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1 METHOD FOR FORM NG A THREAD ON DEFORVMED REI NFORCI NG
BAR FIELD OF THE | NVENTI ON The present invention

relates to a nethod for formng a thread onto a 5

def orned bar of the type used for reinforcing

concrete. BACKGROUND TO THE | fNVENTI ON At construction
sites and civil engineering works where concreting is
RETHOD FOR FORMING /2 THREEDWR DEFORMERREBINFORCING BAR
reFnforced Wth rernforcing bars to provi de added
strength and stability. A reinforcing bar is typically

actured with surface defornations
FESTEIEPQQ‘S: ﬁf%éﬂ‘zﬁﬁ%s to provide a | ocking anchorage
Wi t h Thee prasieno undintion Ceeestte, a andthod fak Jortfingva thgeadd onto a
"defornmed bar". The defornmed bars are supplied in

defermeast barefgha dypenidsaskion reinfRirpgicona@je be necessary to
ReR f ?"all- end for use dependi ng upon
%ﬁg SI z%gﬁgﬁ‘télhgﬁgéﬁg ruc‘HNon wor k. 15 One known
nmet hdd tomstootioecsitasg abdr cieil dsnginegning esorkerwha®g &oncreting is
thr.(ﬁ%g h ortion at, the connecti ﬂn en ortign of , each
"ROWFRSE t P RCBIT e S A SaBREERTY dBiREES ﬁ@'gbi"‘%’%’rﬁ'ﬂg bars to
s Ar [
B e e e SRRy BB IT i 0Bl SRR, 8btee bar
mwfentdrﬁxgmth sngface defasmadioss isuch @is rib8 aneciésstarprovige a locking

SBep I i I SHBLPRFICEHA0TR BBl Aa BBt et ber
t he tithcedstsred Baryvark edpPIRidoint fre-aR dendihs tangnsccdkdih8l it may

bars. One known nethod for elimnating the surface ,

bectesiassaivdescangetisayeraldaigendith @nddporsaipperding upon the size
LG ; to achi eve the snooth surface.

OW\A(/;e\égefb&ﬂ[Cﬁlbgwé% nmet hod renoves material fromthe

bar s O énawn aneihodl for tdoantbtirpdapentls @ongirisas fongingoa thread
t he coupl er has much | ower. streqr%ag:th and i.s susce

. tible .
PORis) @A kR Eonnechiinend nstipn AR $INeEling bRt aﬁa thrgading a
r ' ' dees r j I ;
CBHREERE PRIY BF coBpr KuihRen MRS bare bl ifEHesponding
threadet@otéwist ed di ameter using a die and pressing
machi,ne. The t hod,, coppr esses ,30,the surface 0
def o IGYSh HAr8MT ahe; HiERTS Ol (bR eRGRATHEs of the bars it is

Hé%b@;*,é%?ﬁé dliffnater thBHUMacef défBfnBRdns bRWSY ®ars tdform a relatively
production time for formng the snmooth surface is
smooth round surface, which then allows the threads to be worked onto the end

portions of the bars.

One known method for eliminating the surface deformations is to grind way
the deformations to a sufficient level to achieve the smooth surface. However, this
method removes material from the bars, and accordingly the thread portion
attaching to the coupler has much lower strength and is susceptible to breakage.

Another known method for eliminating the surface deformations which
does not require removal of material from the bar is by cold-pressing the bar to
the desired diameter using a die and pressing machine. The method compresses
the surface deformation material inwards, which therefore maintains the strength
of the bar. However, the production time for forming the smooth surface is
relatively long, as is the cost of the machines and pressing dies. The shape of the
pressed bar is also typically unevenly shaped rather than a perfectly round shape.
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relatively long, as is the cost of the machi nes and
pressing dies. The shape of the pressed bar is also
typi cally unevenly shaped rather than a perfectly
round shape. 2 It is therefore an object of the
present invention to provide a nmethod for formng a
thread onto a defornmed bar for reinforcing concrete

that i picbve tHheobj ébf Gﬂﬂ\tehp#ééehh%vﬁﬂf L |p¢0\ﬂﬁ§% method for
preferably reducin roduction costs and tine.
founmpRyYthoradraratd w%fmnmf baBfasaginjorcirgecqaseienthat maintains the
< BU8 3B BAPBRTE S tELBL B REG A pHASLORY sol&Hifime

