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5 The invention relates to a method for producing a round container and to a

round container configured for said method, which provide faster construction of 

the round container, mostly independent from the precision of the preliminary 

work in spite of high final precision, and which provide simple transportation of 

the components to the construction site. This is accomplished by the invention 

io through setting up wall profiles (2), which are continuous over the wall height of 

the round container (1) and which have in particular a flat inner surface, 

continuously along the circumference and by connecting them with one another 

and with the subsurface in particular through bolting.
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Australia

Patents Act 1990

COMPLETE SPECIFICATION 
STANDARD PATENT

P/00/011 
Regulation 3.2

Invention Title: Round container for germinating and drying malt

The following statement is a full description of this invention, including the best 
method of performing it known to us:
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ROUND CONTAINER FOR GERMINATING AND DRYING MALT

I. Area of application

The invention relates to a method for producing a round container and it 

relates to a round container configured to be produced by said method, thus a 

container with a footprint which is circular in top view, or approximated thereto by 

a polygon.

II. Technical Background

In particular in a malting process, process steps like germinating and kiln 

drying are performed in round containers, whose configuration is adapted to the 

5 respective process steps.

Such round containers were made from concrete or form steel in the form of 

tanks so far.

o Round containers which are made of concrete have the disadvantage that

their concrete configuration is complex and can often only be manufactured with 

difficulty with the required precision, in particular with respect to the circularity or 

the diameter.

25 The steel containers which are configured for storing liquids, similar to a

tank, are assembled from a plurality of circular segments and are placed on top 

on one another in plural layers and welded together during construction.

In order to achieve sufficient stability, a plurality of stiffening elements and

30 braces has to be installed along the circumference of the circular segments in the 

known circular containers made of steel.

The known round containers made of steel furthermore have the 

disadvantage that they are mostly assembled from large wall elements in order to
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2 keep the complexity of the joining operations low, thus, however, said 

segments can only be transported with complexity. After setting up a complete 

layer and welding it together, segments are placed onto the first layer in a 

respective second layer and welded together with one another and with the first 

5 layer.

Before setting up the first layer, before placing additional layers and before 

placing the eaves ring for connecting a roof to the round container, the circular 

segments are leveled relative to one another in the method for producing the 

.0 steel tank, which creates substantially more complexity in the assembly process.

In the concrete- and also in the steel tank construction of the round 

containers, receivers for the respective inner furnishings have to be fabricated 

directly at the wall of the completely assembled round containers after setup.

.5

This additional complex intermediary step which has to be performed 

satisfying high precision requirements substantially increases the complexity of 

construction and thus increases production costs.

Ό Reference to any prior art in the specification is not, and should not be taken

as, an acknowledgment, or any form of suggestion, that this prior art forms part of 

the common general knowledge in Australia or any other jurisdiction or that this 

prior art could reasonably be expected to be ascertained, understood and 

regarded as relevant by a person skilled in the art.

15

I. Description of the invention

a) Technical Object
Thus, it is the object of the invention to provide a method for producing a

30 round container and a round container configured for said method which 

facilitates a fast construction of the round container with substantial 

independence from the precision of the preparatory work, in spite of eventually 

being able to achieve a high level of precision and simple transportation of the 

components to the construction site.

3
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b) Solution
In accordance with a first aspect of the present invention, there is provided

a method for producing a round container on a subsurface, in particular a

5 germination container or a kiln drying container in a malting operation through

assembling a plurality of wall elements, wherein

- wall profiles, which are continuous over the wall height of the round container 

are continuously set up along the circumference and

- connected to one another and to the subsurface wherein before setting up the

o wall profiles:

- a circumference line is created on the subsurface;

- starting at a starting point on the circumference line, segment markers are 

drawn along the circumference line, which constitute target positions for the 

end of a wall profile after a defined number of wall profiles, and after setting

5 up and bolting together the defined number of wall profiles starting at the

starting point,

- an undersize is measured, which shows the deviation of the end of the last 

wall profile from the defined number of wall profiles, relative to the segment 

marker; and

:0 - when the undersize comprises at least the value of an undersize threshold

value, a filler plate is attached to the end of the last wall profile;

- wherein the width of the wall profiles is smaller than the width which was 

assumed for computing the target arc section and which was assumed for 

determining the position of the segment markers for the particular number of

25 wall profiles.

