted on the formwork. Some of the formwork has a smooth surface 281 

and some less smooth, this is causing a reduction or increasing frictional contact with placed concrete 282 

in the formwork. Indirectly, therefore, the voids and surface quality of the concrete were correlated 283 



to the exerted pressure on the constrained form. Besides, the rheology and mix design 284 

characterization of the materials are major factors.      285 

Previous studies have stated that thixotropic behaviour is responsible for reducing the lateral pressure 286 

acting on the formwork. This has been confirmed by the earlier work of Assaad, Khayat, Mesbah and 287 

Billberg [33, 77]. The progression of strength and elastic modulus at early ages depends on the rate of 288 

flocculation in the paste matrix due to thixotropy and cement hydration [78, 79]. Roussel (2006) 289 

proposed a flocculation rate of SCC in different values such as less than 0.1 as non-thixotropic, in a 290 

range of 0.1-0.5 thixotropic and higher than 0.5 highly thixotropic behaviour.  291 

Khayat and Omran [2] compared the lateral pressure of three theoretical models (DIN 18218, CIRIA 292 

108, and NF P93-350) [80-82] of conventionally vibrated concrete with flowable consistency. They 293 

found that an increase in the casting rate from 1 m/h to 25 m/h would lead to linear pressure which 294 

was almost equal to the hydrostatic pressure in the wall. These values were similar to the values given 295 

by CIRIA 108 [81] model.    296 

In another study of Assaad and Khayat [31] and Khayat and Omran [2] stated that a highly flowable 297 

mix (slump flow of  650±15 mm) with a high coarse aggregate content, showed a decrease in lateral 298 

pressure and an increase in the rate of pressure drop after casting. These are due to an increase in 299 

internal friction due to a greater coarse aggregate content which reduces the mobility of concrete.  300 

Other researchers have claimed that the degree of internal friction increases when a mix is made with 301 

a relatively low sand/coarse aggregate ratio (S/A). This results in a lower magnitude of initial lateral 302 

pressure and a faster drop of pressure with time. They found that in a high value of S/A (with a low 303 

total aggregate content), aggregate particles had greater freedom for translational and rotational 304 

movements within the matrix. This caused an increase in the full mobility of the concrete and vertical 305 

stress was transferred to lateral pressure. When the S/A value was low, however, the aggregate 306 

particles achieved a greater degree of interlock and interparticle bridging increased, causing the 307 

formation of an arching (heterogenous) phenomenon [83].  308 

Assaad and Khayat [31] stated that the increase in the maximum size of aggregate from 10 to 14 mm 309 

reduced lateral hydrostatic pressure after casting from 98% to 85% and increased the rate of the drop 310 

with time. It was observed that a maximum particle size of 14mm had the highest packing density of 311 

62% and the maximum size of  10mm and 20 mm had packing densities of  56% and 60%, respectively. 312 

Higher densities increased the contact value between particles, thereby reducing both the mobility of 313 

the concrete and lateral pressure. They claimed that the effect of hydrogen and ionic bonds between 314 

adjacent molecules led to variations in cohesiveness. 315 



Assaad and Khayat [31] also showed that the pore water pressure affected the lateral pressure despite 316 

the relatively coarse aggregate size and maximum size aggregate. The lateral pressure occurs mainly 317 

as a result of pore water pressure during the period where the concrete is still at the plastic stage.  318 

Domone [84] reviewed earlier, publications regarding the setting and strength development of SCC. 319 

The results showed that the lowest compressive strength value in SCC has a higher value than normal 320 

concrete at 28 days. It was also found that the proportion of tensile to compressive strength for SCC 321 

was similar to that of normal concrete. In another study [85], recycled rubber (rubberised aggregate) 322 

was used instead of the natural aggregate in SCC. They used rubberised aggregate at 30% of the total 323 

volume instead of normal aggregate and retained an acceptable level of stiffness and strength for 324 

rubberised concrete. These factors such as mechanical strength and stiffness of materials were 325 

indirectly related to lateral pressure exertion. At fresh stated concrete, achieving higher strength 326 

means a quick reaction between particles occurred, as a result, the cohesiveness of particles causes a 327 

released attachment from the formwork panel.  328 

Kim, Beacraft and Shah [27], using a mineral admixture such as processed clay (metakaolin), 329 

significantly reduced the lateral pressure on formwork. The correlation between the formwork 330 

pressure responses and the loss of slump flow was also derived, thereby providing a method to 331 

estimate the reduction in formwork pressure. They found that a small ratio of processed clay 332 

metakaolin (MK) (2~10%), Magniusum alumina-silicate (MA) (0.33~1%) and Silica fume (5~10%) could 333 

effectively enhance shear resistance and lead to reduce lateral pressure on the formwork. Loss of 334 

slump flow of the mix at rest had a good correlation with the instantaneous response, but the 335 

spreading rate did not have those desirable properties. A similar study by Kim, Noemi and Shah [86] 336 

were conducted. Replacing fly ash and limestone filler with Portland cement increased the flowability, 337 

slump flow and decreased the dynamic yield stress. Therefore, incrementing flow resulted in a higher 338 

exerted pressure on the formwork. This is showed that using different mixed matrix has the main 339 

influence on changing the design of the structural formwork.  340 

Assaad and Khayat [29] discussed the slump flow consistency effect on formwork pressure exerted by 341 

flowable concrete. For the slump of 550 mm, the SCC mix with a 0.46 w/c ratio slightly had a higher 342 

initial pressure and lower thixotropy compared to the SCC mix with 0.4 and 0.36 w/c ratio. This is 343 

obviously due to high water content and less coarse aggregate volume in the mix, which causes less 344 

shear strength behaviour in the concrete. However, over time (after approximately 25 minutes of 345 

casting), they found that the rate of drop in lateral pressure for the 0.4 w/c ratios was greater than 346 

the SCC of 0.36 w/c ratio. This was due to the lower content of HRWRA in the higher w/c ratio which 347 

causes less rate of structural build-up and develops proper cohesiveness in lower w/c ratio.  348 