SUMMARY (OF FRESINVENTION one aspect, the present
i nvention provides a nethod for formng a thread

def oBteadigathepresent W@”U@@Cﬁqt@lezeﬁlthﬁoﬁj%foﬁ@ed bar ?0 thereby
r@&’ ng?[&arﬂé? r Sl HERQ apétﬁlt% %%&?Wo‘?ﬁﬁglt%ead

s an /or ins conpr
10 sﬂremeofaspea:tudbelmgsamt irefastlorpqsrbvidéstmemdmﬁ)drfmdformang a
rede r i anmet er ubst anti al

t
R S cRIPTASLD ) P WoRGSER (oo i G aeteles thg deformed
b%@ﬁélhdﬁ@rém’rdl %Bﬁeﬁ@’lhg i %nﬁmr% QHéombﬂﬁ)d comprising the

squeezed def orrre one form the step of
sé@p,ﬁe@fz sqge@tmg ehlsasppatt ofthe Hefodwedhas do ba:rrede@mmrn@ie@ameter

b SO Pl B il G A SRR Syt Burtce
dmVvfoRaing a fhlr@éd @ﬁfol tﬂb's\ﬁu&éﬂé@ gefpmieddarshaped openi ng
extendi ng through the bl ock, one end of the openin

havi g enedifeimbt e staps ohrdugeriideataast parh@f the deformed bar

he step
BPIERE I8 Aq 168 B ied 6l AREGR DA db0” 24D
conptm saaoth@k dfagrod,| ithng kqlmédMgaadueorHom;irrsaesscwe@lbeld having a
def or ned In a second as or med

suketanyialy ﬁé‘%te Ga5vcal spaped &pﬁg%&ﬁemlag eV tg? rQI%pne end
d?nﬁlet R @ﬂﬂgt hgﬁlﬁ nl Sﬂgil &bp %@gg@éﬁﬁ%d@i far 'ff?éj ﬂ?ﬁdetermmed

SO provi he' pr esent
dlameian on and/ or for ms t hereof maintains the mat eri al
ace

inthe 25 b ? t sui.tabl e sur
for m'rhgorf%t_? '335 {H@n SFhiC% Bgﬂﬁpd?néﬂ reAad rf%ntﬂttg n§queezed
de'?&rﬁ?éd B prikdsh@idaslinPeetrégohdanbagubezé € defPmed bar.

its dianmeter results in a nbre consistent and even
r oundn shgssondaaspattoeheefonmerobiar caribet tyger used tfor rraipforcing

?ﬁa%&% Q% ﬁg Oé}q?g%%hé fidad 'tﬁg‘}eoa- r\ﬁhgi% rv%de {hhgéc? Pfdtmed by the

method above is also provided.

The present invention and/or forms thereof maintains the material in the
bar to form the suitable surface for forming the threads upon. This accordingly
maintains the strength in the bar. Squeezing the bar to reduce its diameter results
in a more consistent and even round shape than in other methods, and the result
may be achieved in much less time. The method therefore reduces production
costs and time while maintaining quality of the product and accordingly achieves
the object.

An illustrative embodiment of the present invention will now be described
with reference to the accompanying figures. Further features and advantages of

the invention will also become apparent from the accompanying description.
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costs and tinme while maintaining quality of the
product and accordi ngly achieves 30 the object. An
illustrative enbodi ment of the present invention wl|l
now be described wth reference to the acconpanying
figures. Further features andyadvantages of the
invention wll also becone apparent fromthe

WEF@ESEWBTF@N%F WE)DR@VEI\B'E_-%EF DESCRI PTI ON OF THE
DRAW NGS F:fgure rough Figure 19b are stage views

showFiiyra Tnbreigh F@ure dPbriarg stagetvirwsighowing amashed fasdorming

<offeae ochT brelofirRg, SRCRY TERuRRERSAIRN T Ebboli@REe st one

ehilgdiraedt sftbvpresachiventiah, vi@itiaflaan exenpl ary
squeezi ng machi ne for |an errentl ng part of the

met hbgurEi gahews & pecHonal Viewhof ncHamiRIAR Syyesging machine for
rﬁp%ﬁﬂegm%g p{ GHRE ReBgns @ plan view of Figure 1
gu

ows a sectional view of a squeezing die
for &grrai2tdhawsea fribbt e@ua&amaigtamohﬁgar@ﬁ Figure 1;