In accordance with a second aspect of the present invention, there is 

provided a round container, in particular a germination box or a drying kiln in a 

malting operation, which is set up on a subsurface and whose circumferential wall 

30 comprises a wall height and which is assembled from a plurality of wall elements 

disposed along the circumference line, wherein

- the wall elements are vertically standing wall profiles;

- the height of the wall profiles is the wall height of the round container;

- the wall profiles are bolted to the subsurface and to one another,

3A
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2 - at least one filler plate, which comprises a thickness which substantially

corresponds to an undersize target value threshold, is mounted between two 

wall profiles in order to compensate for an undersize of the wall profiles in 

circumferential direction,

5 - the wall profiles are configured C-shaped in cross section with bent over free

ends, wherein the open sides of the wall profiles face radially outward in 

assembled state of the round container,

- the width of the wall profiles is smaller than the width which was assumed for

computing the target arc section and which was assumed for determining 

o the position of the segment markers for the particular number of wall

profiles.

As used herein, the term "comprise" and variations of the term, such as 

"comprising", "comprises" and "comprised", are not intended to exclude other 

.5 additives, components, integers or steps.

3B
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9 A circular container according to the invention is configured from a plurality 

of wall profiles set up on a subsurface which are connected to one another and to 

the subsurface and which assure the stability of the round container without 

additional bracing. The round container obtains a shape similar to a cylinder

5 along the preferably circular circumference through the set up wall profiles.

In one embodiment of the invention, the wall profiles comprise flat inner 

surfaces defining the round container, thus, the round container is approximated 

to a circle in top view through its polygon shape.

io

Furthermore, embodiments of the invention are conceivable, in which the 

inner surfaces of the cross sectional shape of the wall profiles are curved and 

form portions of a circular arc when viewing the container from the top.

15 Furthermore, embodiments of the invention are conceivable, in which the

inner surfaces of the wall profiles comprise plural flat surfaces disposed at a 

angle to one another, which surfaces form a section of a polygon when a set up 

wall profile is viewed from the top, which polygon section is constant over the 

length of the wall profile and which is approximated to the circumference line of 

20 the round container.

The wall profiles have a width which is configured, so that the wall profiles 

on the one hand can easily be transported to the set up location of the round 

container, the shape deviation from a circular surface is small enough and

25 simultaneously the width of the wall profiles is wide enough, so that the 

complexity of joining the plurality of wall profiles is not too great.

The wall profiles preferably comprise a length which corresponds to the wall 

height of the round container, this means they correspond to the height of the 

30 enveloping surface defining the round container. Thus, the height of the round 

container is determined by the selection of the length of the wall profiles.

It is the nature of the invention that the plurality of the wall profiles is set up 

and connected with one another along the circumference of the wall of the round

4
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9 container. Thus, it has proven advantageous that the wall profiles are only bolted 

to the sub surface and to the adjacent wall profiles when the wall profiles are set 

up-

5 The subsequent method is particularity advantageous for producing the

round container according to the invention: before beginning the set up of the wall 

profiles a center of the round container to be produced is defined by marking it on 

the subsurface and by physically implementing it. For physically implementing 

the center, a screw anchor can be mounted into the ground, at which auxiliary 

io devices can be mounted subsequently.

A circumference line is established about the center at the desired radius of 

the round container, which circumference line marks the extension of the inner 

wall of the subsequent round container, which inner wall extension is defined by 

15 the inner surfaces of the plurality of wall profiles.

In the subsequent step the circumference line is divided into segments and 

the segments are marked with segment markings. Preferably, the segment 

markings are distributed at identical distances on the circumference of the 

20 circumference line and mark a target arc section, which shall be covered by a 

defined number of the wall profiles forming the wall. The first wall profile is set 

up, so that the rear end of the wall profile is disposed at a starting point, from 

which a circle segment was measured as well, and so that the wall profile follows 

the circumference line starting at a start point. Thereafter, the wall profile is

25 mounted at the subsurface, in particular bolted down. The second wall profile is 

set up, so that its rear end abuts to the front end of the first wall profile and so 

that it follows the circumference line. Thereafter, the second wall profile is 

mounted to the first wall profile and to the subsurface. The wall profiles following 

thereafter are disposed, so that their respective rear ends are adjacent to the

30 front ends of the wall profile established last, aligned along the circumference line 

and mounted respectively to the wall profile set up last and mounted to the 

subsurface.

5
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9 Thus, an enveloping surface with a polygonal base surface is created from 

the wall profiles, which enveloping surface is approximated to the circumference 

line.

5 While the wall profiles are set up, an undersize is measured along the

circumference line of the subsequent round container after a defined number of 

wall profiles in an advantageous embodiment of the invention, which undersize 

corresponds to the deviation of the front end of the wall profile established last, 

from the segment marking at the end of the segment.

io

The measured undersize is thus compared with a predefined undersize 

threshold value, wherein a filler plate is attached to the end of the last wall profile 

in case the undersize is greater than the undersize threshold value. The filler 

plate comprises e.g. a height which corresponds to the height of the wall profiles 

15 and it comprises a thickness which substantially corresponds to the value of the 

undersize threshold.