Assaad and Khayat [29] concluded that flowable concrete and SCC were affected by their initial 349 

consistency levels. They also confirmed that a higher level of consistency exerted higher pressure at 350 

the initial stage.  351 

Gregori, Ferron, Sun and Shah [35] used numerical simulation to calculate lateral pressure for a column 352 

with a height of 14 m. They used four different mix designs and different binder compositions.  For a 353 

mix with a  w/c ratio of 0.32, they found that the pressure reached up to 50% of hydrostatic pressure 354 

when the rate of casting was 7 m/hr. They also found that the use of fly ash in the SCC mix reduced 355 

the pressure exertion on the formwork. When class F fly ash was used in the mix design the pressure 356 

was reduced whereas the use of class C fly ash did not affect the lateral pressure. However, the 357 

reasons for the reduced pressure by adding class F fly ash were not clearly given by the authors but it 358 

might be due to the cohesiveness of the class F fly ash acting as a filler to bind materials. On the other 359 

hand, this could be controversial because fly ash has spherical particles generally and could assist 360 

concrete to be more workable. It also reduces the strength development of cementitious materials at 361 

early ages. Therefore, these two factors might increase lateral pressure on the formwork while using 362 

fly ash in the SCC mix. They also found that the parameter most affecting the peak pressure was the 363 

casting rate. Reduced rate of casting exerted reduced pressure on the formwork. Further, the mixed 364 

design of the materials plays a major role in controlling the pressure exerted on the formwork and 365 

also reducing the w/c ratio would cause lower peak values. 366 

Assaad and Khayat [30] claimed that the binder content influenced the lateral and pore water 367 

pressures of self-compacting concrete at early ages. They found that increasing binder content caused 368 

a sharper drop in pressure on the formwork. These occurred due to hydration reactions after the end 369 

of the dormant period when the rate of hydration is accelerated. At the end of the plastic stage, the 370 

pore water pressure decreased sharply to a negative value as a result of the self-desiccation process. 371 

Increasing binder content caused an increase in the initial lateral pressure (coarse aggregate content 372 

reduced). Nevertheless, the lateral pressure decreased over time with a higher binder content in the 373 

mix.  374 

Khayat and Assaad [32] studied the field and laboratory evaluation of lateral pressure exerted by 375 

flowable concrete and self-compacting concrete (SCC). Pore-water pressure sensors were attached to 376 

the rigid formwork. They also recommended that sono-tube (formatube) formwork made of 377 

cardboard was not suitable for measuring and monitoring pressure because of its flexibility and 378 

erroneous values. For this type of formwork, to confine the formwork, external straps were used 379 

which interfered with the pressure values. Therefore, they preferred to use a rigid PVC tube to 380 



evaluate the pressure envelope exerted by SCC. For example, they used a 10mm thick PVC pipe as a 381 

column of 2800 mm high, which was sufficient to provide rigidity.  382 

Assaad, Khayat and Mesbah [87] investigated on time-dependent properties of the mix composition 383 

of SCC which had a dominant impact on formwork. However, Billberg [77] stated that the casting rate 384 

was the major influence on pressure development, not mixed composition. Another study by 385 

Brameshuber and Uebachs [88] claimed that the SCC lateral pressure became extremely close to the 386 

hydrostatic pressure while increasing the rate of casting and placing concrete from the bottom of the 387 

formwork.  388 

Tejeda-Dominguez, Lange and D'Ambrosia [7] stated that the SCC pressure on the formwork is a time-389 

dependent phenomenon that is affected by the rate of concrete casting. They found that the pressure 390 

started to decrease as soon as the concrete materials were at rest and that this was due neither to 391 

hydration nor the setting time of the concrete but due to completion of casting rate. They found that 392 

if the SCC was vibrated even after casting, the pressure on the formwork would, potentially, be 393 

activated irrespective of the rate of hydration of the SCC material. Indeed, this is a controversial 394 

aspect, hydration and setting time of materials are major part to reduce the duration of lateral 395 

pressure but not the peak value of the pressure.  396 

Proske, Khayat, Omran and Leitzbach [38] claimed that specific regulations for flowable concrete and 397 

SCC are not included in the standards. Some standards, such as Standard DIN 18218:2010-01, ACI-347 398 

and CSA S 269, have explained flowable concrete. They stated that the current methods to calculate 399 

the maximum lateral pressure of flowable concrete and SCC were based on the shear strength of 400 

concrete depending on various concepts such as thixotropy and setting time of concrete. Moreover, 401 

they stated that the concrete casting at the field is required to validate and prove the current models 402 

of lateral pressure by SCC on formwork. However, to have a safe design for lateral pressure on 403 

formwork, three parameters should be considered, namely, the casting rate, unit weight of mix 404 

compositions and height of formwork. They have also proposed a method for measuring the formwork 405 

pressure of flowable concrete based on measuring shear strength using different concepts such as 406 

structural build-up at rest and the setting time of concrete. Knowledge of those data would be 407 

beneficial for improving formwork production.   408 

Lomboy, Wang and Wang [89] observed that the thixotropy magnitude of SCC for pre-sheared 409 

concrete was lower than concrete not pre-sheared. This is due to the breakdown of partially hydrated 410 

cement particles from the rest of the matrix. However, they confirmed that the thixotropy value and 411 

shear rate stress increased with and without pre-sheared concrete being applied to the material's 412 



matrix. They found that having an internal vibrator during casting can cause full hydrostatic pressure 413 

on the formwork.  414 

Another study on the flow rate and viscosity of SCC concluded that the flow rate of SCC affects the 415 

pressure loss in a linear relationship according to the law of fluid mechanics, namely, with increasing 416 

flow rate, pressure loss increases [90]. They also found that concrete viscosity highly affected by the 417 

pressure loss in SCC and they had a good linear relationship with each other. The findings of Drewniok, 418 