Fi gures 4 d 4c how ra hs of a squeezing d| e
in ab&g %W@a’éﬁtfo rﬁé Figure 5 shows a

fronfigleved 's‘Pa%@Us ¥i Sa¥tishaP Ve of @@q@éézﬁg“dz@h"o? Js@r with the
use wth the nethod; 15 Figure 6 shows the nachi ne of

saugezieg maghirre Dhlélgdw ormed bar positioned in a

Fi quritiey 4 ant R Kt ey anC 38 A 45 BRERacTe y accordance

wief sid@sbbaimenrtti gure 9 shows the machi ne of F| gure 1
Wi th the squeezing die noved 20 away fromt

def oFigde Pashoie & o deaierahyewef 2 Qraéqmmda}é%' suitable for use
hows the machine of Figure 1 with the
hqéé?@%ﬂga renmoved fromthe machine; Figures l1lla to
11d $iure & shows thp machimeodf Figaralefwithntite deformed bar positioned
gueez 8 die before, during and after the squeezing
SEHBRINIMCE: gure 12 is a photograph of a steel

Sque%ﬁﬂegaﬁ and 8 show the machine of Figure 1 with the squeezing die
moved towards the deformed bar,

Figure 9 shows the machine of Figure 1 with the squeezing die moved
away from the deformed bar once the squeezing has taken place;

Figure 10 shows the machine of Figure 1 with the squeezed bar removed
from the machine;

Figures 11a to 11d show a close up view of the deformed bar and
squeezing die before, during and after the squeezing process;

Figure 12 is a photograph of a steel squeezed bar,

Figure 13 shows a front elevational view of an exemplary thread forming
machine and squeezed bar of Figure 11;

Figure 14 shows the machine of Figure 13 with the squeezed bar
positioned in the clamping vice;

Figure 15 shows the machine of Figure 13 with the cold rolling head being
moved towards the squeezed bar;

Figure 16 shows the machine of Figure 13 with the cold rolling head
moved around the squeezed bar,
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Figure 13 shows a front elevational view of an
exenplary thread formng machine and squeezed bar of
Figure 11; Figure 14 shows the machine of Figure 13
with the squeezed bar positioned in the clanping
vice; 30 Figure 15 shows the grachine of Figure 13 with
the cold rolling head being noved towards the

Squeﬁ%ﬁebﬁf sh&ve Woedfed RANShIRRIHBSAY afeF@hrthg%ﬁwé«%d from

with the cold rolling head noved around the squeeze
theamachineFdfgugerel3;shows squeezed and t hreaded bar of

i gur o8 O e Seeesla i BReltat s "ana
Fi guresurdé9at @andankd b ophenowwevd thesdrd bars off Figugiir® and an
18 and an 5 exenplary coupl er. DESCRI PTI ON OF

SRRFPEREDURIBODI MENT Referring to Figures 1 to 3,

i | ' 0 for squeezing
da@@é%ﬁﬁ@t”%&%%?m%@g pr edet er m ned
di amReferring tosHigstemntli tal 8 ythere ns shbent hesquiebsingndachine 10 for
fins to forma substantiall oth surface, 10 The,
SHAES . RS PRI 10 epﬁgpr%@énﬁ%aﬁe%zwrﬁ Stpraingsl diameter to
s%BQﬂé‘ﬁﬁﬁ@deﬁ:ﬁiréte HHIREL R/ §Rd tddorn] %?stﬁﬁ%ﬂ?a'llggrﬂbw surface.
14 71s draulically noveable along rails 16, 18, via
Thehydueeting mpchinger 02Compristaargpisuyeeriog d 12 tomeetted to a

t d t ils 16 . 4 h .
sShpenfadetecle o rierhabead Ta s hIFSURENS AR ER plong rait
155 1€l @iala?_hg_érdi!ﬁ!iéfcﬁﬁr@dérmd oAnBsmping¥ic® 2paslfixel &&lone end of the
whi ch exhibits a hardness of between 65 and 70 on the

r@bck@wel8. scal e. The squeezing die 12 includes a

> gs i:mrie]?ioalr ¥hdvis'sh %’n?aqgie& 31%“2 ?ﬁ@%d%(gfr%%'}%r@gd %31 PeHNERNsezing

recerving I aret er
did 12hes wirefesdblpFermed cE3pFiS tpslesteehblvilichaexabitd mahardness of
the di ameter of the bar to be s&geezed, whil e

hesveement apflefll 0§ 1o Rogkwel carer Hi ;ﬁqa%aﬂgéﬁjg?\ﬂ_ frpludes a
SPEANET i lolon, SUATSERR, 10 Solliborag At padiong o
dexamedbgr. stheed@anmgied bk thef watasé aplenatgd]13a is preferably larger than
the diameter of the bar to be squeezed, while the narrowest opening 13b is
preferably about equal to the diameter of the squeezed bar (ie the predetermined
diameter). Figures 4b and 4c show photographs of an exemplary squeezing die
from each end.