For this purpose, the width of the wall profiles is configured with and 

undersize, this means the width of the wall profiles is insignificantly smaller than 

20 the width which was assumed for computing the target arc section and which was 

assumed for determining the position of the segment marking and for the 

particular number of wall profiles.

This means that an undersize is assured after a defined number of wall

25 profiles through the small undersize of each wall profile, which undersize is 

determined respectively at the end of a circular segment through checking the 

end of the last wall profile against the position of the segment marker.

If the undersize is smaller than the undersize threshold value, or if no

30 undersize is measured, another series of the defined number of wall profiles is 

directly attached to the last end of the defined number of wall profiles, wherein 

the undersize of the front end of the last wall profile of the second series is 

determined again with reference to the position of the associated segment 

marking after the setup of the second series, wherein after the setup of the

6
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9 second series, the undersize of the front end of the last wall profile of the second 

series is determined again with reference to the position of the associated 

segment marker, compared to the undersize threshold value and optionally 

compensated or reduced by inserting a filler plate.

5

Thus, depending on the production- and joining precision between the wall 

profiles, a filler plate is attached to the end of a series of wall profiles after a 

number of series of wall profiles, which number is not predetermined.

io In another embodiment of the invention the wall profiles are configured, so

that they are specifically produced for the radius of the subsequent round 

container. Preferably, the wall profiles are assembled from profiles which are 

substantially C-shaped in cross section, wherein the open sides of the C-profiles 

point outward in assembled state.

15

The C-profiles are substantially comprised of a center arm which configures 

the inner wall of the round container and they are configured from a first and from 

a second side arm which are angled relative to the center arm at both ends of 

said center arm.

20

The wall profiles are connected to the adjacent wall profiles at the side arms 

of the C- profiles. In order to adapt the wall profiles to the radius of the 

subsequent round container, the side arms of the C-profiles forming the wall 

profiles are bent relative to the center arm, so that the arms of adjacent wall 

25 profiles can be connected abutting to one another according to the subsequent 

radius of the round container, thus, in particular with a bending angle of slightly 

more than 90°. This way it is possible to provide a stable configuration for a 

round container which can be constructed in a simple manner.

30 Furthermore, manufacturing methods of the round container are conceivable

in which wall profiles with identical configuration are used for round containers 

with different diameters. Thus, the wall profiles are positioned at the desired 

assembly angle relative to one another and in case a first side arm of the first wall 

profile does not have planar contact at the assembly angle with the side arm of a

7
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20

25

30

second wall profile which is to be connected to the first wall profile, spacer 

elements are inserted between the first and the second wall profile before bolting 

them together, in particular they are inserted at the outer end of the side arms.

When producing the round container, it is advantageous to join plural wall 

profiles to form a wall segment, before said wall profiles are set up and 

connected to the subsurface. A defined number of wall profiles are connected to 

form a wall segment, before they are set up, by bolting them together in a 

segment jig while lying flat.

Thus, a second jig for joining a wall segment from particular wall profiles 

preferably comprises the curvature of the circumference line of the round 

container, so that the wall profiles already contact the segment jig in assembly 

position. Thus, it is advantageous when the wall profiles contact the segment jig, 

so that the outside of the wall profiles contacts the segment jig and the inside of 

the wall segments faces upward for mounting an inner fairing and thus, it is 

completely freely accessible.

An inner fairing of a wall segment is preferably comprised of plural inner 

plates, preferably made of stainless steel, which are attached by welding, in 

particular along their circumference, to the wall profiles forming the wall segment. 

It is advantageous to perform said process step as long as the wall segment is 

disposed in the segment jig.

It the furthermore advantageous when the inner plates which are joined to 

form an inner fairing, are mounted to the wall segment overlapping like fish 

scales and thus welded in circumferential direction at their rear end at the prior 

inner plate and at their front end at the wall profile.

When a wall segment is assembled from a defined number of wall profiles, it

is advantageous when the inner fairing protrudes beyond an end of the wall

segment in circumferential direction. Thus, it is assured that the inner fairing of

the first wall segment overlaps the inner fairing of second wall segment like fish

scales when a first wall segment is joined with a second wall segment. Through

8
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9 the overlap of the inner fairings it is advantageous accomplished that the inner 

fairings of both wall segments are connected with one another through a weld 

along the overlapping end of the inner fairing of the first wall segment without 

substantial unevenness at the joint.

5

For simple and precise mounting of the inner furnishings, which are 

connected to the wall profiles through beams, it is advantageous for the wall 

profiles to be already provided with bore holes during production, which bore 

holes are exactly positioned for receiving the supports for the inner furnishings.