Cygan and Gołaszewski [91] confirmed a similar slump flow and flow rate. They stated that low 419 

dynamic yield stress could cause higher lateral pressure on the formwork panel.  420 

Ferron [92] claimed that the lateral pressure was highly dependent on the mixture proportion of the 421 

concrete matrix. Therefore, having a proper mix design would possibly reduce formwork pressure by 422 

as much as 30%. Furthermore, higher structural build-up and higher shear strength of concrete 423 

provided more resistance to applied vertical stresses and less initial pressure might develop on the 424 

formwork.   425 

Roussel [13] explained a detailed study on the rheology of concrete, including SCC. It was revealed 426 

that the concrete usually placed as a layer over layers due to being cast in stages. Therefore, having 427 

stages of casting and lack of vibration in SCC, the layers of casting would not mix properly and resulted 428 

in a weak interface in the hardened concrete. In contrast, this is not a major issue in casting SCC due 429 

to having a continuous pumping and high slump value in materials, the bonding between layers can 430 

be eliminated.  431 

 432 

5. Types of pressure sensors used for measurement   433 

It is crucial to comprehend the differences in the type of pressure sensors and the calibration process 434 

because it significantly affects the result of the pressure readings. Electronic calibration units such as 435 

Vector Network Analyzers (VNA) have been designed to make calibration quicker, easier, and simpler 436 

to use than traditional mechanical calibration.  Electronic gauges add fewer connections which 437 

potentially reduces the number of errors in the connection systems [93]. Nevertheless, the calibration 438 

should be verified regularly with mechanical sensors and empirical calculation because the sensitivity 439 

of the sensors might result in large differences in the tolerance of the calibration.   440 

Fig.8 is an illustration of the transducer sensors which are usually used to measure the pressure of 441 

concrete on the formwork. Pressure transducers transform applied pressure into an electrical signal 442 

when a force is applied to the sensing element [94]. Many types of pressure transducer could be 443 



utilised with the assistance of various technologies such as thin/thick film, bonded foil and semi-444 

conductor strain gauges. These transducers have good stability and frequency response 445 

performances. Some other pressure transducers are used without electronic compensation, for 446 

example, pressure capsules that are typically used in Original Equipment Manufacturer (OEM) 447 

applications. These transducer sensors are small in size, easy to calibrate and perfect for most 448 

construction applications. Most of the earlier studies by  Assaad, Khayat and Mesbah [33] and Billberg, 449 

Roussel, Amziane, Beitzel, Charitou, Freund, Gardner, Grampeix, Graubner, Keller, Khayat, Lange, 450 

Omran, Perrot, Proske, Quattrociocchi and Vanhove [36] have been used this type of transducers.  451 

 452 

Fig. 8 Transducer sensor detailed sketch  453 

Despite the advantages of transducers, they also have drawbacks. These sensors could be easily 454 

damaged if the sharp edge of concrete aggregate hits the head of the sensor or if the sensor is not 455 

properly placed or protected. Furthermore, unless the end of the sensors is properly lubricated to 456 

avoid sticking to the concrete,  it would be difficult to later remove the concrete from the end of the 457 

sensors. Moreover, these sensors are expensive. Fibre Bragg Grating (FBG) sensors could be an 458 

alternative and cost-effective sensor compared with transducer sensors. These sensors could be 459 



embedded on the formwork panel to measure the precise lateral pressure of concrete. FBG sensors 460 

could be reusable if handled properly. 461 

6. Effect of geometry and dimensions of formwork on lateral pressure  462 

The shape and size of the formwork greatly affect the pressure on the formwork. For example, if the 463 

column shape is circular or square, the pressure distribution will greatly depend on the reaction of the 464 

formwork structure to resist concrete flow. Fig.9 shows the difference between a circular and a square 465 

column. The formwork design and material types are also major factors to be considered. 466 

 467 

Fig. 9 Difference in stress distribution for square and circular columns  468 

However, according to the active pressure of concrete and reaction pressure of the formwork, the 469 

pressure distribution could be represented by the following equation (4): 470 

𝑐 ∗ 𝐷 = 2 ∗ 𝑡 ∗ 𝑇      (4) 471 

where c is pressure on the form, D is the diameter of the member cast, t is the hoop stress in the 472 

formwork and T is the thickness of the formwork. According to equation 4, the reaction pressure of 473 

the formwork panel should be equal to the pressure side of the concrete. In this case, the same 474 

formula would apply to the geometries of the square and the circular formworks. Overall, the reaction 475 

and force distribution on the formwork would not be the same. Further investigation is required to 476 

determine how the formwork geometry affects the pressure distribution on the formwork panel.  477 

7. Effect of pumping procedure on lateral pressure 478 

When SCC is pumped from the base to the top of the formwork, any interruptions during pumping 479 

should be avoided, otherwise, the high pump pressure required to control the agglomeration of 480 

materials may cause build-up during resting of the SCC and its thixotropic behaviour. However, a wall 481 



with a height of 9 m has been successfully cast using robust panels and using a continuous pumping 482 

procedure without any problems [46].  483 

Kaplan [95] found that the casting of conventional concrete did not cause pressure loss at bends 484 

while pumping. Feys, De Schutter and Verhoeven [41] found that the pumping of SCC into bends 485 

causes loss of pressure which can be larger than the rule of thumb (guidelines stated that 90 ֯ bends 486 

will be equal to 3 m of the straight pipeline) [96]. They also found that the length of the bend can be 487 

reduced with increasing viscosity and discharge rate. The results of another study by Geert De and 488 