An exemplary deformed bar which may be used with the present
embodiment is shown in Figure 5. The deformed bar 24 comprises a steel
cylindrical body with ribs 25 and fins 26 along its outer peripheral face for
providing a locking anchorage with the surrounding concrete when in use. The
diameter of the deformed bar 24 may vary, but is typically within the range of
10mm to 50mm, with a strength of at least 500Mpa.

As the first step in the process for reducing the diameter of the bar 24, the
deformed bar 24 is positioned in the clamping vice 22, as shown in Figure 6.
Hydraulic pressure is activated to move the vice 22 to securely grip the bar 24.

The main hydraulic cylinder 20 is then activated to move the squeezing

head 14 towards the clamped bar 24, as indicated by the arrows in Figures 7 and
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An exenmpl ary defornmed bar which nmay be used wth the
present enbodinent is shown in Figure 5. The deforned
bar 24 conprises a steel 25 cylindrical body with
ribs 25 and fins 26 along its outer peripheral face
for providing a | ocking anchogage with the surroundi ng
concrete when in use. The dianeter of the deforned

sggf%%;gggy%@%ytﬁetmb&rtm ﬁ?&r?ﬁh%fx!hidér%@ chNr%BQﬁe%fqueezmg

a strengt east
diméthbrmbvetmg a nrhéeiprmtrmkslehgth pEthecbag 24 hthereby forcing the
t,he de bar .24 is

2119{ %(_% ﬂ%ehe b g{ émgpﬁtgr \ﬂpgéungztl thn?lg%&mh?q] pﬁeiﬁwg forces

trﬁe bat @il SnPrEsSUESal therfbd P8IRM frg ZTOUEbE RGUEEAR] inwards,
22 to securely the bar 24. The main hydraulic

agyshavgen goeatgr 3%& iadtiguigsetiia &0 ddde Thadrespiseeagired by the

2 5 ETREE B 58 I gy v o
didractept but @pitaby dvilarige fryshi ndero V@50l tohoiTae tirhe to complete the

squeezing die 12 to npve along a predeterm ned | ength
SEHEePHBY PEPCESS, lsméqaéwbpa#é.tﬂ@ $8f8ndBar 24 through the

|
s |fr‘fth® gﬁ%&@ﬁt %Hﬁd?id’tﬁeﬁ hﬁ@%&ldgﬁﬁ% fﬁ?@@%ﬁéﬂb while the

forces ar materi arti
d2foraredi bann24 % at @ Mnsajueemtemmvattm afhaghsbtwen témperatures
The pressure

t tail Fi 11
Fa8e Headiythas Sulibd teiads s infREtheqen g di e 12
al Ongbﬁdéeﬂ*éaﬁre%étéﬂﬂlﬁecﬂ of AR ﬂhﬁa@%(eenOFbé‘@'%Qrthrough the
but typically w range from 100 to 350 ton.

stiveesnp| die ¢ 4 Hee SQQQ%EQ r’@qdr b ds snoved: hatkct |t§ oallgm@d position
UAIrAGERe” 54, o8 shefindh PG e & PR HE Ghasiistpriped longtr

Wi ¢ detaanhimeld eqwmatmmarawme néddhire grorat pesr mputted data,
terrperatures@ be used, such as outdoor tenpera
ﬁpe'(!]%lf

alfhaegh itreay os. @edraapualyef seqHiiasy ﬂh@r@ﬁﬁe@rmmd L@agth will
AR S05ERIAT RN T HRELE OB SETAADIA Gaer 1R usca
posi tlihen clamugivig f vioen Zmeﬂbwth%m bas relbasau |amdF|trgaJrszunezed bar

Pref er bI t he edet erm.
r%'@Pé‘??h ReH e MeRRINE IS By 1 %@C?tﬁg ﬁE&H ﬁé\ﬁnf r om pr| or
| nputEadedtf R shoRb tRAQUGHA 's’quEEYe(ﬁ)%an&if Qﬁé@q REOUAbEYXone the

if req red The predetermned [ength w | vary
sciependg rpgoo;q:asn Thieendeits of e harr2dado fager m;mdeamr@b& hrefms and

BRI & ToBP e Bion  Sur RSP IR B P i eRon. Fgure
17eSVRE alfhotograbAdiferbRe] isquEbeal Bal 94 after the squeezing process
as described above has taken place.