Dimitri [97] was consistent with their earlier study in terms of the effect of bending pipelines which 489 

caused a pressure loss. However, highly packed materials such as Ultra-high Performance Concrete 490 

require lubrication layers until it can be easily pumped. This is quite the opposite of SCC that does 491 

not require any lubrication due to its high flowability mix.   492 

With SCC, excessive pressures, sometimes approaching hydrostatic pressures, were recorded due to 493 

the high fluidity of the concrete. While pumping and placing the SCC, there is a possibility of excessive 494 

formwork deformation or even failure [46]. Therefore, further studies in understanding the details of 495 

lateral pressure distributions of SCC are vital.  496 

Details of the SCC requirements in terms of measurement of the slump flow, T500 and passing ability 497 

are provided in Table 3 (Australian Vicroads [98]). According to Table 3, T500 is the time taken for the 498 

flow to reach 500mm diameter from the base of the slump cone. This is considered as a measure of 499 

the viscosity of the SCC. Flowability, the viscosity of materials and passing ability measurements of 500 

SCC in the formwork would be valuable while casting SCC in the field. However, most of the concrete 501 

plants are neither providing the same mix proportions nor having the same procedure to produce the 502 

concrete. Therefore, the workability and pumping requirements of the SCC would be difficult to assess 503 

for each site. 504 

Table 3. Slump flow, T500 and passing ability requirements of SCC 505 

Properties of SCC Measurement Observations 

Slump Flow (Filling ability/flowability) 550-650 mm spread The aggregate shall be evenly 

distributed throughout the 

concrete paste within the spread 

and shall not exhibit signs of 

segregation 



T500 time (measure of viscosity) 3.5 ± 1 seconds 

to achieve a 

spread of 500 

mm 

The final spread shall not exceed 

650 mm in diameter 

Passing Ability ≤ 10 mm The concrete shall not exhibit 

signs of segregation 

 506 

Table 4 shows the mounting points of the pressure sensors from earlier studies with the results of the 507 

maximum exerted pressure. In the study by Kim, Beacraft and Shah [27], external pressure was applied 508 

on the top surface of a short column. Therefore, the maximum lateral pressure results of this study 509 

are potentially higher compared with the other studies.  510 

Table 4. Mounted heights for pressure gauges on the formwork of SCC 511 

Height in the column (m) Maximum lateral 

pressure (kPa) 

Total 

height 

(m) 

Sensor 

capacity 

(kPa) 

References 

0.55, 1.95, 3.36  NG 10  NG [23] 

0.15   345 0.3 NG [27] 

0.05, 0.25, 0.45, 0.85, 1.55  49, 49, 50, 38, 27 2.8  100  [29] 

0.05, 0.25, 0.45, 0.85, 1.55  49, 49, 50, 38, 27 2.8  100  [31] 

0.15  NG 0.3 NG [35] 

0.05, 0.25, 0.45  23 1.1  100  [30] 

0.05, 0.25, 0.45, 0.85, 1.55  58, 53, 49, 42, 36 1.3  50 to 500  [32] 

0.2, 0.4  NG 2 NG [42] 

1, 2, 3, 4, 7  156.8, 186.2, 166.6, 

176.4, 117.6 

12  NG [44] 

0.25, 0.7, 1.5, 2, 2.5  98, 78, 58, 39, 27 2.8  NG [45] 

0.2, 0.9, 1.7, 2.5, 3.3 (Field) 

0.15, 0.75, 2.55 (Lab) 

0.075, 0.25, 0.43, 0.65, 0.77 (lab)  

98, 78, 58, 39, 27 

NG 

NG 

4.9   

2.7  

0.97  

NG [46] 

0.05,0.25,0.45, 0.85, 0.125  45, 40, 38, 24, 19 2.1  100  [33] 

0.5, 1.4, 2.5, 4   

0.5, 1.0, 2.0, 3.1  

89, 65, 47, 31 

71, 40, 33, 20 

6.6  

4.2  

689  

 

[36] 

0.61, 1.83, 3.05, 4.27, 5.49, 6.71, 7.93 

 

20.68, 34.47, 20.68, 

19.10, 34.47, 18.80, 0.20 

8.53  NG [7] 

0.3, 1.3, 2.3, 3.3  NG 4.3  NG [99] 

NG: Not Given 



Fig.10 illustrates the maximum lateral pressures found in previous work. Measurements are shown 512 

with respect to different mixed design and various heights. These studies used different types of 513 

pressure gauges, different material types of formwork and different casting rates to measure the 514 

maximum lateral pressure on the formwork. The highest pressure would be at the lowest point of the 515 

formwork panel, however, this is not the case because each study used different types of sensor and 516 

different mix designs. Therefore, the maximum measured pressures vary dramatically. The red dot 517 

describes the normal placement while casting, however, the blue dot in Fig. 10 describes the applied 518 

force on the fresh confined SCC in the formwork.    519 

 520 

Fig. 10 Relationship of maximum lateral pressure and the height of the sensors in the formwork in 521 

different studies from the literature [7, 23, 27, 29-33, 35, 36, 42, 44-46, 99] 522 

Feys, Khayat and Khatib [90] confirmed that increasing the pipe radius from 100 to 125 mm would 523 

lead to a decrease in pressure loss by a ratio of 2.2, however, this is slightly lower than the ratio of 2.4 524 

required for Newtonian fluid materials.  525 

Feys [100] gave a lot of information regarding the pumping of SCC. The study found that the pressure 526 

loss and discharge output have a non-linear relationship in SCC, however, in conventional concrete 527 

exists a linear relationship. Further, the study explained that the air content introduced into the 528 

pumping system resulted in an increase in yield stress and a decrease in the viscosity of the materials. 529 

The study also noticed that temperature rose while discharging concrete. The increasing temperature 530 

was linearly related to the pressure loss per unit length of concrete.  531 



8. Theoretical prediction of SCC pressure on formwork 532 

Predicting pressure on the formwork exerted by SCC could be achieved by using a theoretical model 533 

and related mathematical analysis. Few studies have used this approach to predict the pressure 534 

exerted by SCC on formwork. To provide a general idea of the lateral pressure of conventional 535 

concrete and SCC, Fig.11 displays the schematic explanation of lateral pressure exerted by both types 536 

of concrete on the formwork. Each type of concrete represents a different shape of lateral pressure 537 

on the panel. It is obvious that, compared with conventional concrete, SCC exerts a high pressure in 538 

the bottom of the panel.   539 

 540 

Fig. 11 Schematic explanation of lateral pressure generally in conventional concrete and SCC 541 

Tah and Price [25] studied concrete lateral pressure magnitudes as changes occurred in the 542 

temperature and casting rate of concrete. Their study modified the equation proposed in the 543 

Construction Industry Research and Information Association (CIRIA) Report[81]. They presented a 544 

complex-shaped wall that considered the different coefficients of shape and size of the form C1 and 545 

the coefficient of the constituent materials of concrete C2. Computation analysis was performed using 546 

the ProCAD software. The formwork was divided into different sub-sections i and levels j. The 547 

maximum pressure at each point on the complex-shaped formwork was determined according to 548 

equation 5:  549 

𝑃max𝑖,𝑗 = 𝐷[𝐶1√𝑅𝑖,𝑗 + 𝐶2𝐾√𝐻 − 𝐶1√𝑅𝑖,𝑗] (kN/m2)  (5)  550 



where 𝑃max 𝑖,𝑗 is the maximum pressure at level j in subsection i, H is the height of the form, C1 551 

represents the coefficient of the shape and size of the form, C2 is the coefficient of constituent 552 

materials,  𝑅𝑖,𝑗 is the rate of rising at each level of j and the subsection i,  when the rate of rising 553 

(casting rate) is equal to the uniform volume supply rate (m3/h) divided by the plan area at each level 554 

(m2), D is the weight density of concrete kN/m3, K is the temperature coefficient (36/(T+16))2,  T is the 555 

concrete temperature at placing (°C). 556 

According to the ACI-Committee237R [101], the formwork is designed using the hydrostatic pressure 557 

of concrete according to the equation;  558 

P=wh         (6)     559 

where P is the lateral pressure, w is the unit weight and h is the depth of the fresh-state concrete. This 560 

makes the formwork thicker and heavier.  561 

ACI-Committee347 [102] also suggested calculating the lateral pressure on the formwork, according 562 

to the following equations : 563 

when R < 2.1 m/h and H < 4.2 m ( where R: rate of placement in m/h  and H: head of concrete in m), 564 

for columns and walls. 565 

𝑃𝑚𝑎𝑥 = 𝐶𝑤𝐶𝑐 (7.2 +
785𝑅

𝑇+17.8
)     (7) 566 

where Pmax is maximum lateral pressure, kPa,  567 

R: rate of placement, m/h;  568 

T: temperature of concrete during placing, °C; 569 

CC = chemistry coefficient; and CW = unit weight coefficient 570 

when R < 2.1 m/h and H > 4.2 m (for columns and walls) and 571 

for all walls with 2.1 m/h < R < 4.5 m/h 572 

𝑃𝑚𝑎𝑥 = 𝐶𝑤𝐶𝑐 (7.2 +
1156

𝑇+17.8
+

244𝑅

𝑇+17.8
)            (8) 573 

Most of the guidance and standard codes recommend the use of traditional vibrated concrete to 574 

measure lateral pressure [81, 102]. Usually, conventional vibrated concrete is used to represent SCC 575 

for measuring lateral pressure. This, however, might not be the best representation of SCC.  576 



Silo geometry has been originally used for soil mechanics applications by Janssen [103]. Vanhove, 577 

Djelal and Magnin [44] used silo geometry for a model aimed to predict the formwork pressure of 578 

fresh concrete. They used a tribometer to measure the friction coefficient between the metal surface 579 

of formwork and concrete. They modified Janssen’s equation, which is used in soil mechanics, by 580 

introducing the α coefficient (Amontons-Coulomb) which is dependent on the rheological properties, 581 

agent release and casting techniques of concrete. Their results clearly showed that Janssen’s model 582 

underestimated the lateral pressure of the materials and overestimated internal friction and friction 583 

on the walls.    584 

The studies of Vanhove, Djelal and Magnin [44] and Vanhove, Djelal and Magnin [104] explained the 585 

horizontal pressure P’(h) and vertical pressure P(h). These pressures can be linked by the 586 

phenomenological coefficient of K which relies on the frictional angle of the internal materials.  587 

P’(h)= K.P(h)       (9) 588 

Janssen’s model assumed that the pressure at a point is at the slip threshold, which is derived from 589 

the Coulomb formula.  590 

τ(h)=µ.P’(h)       (10) 591 

where τ(h)  is the friction stress and assumes µ as constant (coefficient of friction). From this equation, 592 

it is acceptable to evaluate the equilibrium force employed by the wall on the materials and vertical 593 

forces, as shown in Fig.12, using the following equation:  594 

𝐴𝑑𝑃′ + µ KP′(2e + 2L)𝑑ℎ = 𝜌𝑔𝐴𝑑ℎ   (11) 595 



 596 

Fig. 12 (a). Stress schematic representation in formwork reproduced after  [44], (b) Stress 597 

distribution in the formwork further detail  598 

The equation was modified according to Janssen’s assumption as pressure has a slip threshold. Thus, 599 

the equation is formed according to the Coulomb form approach, by considering initial shear stress, 600 

τ∘. 601 

τ(h)=µ.P’(h)+τ∘       (12) 602 

Therefore, the equilibrium formula can be developed further to account for the exerted forces on the 603 

form of walls and vertical forces.  604 

A(PdP).K.P.(2e2L)dh .g. A.dh+A.P    (13) 605 

where A is the area, e is the thickness, L is the width, is the density of the granular materials, and g 606 

is the gravity acceleration as is shown in Fig.12. 607 

To clarify Fig.12 (a) in more details, an explanation of the forces distribution have explained in Fig.12 608 