The diameter of the squeezed bar 24 is dependent upon the initial
diameter of the bar 24, and the desire of the user. Table 1 shows various
diameters of deformed bars which may be used with the present embodiment,
and the preferred diameters once the squeezing process as detailed above has
taken place. The table also illustrates the preferred pitch of the threads to be
formed thereon (as described further below). The deformed bar numbers, for
example “T10", refer to the diameter of the bar (10mm), and the “T" refers to High
Tensile Deformed Bars. The “Initial Diameter” includes the diameter of the
outwardly extending ribs and fins.
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squeezi ng process.
includes ribs or fins,
has a relatively snooth surface ready for

Fi guge
24 after the squeezi ng process

has under gon
the bar 24 n
rat her
formng thre
of a steel s

as descri bed above has taken pl ace.

e the
o | onger

ads thereon.
gueezed bar

squeezed bar 2
The en

12 shows a

25 The d

4 once it
d 24a of
and

phot ogr aph

i amet er of

the squeezed bar 24 is dependent upon the initial
I@%ﬁt@mmswﬂseof@efomedﬁaj t he desi re of the user .

mt-oreo-—nof

iclzﬁe’fL ﬁeﬁugﬂ! ‘%f"?‘ﬁt %The ppég'é'r#e ﬁ%’dl nent regﬁld Pitch in
t he B;Hrelfls.”e%)% Qﬁﬁbﬁiﬁ‘gﬂnﬁf syt e2M¢FIRZNAY prrﬁﬁﬁss as
detjai | ed abagve taken pllace. The table al so
illlustrates tme‘lpreferred pltch of the thredds to be
30-if red—thej as—descri IIEI bet The
1defor d bar Lﬁﬁ’o@ for ;?%g&} r ef evt'5to t he
odi drefoer  of [t {metdoms (10n'rr) anek ¢ 4h@5?_,T refer135to Hi gh
Tensil e Defarnmed Bars. The "lniti.al anet er!" includes
% he didanet er| Bt He  out war dl¢-%kt @8di ng ri bs!-&nd
1 6—Ta menstons—of-Pefarned—BarrANg:
4Def ;‘;ﬁd In tTTaTL ﬁarreter g'lf?Eq §0'§;ter Thrga“g Pitch
gnj . |(@re szmueezi ng) M9 S4Ues¥! Ng I n mrpmMM M
1. 1710 11 to113.9.5 (.0.5) 1/5 2 T12 13 tao 15
611.|5(4% 5) 1. 523t92r&3 14 to 1@112(5500)5) 1.5 | 45T16 17
o119 :15-5¢ TF20-21t0-33 195 (0-5)25F6
24 28 to 25 %t"gz% 0.5) 2. 5247 &85 to 2 39 5 (
0. 9TH 8 TZHRRT0 31 275G H(H).5 2 3534 to
36 131.5 (_0.5) 3.5 10T36’8t040 55(05) 3.5
911 [T 42 to Mtes’6 5 ( 0.5) |B1B (1105750 52 t|3.64 49.5
10 47136 ™Y 138t040 35.5 (£ 0.5) 3.5
11 | T40 42 10 44 39.5 (= 0.5) 4.0
12 | T50 52 to 54 49.5 (£ 0.5) 4.0

To enable connection of the bar 24 to a coupler 40 as shown in Figures

19a and 19b, a thread is then formed onto the squeezed end of the bar 24.

Figure 13 shows an exemplary thread forming machine 30 for undertaking
a cold rolling process for forming the threads. The thread forming machine 30
comprises a cold rolling head 32 hydraulically moveable along rails (not shown)

via a motor 34. A clamping vice 36 is fixed at one end of the rails.

While the thread in the present embodiment has been formed by a cold

rolting process, other thread forming processes may also be used.