(b). Each of equation 7 and 9 are also derived from the forces shown in Fig.12 (b). 609 

Ovarlez and Roussel [23] proposed a physical model which defined the evolution of the lateral stress 610 

exerted by SCC on formwork. Their theoretical model was compared with previous work in the 611 

literature and they demonstrated an excellent match and acceptable prediction. Their results showed 612 

that the lateral stress was equal to the hydrostatic pressure when the casting concrete happen at the 613 



bottom of the formwork because the material is not able to flocculate and, therefore, is maintained 614 

as a fluid. They assumed the yield stress at rest was linear with time at the resting state: 615 

𝜏°(𝑡) = 𝐴𝑡ℎ𝑖𝑥𝑡      (14) 616 

where Athix is the flocculation coefficient, t is the resting time, typically Athix is a value between 0.1-0.2 617 

Pa/s. This value in other studies [23, 105] was confirmed to be between (0.1-0.2 Pa/s).  Billberg [106], 618 

however, predicted an unusually higher value for Athix of 0.6 Pa/s (from a model) for SCC.  619 

Ovarlez and Roussel [23] also expressed the critical rate of casting as follows:  620 

𝑅𝑐𝑟𝑖𝑡 =
2𝐻𝐴𝑡ℎ𝑖𝑥

eρg
      (15) 621 

where 𝑅𝑐𝑟𝑖𝑡 is the critical casting rate, e is the cross-sectional width and H is the height of the 622 

formwork.  623 

In contrast to casting from the bottom of the formwork, casting from the top of the formwork does 624 

not reach the hydrostatic pressure, because the concrete slowly flocculates at the bottom of the 625 

formwork [23]. Furthermore, they found that lateral stress decreases abruptly after the end of the 626 

casting, which can develop higher yield stress and starts behaving as if in a solid-state condition. Thus, 627 

they developed an equation for the maximum pressure Pmax, based on static yield stress at rest Athix 628 

(Pa/s), height H (m),  the width e (m), casting rate R (m/h) and concrete density 𝜌 (kg/m3).  629 

𝑃𝑚𝑎𝑥 = 𝜌𝑔𝐻 −
𝐻2𝐴𝑡ℎ𝑖𝑥

𝑒𝑅
      (16) 630 

Perrot, Amziane, Ovarlez and Roussel [24] further developed the equation obtained in the previous 631 

study [23] for maximum lateral pressure of SCC. Perrot’s equation included the cross-sectional area of 632 

steel bars in the formula to calculate the maximum pressure. As a result of this change, the maximal 633 

horizontal pressure can be calculated according to the following equation.  634 

𝑃𝑚𝑎𝑥 = [𝜌𝑔𝐻 − (
∅𝑏+2𝑆𝑏

(𝑒−𝑆𝑏)∅𝑏
)

𝐴𝑡ℎ𝑖𝑥 𝐻
2

𝑅
]     (17) 635 

where Sb is the horizontal steel section per linear meter of the form length (m2), and ∅𝑏  is the average 636 

diameter of the vertical rebars (m).  637 

In the study by Khayat and Omran [107], the maximum pressure was measured using a 0.7 m high 638 

column and their design was used to simulate a 13 m high concrete column using air overpressure 639 

[36]. They have obtained the dataset which established a formula to predict the maximum pressure.  640 



𝑃𝑚𝑎𝑥 =
γ𝑐𝐻

100
(98 − 3.82H + 0.63R + 11D𝑚𝑖𝑛)  (18)    641 

where 𝛾 is the unit weight of SCC (kN/m3), R is a casting rate (m/h), Dmin is the minimum formwork 642 

dimension (m), (0.2 ≤ Dmin ≤ 0.4 m). 643 

Gardner, Keller, Quattrociocchi and Charitou [108] based on the slump flow of concrete to reach zero. 644 

Therefore, Pmax could be found as follows:  645 

𝑃𝑚𝑎𝑥 = 𝑤𝑅𝑡𝑜/2      (19) 646 

where w=unit weight of SCC (kN/m3), R=casting rate (m/h) and to=intial time (this parameter obtained 647 

by concluding the slump loss from the slump flow (when inverted cone) to drop to reach 400 mm from 648 

the initial value (h) to = t400 [initial slump flow/(initial slump flow – 400 mm)]). This equation is valid 649 

where the time is more than half of t0 (t>t0/2), t= after the start of placement time (h).  650 

However, if the time is less than half of 𝑡𝑜  (t<𝑡𝑜), the following equation will apply: 651 

𝑃 = 𝑤𝑅(𝑡 −
𝑡2

2𝑡0
)      (20) 652 

The German standard of DIN18218 [80] has a series of equations for calculating the lateral pressure 653 

of concrete while vibrating at various levels of consistency and taking account of the temperature.  654 

For concrete cast at T=15 ˚C 655 

𝑃𝑚𝑎𝑥 = 𝛾𝑐𝐶2𝐾𝑡(0.48𝑅 + 0.74)    (21) 656 

Pmax=21+5R      for the stiff mixture  657 

Pmax=19+10R    for the soft mixture  658 

Pmax=18+14R    for the fluid mixture 659 

Where 660 

Pmax is the maximum lateral pressure kPa, 661 

𝛾𝑐  unit weight of concrete in kg/m3. 662 

C2 is the added coefficient, 663 

Kt is a temperature coefficient given by (145-3T)/100, 664 

R is the rate of placement, m/h and 665 



T is the concrete temperature, °C. 666 

However, contrary to the above studies, Puente et al. 2010 [109] divided the lateral pressure of 667 

concrete into four major parts. For the first model, they proposed an equation for the Pmax when the 668 

concrete mix is 1:2:4 with a slump of 150 mm, an ambient temperature of 21oC and the concrete 669 

density is assumed to be 2400 kg/m3. The equation (22) is expressed as follows: 670 

𝑃𝑚𝑎𝑥 = 23.4𝐻𝑚     (22) 671 

Hm is the height at which maximum lateral pressure occurred (m) 672 

Pmax is the maximum lateral pressure on the formwork (kPa) 673 

R is the casting rate (m/h) 674 

The same study proposed another model for calculating the concrete lateral pressure by using the 675 

internal friction and slump of concrete, equation (23): 676 

𝑡𝑔𝜑 =
260−𝛼

1400
        (23) 677 

where 𝜑 is the internal friction of the concrete angle, 𝛼 is a concrete slump (mm).  678 

The other model is the French standard NFP 93-350 [110], which is similar to equation (5) (CIRIA 679 

model).  680 

𝑃𝑚𝑎𝑥 = (𝐶1√𝑅 + 𝐶2 𝐾1 √𝐻1 − √𝑅𝐶1) 𝛾   (24) 681 

Where Pmax is the maximum lateral pressure (kPa) 682 

C1 is the coefficient that depends on the size and shape of the formwork. For walls and bases C1=1 683 

C2 is the coefficient that depends on the constituent materials of the concrete 684 

𝛾 is the concrete density (kN/m3) 685 

H1 is the vertical height (m) 686 

K1 is the coefficient that depends on the concrete temperature  687 

R is the casting rate (m/h) 688 

 689 



Puente et al. (2010) [109] explained that the vertical pressure was directly related to the horizontal 690 

pressure, explaining the theoretical relationship in the following equation (25): 691 

𝑃 = 𝜆𝐶𝛾𝐻     (25) 692 

Where 𝜆𝐶 is the relationship between vertical and horizontal pressure, 𝛾 is concrete density, and H is 693 

the height of the concrete. They explained that 𝜆𝐶 is a crucial factor that does not have a constant 694 

value. This value ranges from one to zero, where the number one represents a fluid concrete like 695 

water.  696 

However, the collected data of previous studies showed that the water ratio in the concrete matrix 697 

has a significant effect on the lateral pressure of SCC on the formwork panel. Fig.13 showed the 698 

relation between water content to lateral pressure almost linear with increasing water the lateral 699 

pressure increases. Therefore, having a high water content significantly increases pressure on the 700 

formwork panel. Overall, most studies showed increased water extremely affect the lateral pressure 701 

on formwork, except a study showed high water content in the matrix with a lower value of lateral 702 

pressure, which this is might not mean the maximum pressure. Some study has a limited number of 703 

sensors in the formwork and the allocation of mounted sensor highly significant to achieve the right 704 

value of maximum lateral pressure. Despite water content, dormant period and casting rate which are 705 

listed in this paper, they are other factors that should be considered.    706 

 707 

Fig.13. Relationship between water content to maximum lateral pressure exerted of SCC  708 



Table 5 presented rheology models and parameters of concrete, it also shows all parameters that 709 

should be included in a fluid-like concrete. Liu, Cheng, Chen, Pan and Liu [111] stated that the value 710 

of rheology can be achieved by rheometer as a direct method of testing or indirectly through slump 711 

flow.  712 

Table 5. Rheology models and properties for concrete 713 

Model Equation Properties References 

Bingham  𝜏 = 𝜏𝑜 + 𝜂𝛾̇ Practical, unsuitable 

for low water/cement 

ratio 

[112, 113] 

Herschel-bulkley 𝜏 = 𝜏𝑜 + 𝑎𝛾̇𝑏  Suitable for shear-

thinning and shear-

thickening, restricted 

for low shear rate 

region 

[114] 

Modified Bingham 𝜏 = 𝜏𝑜 + 𝜂𝛾̇ + 𝑐. 𝛾̇2 Suitable for non-linear 

behaviour of cement 

materials (high shear-

thickening not 

included) 

[115, 116] 

Thixotropic model 𝜏 = (1 + 𝜆)𝜏𝑜 + 𝜂𝛾̇ 

𝜕𝜆

𝜕𝑡
=

1

𝑇
− 𝛼𝜆𝛾̇ 

Complex, suitable for 

viscous additive such 

as silica fume 

[79, 117] 

Casson √𝜏 = √𝜏𝑜 + √𝜂𝛾̇ Complex, suitable for 

viscous supplementary 

cementitious mix such 

as silica fume 

[115, 118] 

De Kee 𝜏 = 𝜏𝑜 + 𝜂𝛾̇𝑒−𝑎𝛾̇  Suitable for cement 

paste and modifying 

admixture 

[115] 

Yahia and Khayat 𝜏 = 𝜏𝑜 + 2 √𝜏𝑜𝜂𝛾̇𝑒−𝑎𝛾̇  Unsuitable for high 

shear-thickening 

concrete 

[115] 

Quemada 𝜏 = (
1+√𝑎𝛾

𝑏+𝑐√𝑎𝛾
)2𝛾̇ Suitable for 

pseudoplastic (shear-

thinning) materials 

[119] 



Vom Berg 𝜏 = 𝜏𝑜 + 𝑎 𝑆𝑖𝑛ℎ−1(𝑏𝛾̇) Suitable for a mix of 

both shear thinning 

and thickening 

behaviour 

[120] 

Powers 𝜏 = 𝜏𝑜 + 𝑃𝑡𝑎𝑛∅ Suitable to calculate 

the internal friction  

[121] 

Tattersall 𝜏 = 𝜏𝑜 + 𝜂𝑁 Unsuitable for low 

water/cement ratio 

[121, 122] 

Note: a, b and c are constant parameters; generally, 𝝉 (Pa) is shear stress, 𝝉𝒐 (Pa) is yield shear stress, 𝜼 (Pa s) is plastic 

viscosity, 𝜸̇ (1/s) is shear rate, k is a flocculation state of concrete, a is a thixotropic parameter and T is a characteristic 

time of flocculation, P is normal stress, tan∅ is an internal friction coefficient, N is the rotating speed of the impeller 