The rolling head 32 is a conventional rolling head 32 as would be known to
a person skilled in the art. The rolling head 32 comprises two rollers 32a and 32b
which cold-roll the threads onto the bar 24. The thread pitch of the rollers 32a,
32b will vary depending upon the size of the deformed bar 24. Typically, a
deformed bar with a diameter of about 10mm will result in having a pitch of about

1.5mm and a depth of about 0.9mm, whereas a deformed bar with a diameter of

50mm will typically have a pitch of about 4.0mm and a depth of about 2.8mm.
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To enabl e connection of the bar 24 to a coupler 40 as
shown in Figures 5 19a and 19b, a thread is then
formed onto the squeezed end of the bar 24. Figure 13
shows an exenplary thread form ng machine 30 for
undertaking a cold rolling process for formng the
threads. The thread form ng machine 30 conprises a
Pt 519 thé neyiA af( 2s WeHHddCahlly tﬁé"’rﬁa@bicﬁ i€z normal room
rgkﬁa ? H @n eévsgya notor 34. A clanping vice 36
tempenakte’d tatermmee dmefeds rchalteratios of e Wlnelrentt pieperiesayf the bar
n_the prese has been forne
ol PR ReeBbese of Re v indadevsri AY Y dngLielictnpfthe thread
femused. PSheo robho msIhaze ?e%onﬁzoasc@w@tmaahachme are
ro ling head 32 as woul d be known to a person skill ed
standare veity theTparticglar mgchiegd agg dometiigwact wo hel pegldy of the

5B g 2 SRRk e G358 o ocons
dv?pemdidlgfwodltn@ gm?&ﬂ‘ thgegs R4 emd{]the I1rmg:ﬂlefo®ti*raetﬂ1fr®ant‘) 24.

i ca t
10mmieIs0ueged bar A4 Ralrsey pvﬁshsopéﬁ SPVaEIo e ISt ing sipmping
g;ed%’te?é & \@?g’ngrm@ A I—ya‘?% é’\ﬁ'fe% %ﬂvé’%ﬁ 1 thv@the vice

angter ave apit about
38. tﬁmecareiy @ridetperbamdabbatpcmt@mmwéy fremefter smllqezterieend portion
rolling step is perforned while the bar 24 is at a
248r mal r oom tenperature to ensure there is no

al t errpbi @y Fﬁllnﬁdwﬁeawbzremerpémeféd ®mele thehbad 3224wards the
to cause weakness. The working pressure during the

baoR#i whilethe metartis @w@ a¢tua§,@st0frptme oD ravElg head 38oas shown by

PSIl.. The. | ut,i f

i Baa R 1 s e 1P el i BOMlARE G gove forward as
sheRach Pigutehesatid cod @lingheead BQ&&@I ofl thieadbanta2the squeezed
Typically, the final thread is forned within 10 to

asee ddaf e pahdin @Pnesoetseuked iength ohénnsad has Bern Pwpleted
theNafif neghlk;?% IE te%k%gfseéﬁgyg@mztﬁe' frdadet éér 24. The

positi ef ween e ] aws anping Vvice
csnpihgwice 136Fisgiien ddeaddgdendlthe threadiedriean 284 aetriovatiefdom the

AR L i B R R P et
dheadﬁlolt@uféJHé' Wge Rﬁ@ﬁ atd Hépthﬁﬁ“ﬂhé%iéé@t% FQBY 8n tRE bar 24

327t owar ds bar 24, ile the notor is al so
véilt thievae e deeot :upoattbetsnae aouldm@etwaﬁ the, bais24 néawpusykinds and

SBaRE R ALeets mvebr sptash Seh i & RubuBrNERg i drigagutar thread,
Hohevepbﬁéfé@bly @ thrad 8% widularitAtdadt hread onto the

squeezed
Once the cold rolling has been completed and the final thread has been

formed on the bar 24, the bar 24 is ready for use. Each threaded end of the bar
24 may be connected to another bar by use of a coupler 40, as illustrated in
Figures 19a and 18b. Each coupler 40 comprises corresponding thread
formations and pitch profiles on an inner surface thereof, which accordingly mate
with the thread formed on the outer surface of the ends of the bar 24. A
continuous joint is then produced for use in reinforcing concrete, for example in

the building construction industry.
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area 24a of the bar 24. Once the required I ength of
thread has been conpleted, the rolling head 32 w |
rotate backwards away fromthe threaded bar 24. The
clanmping vice 36 is then rel eased and the threaded bar
24 renoved fromthe machine g0, as shown in Figure
17. The final threaded bar 24 is shown in greater 20
E%%ﬁ#k in Figure 18. The pitch and depth of the thread
rmed on the bar 24 w |l be dependent upon the
si ze Aatiefocheaddas of d0mrmdn iameler wasrineerdedimds elaaping vice. A