 714 

Table 5 shows major parameters in the shear stress equations which always exist the value of yield 715 

shear stress, shear rate and plastic viscosity. Besides, the flocculation of the concrete and thixotropic 716 

parameters is also considered a major contribution to the matrix. These values are contributing to 717 

creating a high or low ratio of an exerted lateral pressure.    718 

Shear stress is related to internal materials behaviour, this is possibly related to lateral pressure 719 

exerted on the formwork. In the study of Banfill [123], rheological behaviour at different water to 720 

cement ratios have been studied at the dormant period. They have observed low shear stress occurred 721 

at high water to cement ratio and vice versa. Thus, the internal concrete at a high w/c ratio provide 722 

lower internal stress and provide higher external stress out of the boundary of materials. 723 

Consequently, this is initiated a high exerted pressure on the formwork in SCC compared to 724 

conventional concrete.  725 

In terms of rheology properties of SCC materials concerning exerted lateral pressure, structural build-726 

up of cementitious paste is one of the matters. After approximately 30 minutes from mixing the slope 727 

of hydration start slowly and after that period can be extended to 100 minutes, this process has been 728 

discussed potentially by [124].  The structural build-up of cementitious material is highly affected by 729 

chemical admixtures in the matrix. The most common use of chemical admixture is polycarboxylate 730 

ether (PCE) superplasticizer in SCC, this is used to enhance workability and open time [124]. Winnefeld 731 

[125] studied that thixotropic structural build-up is set on 30 minutes of mixing cement with water, 732 

he displayed the storage modulus G’ (denotes a solid-like property and higher the G’ means higher 733 



strength or mechanical rigidity) with different ratios of superplasticizer. It showed that increasing 734 

superplasticizer is reduced the storage modulus of materials and possible delaying in hydration time. 735 

Several studies confrimed that the concrete can have a high flocculated particles but SCC have a lower 736 

degree of flocculation due to using high content of superplasticizer [79, 122, 126]. This is likely delay 737 

the hydration process and setting time of SCC. For that purpose, Khayat and Omran [2] determined 738 

the relationship between pressure cancelation and initial and final setting time of SCC which 739 

designated a linear relationship. To understand further in relate to pressure cancelation and setting 740 

time, more investigation in terms of setting time and plastic shrinkage period of SCC are required to 741 

attain best relationship between rheology of materials and lateral pressure in the confined formwork.  742 

According to Drewniok, Cygan and Gołaszewski [91], they made a correlation between static and 743 

dynamic yield stress and slump flow in relation to lateral pressure of concrete in formwork. In their 744 

study showed that higher slump flow with lower yield stress causes a higher lateral pressure; however, 745 

they figured out that the main effect is static yield stress in unstabilised concrete stiffening. Banfill 746 

[127] confirmed that the SCC has a lower static yield stress by 90% compared to conventional 747 

concrete. This causes massive lateral pressure in comparison to conventional concrete. 748 

An example for considering maximum pressure of SCC, CIRIA Report equation (5) used as theory 749 

equation and compared with the real casting of SCC on-site, it expects that the percentage of error 750 

for maximum pressure would be between (20-30)%. Equation (5) does not consider some factors such 751 

as the chemical composition of materials and the internal temperature of concrete which are major 752 

roles in controlling maximum pressure. ASTM1064 [128] using a method to measure concrete 753 

temperature through a thermometer to depth 7.6 cm. Nevertheless, this would be not enough to 754 

determine the temperature of concrete at different positions in the confined formwork.   755 

Fig.14 shows the general explanation of concrete casting in the dormant period time. The figure 756 

explained the concrete in the first placement of casting having a maximum pressure, then pressure 757 

during first to second hours after casting drops to approximately 1/3 of maximum pressure. After 6-758 

10 hours, which the development of flocculation among materials intensively occurred, pressure 759 

drops to about zero. In 10 hours and above, concrete would transit completely to a hardened state.   760 



 761 

Fig.14. Schematic illustration of fresh concrete lateral pressure on the formwork in a dormant 762 

period  763 

Most studies considered several factors relating to SCC pressure on the formwork. However, certain 764 

factors have not been considered, such as casting concrete at a different orientational angle, the 765 

distance of the formwork from the source of concrete, relative humidity during concrete casting, 766 

concrete internal temperature and the delivery system (the type of pipe and pump). In any future 767 

investigations, these factors need to be considered if appropriate. 768 

 769 

9. Conclusions  770 

Pressure exerted on formwork by SCC at an early age has several significant features. If the formwork 771 

panel is not designed properly, the concrete pressure might result in serious damage at the 772 

construction site.  773 

The main conclusions of this paper can be summarised as follows: 774 



 The ambient and internal temperatures of SCC have a major impact on the lateral pressure on 775 

the formwork panel. There are only a few studies on the ambient temperature conditions of 776 

the SCC. On the effect of internal temperatures, there is hardly any research.  777 

 Pressure values in previous studies are different from each other due to the use of different 778 

types of pressure sensor. To measure the correct value of the exerted pressure of SCC on the 779 

formwork panel, the location of sensors, appropriate sensors and gauges are required.  780 

 Casting rate has been identified as the dominant factor influencing the exerted pressure on 781 

the formwork.  782 

 The influence of geometric shape and size of formwork and the types of material used to 783 

fabricate the formwork on lateral pressure needs further investigation. 784 

 Overall, the exerted pressure of SCC on formwork contributes to cost-efficiency in the 785 

construction industry and formwork rigidity is dependent on the concrete mix and placing 786 

rate. Further studies on the measurement of the exerted pressure of SCC are required. They 787 

should employ advanced techniques such as fibre optic sensors. 788 

 Further studies are also necessary to investigate plastic shrinkage at the initial time of mixing 789 

and certain technologies such as digital image correlation are crucial to map strain contours 790 

of the surface and the relationship of plastic shrinkage with lateral pressure on the form need 791 

to be discussed. 792 
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