shapes of t.hreads be f.or such as ci_rgul ar.. .
SFliEEaRo Do T A TP, frenitl % ROVEN & Bufef P At opening
of BoeRem i diathéter rédeitdd ensl defraredt bgr. Widesdlré idTR5BBHON was

been conpl eted and the final thread has been 25
W@H%@Fgwps@md(&afr hesquereinpdieagaves reragugd from theedeformed bar,

ch .t C .
o PRI PIE, by Wi Bifiond g TRV ot ERARS, Mbstanaly
perfeutyesoubdedasmdpd YoadEfurforaing ltiercad® tieemepni ses

correspondi n thre&% formati ons and pitch profiles on

an | 1TREr PERROns G bodimet . eapeh the g HEAT, thRg dor fprHng the

r ' ‘ N
ORISRl T 5y W sHLEAL AL BB, o s i
nuseh fastercihahopromart coeitods eThisoactexdinplyeraiduices goduction costs,

i | ding.c tj.on i try, le A def d
o B RRIFRE TS ol sk S e TSR ot ! g
vi cejt Wil BEURprbAStcieRdt Pryddig @kime&'fd g{ P AR BELIOfimpRient the

in diameter and an exit opening of 39.5mmin diameter
presasitveenties tetdienen ways tthe eveudeswibegsabeven ansk vaiations

i f. . Scil eezl. was renoved
FRE B/ BRBaCRER g g TN Lo SFSR™ ne Dar
was reduced to 39.5 mm and had a substantially
perfectly rounded shape ready for form ng threads
t hereon. The present enbodi ment reduces the production
time for formng the threaded defornmed bars, as the
squeezing step to renove the ribs and fins is 10 nuch
faster than prior art nethods. This accordingly
reduces production costs, while maintaining the
quality and strength of the threaded bars. It will be
appreci ated that persons skilled in the art could
i npl enent the present invention in different ways to
the one descri bed above, and variations nay be
provi ded without departing fromits spirit and scope.
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159 CLAIMS: 1. Anethod for formng a thread onto a

def ornmed bar of the type used for reinforcing

concrete, the deformed bar including outwardly

extending ribs and/or fins, the nmethod conprising the

steps of: 5 squeezing at |easy part of the deforned

bar to a predeterm ned dianeter to substantially

émmin the ribs and/or fins to forma substantially

S surface; and formng a thread onto the

squeezed deformed bar. 2. A nmethod according to claim
V"'?!? tﬂoc?l'? ¢ frRihPh. RAREBhEa defbfisd glf‘b? thelﬂgfef used for

the de ar corprises receiving the or med bar

reimn‘armgig eorameteezmmgefodmd t&ar iAcIm:dtrigodutmae:diycbmt@*tdlm ribs and/or

wherein.the, s eeZ|gg die conprises a block

fWﬁvhﬁagmﬁt%%qrﬁﬁ’fﬁ"&g Fﬂﬁqﬁ%FB%P coni cal shaped openi ng

ext ergli,BEzihB 2 Uedtt taa ofthe @lkforfitRl IBartodf plcdettRfidd\diameter to
having a diameter substantially equal to the 15

substpetielyriflegan dhantseand/ar finsnet loon accostiintglly smash surface;
a?ngje of the preceding clains, wherein the step of
mng a thread onto the squeezed defornmed bar

conprfbseisgeoihteddbhiortbe sheeetdd dafdrortidarhe squeezed
deformed bar. 5. A deformed bar of the type used for

reinforcing concrete having at |least 20 one thread

z her enometméewrdtﬁgetotdmaad whefan s sty dfhryueekingtddast part
%/ one of clainms 1 to 4. 25
of the deformed bar comprises recelvmg the deformed bar through a squeezing

die.

3. A method according to claim 2, wherein the squeezing die comprises a
block having a substantially frusto-conical shaped opening extending through the
block, one end of the opening having a diameter substantially equal to the

predetermined diameter.

4, A method according to any one of the preceding claims, wherein the step
of forming a thread onto the squeezed deformed bar comprises cold-rolling the
thread onto the squeezed deformed bar.

5. A deformed bar of the type used for reinforcing concrete having at least
one thread thereon, wherein the thread is formed by the method of any one of

claims 1 to 4.