10 After mounting the inner fairing to the wall segments or to the wall profiles, the 

mounting bore holes in the wall profiles which are prefabricated for receiving the 

beams, and thus the inner furnishings, are extended coaxially through the inner 

fairing, so that the supports for the inner furnishings can be mounted through the 

wall profile and through the inner fairing by a bolt connection.

15

Alternatively it is possible to weld the supports for the inner furnishings to 

the wall profiles. Thus, a cutout is fabricated in the inner fairing in the portion of a 

support at the wall element, so that the support directly abuts to the inner surface 

of the wall element through the cutout in the inner fairing. After placing the

20 support in conformal contact it is preferably pre-positioned in the intended 

assembly position by a bolted connection, which interacts with the support 

through the prefabricated receiver of the wall profile. Subsequently, the support 

is welded to the wall profile at its end adjacent to the inner surface of the wall 

profile.

25

The cutout in the inner fairing preferably has a shape and size which 

assures on the one hand that the free end of the support is sufficiently 

assessable for performing the welding and on the other hand that no 

unnecessarily large opening is created in the inner fairing.

30

When producing the wall profiles, the receivers necessary for supporting the

inner installed components, in particular the bore holes are fabricated into the

respective wall profiles, thus depending on the configuration of the round

9
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9 container, the receiver, in particular the bore holes are fabricated in the wall 

profiles in the required number, size and at the desired position.

When setting up the wall profiles, wall profiles which comprise a receiver for

5 a support are set up at predetermined positions. The positions of the wall profiles 

with a receiver are determined by the position of the supports to be received.

A round container according to the invention can thus comprise wall profiles 

with different receivers for the supports of the inner furnishings along the

10 circumference, or it can also comprise wall profiles without receivers along the 

circumference.

In the embodiments of the invention in which a support is bolted and not 

welded to the wall profiles, the end of the support contacting the inner fairing is 

15 sealed along its circumference by a weld between the support and the inner 

fairing. Thus, it is prevented that liquids or solids can exit from the inner portion 

of the round container at the joints between the supports and the wall profiles.

In one embodiment of the invention the wall profiles are comprised of

20 stainless steel. Thus, it is possible with this embodiment to omit a separate 

fairing. In order to assure a tight demarcation of the inner portion of the round 

container with the smallest unevenness possible by means of the wall profiles, 

the joining edges between two respective wall profiles bolted to one another are 

additionally welded together in this embodiment of the invention.

25

In order to assure that the height of the wall profiles is as even and identical 

along the circumference of the round container as possible, it is advantageous to 

level any unevenness of the ground by coarse leveling by leveling the wall 

segments or the wall profiles to a predetermined height e.g. by placing spacer

30 elements under the wall profiles before setting up the wall segments.

After finishing the circumference surface of a round container, an eaves ring

for mounting a cupola roof is generally placed onto the upper annular end of all

wall profiles.

io



20
09

20
16

00
 

22
 A

pr
 2

00
9

Depending on the application it is required that the round container 

comprises an outer fairing which is adapted to the application.

5 In the embodiment with C-shaped profiles as wall profiles it is advantageous

when an outer fairing is mounted to the wall profiles from the outside by mounting 

a support beam to the wall profiles from the outside.

Thus, the side arms of the C-shaped wall profiles are bent over again at 

io their free ends, so that they partially cover the open outer side of the C-profile.

Support beams are inserted between the two bent over free ending fine arms of 

the C-profile, wherein the support beams are mounted with undersize at the free 

arms and mounted horizontally with reference to the free distance between the 

two free ending arms of the C-profiles.

15

After mounting the support beams at the wall profiles cover plates are 

mounted at the support beams, which cover plates stand vertically and form the 

outer shell for the round container. Trapezoid plates are particularly suitable as 

cover plates.

20

The intermediary spaces created between the wall profiles, the support 

beams and the cover surfaces are to be filled preferably with insulation material 

depending on the application of the round container in order to thermally insulate 

the interior of the round container relative to the ambient.

25

c) Embodiments
Embodiments according to the invention are described in an exemplary 

manner, wherein:

30 Fig. 1 shows a perspective illustration of a round container

according to the invention;

Fig. 2 shows a detail of a connection between two wall profiles;

11
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9 Fig. 3 shows a side view of a wall segment placed on a segment jig;

Fig. 4 shows a top view of the subsurface of the round container; and

5 Fig. 5 shows a perspective view of the outer fairing of the round 

container.

The round container illustrated in Fig. 1 is substantially comprised of a 

plurality of a vertically standing wall profiles 2, which plurality forms an enveloping 

10 surface defining the round container and the round container is comprised of a 

cupola roof 21 placed thereon.

The wall profiles 2 are connected in groups one after the other at an 

assembly angle 25, so that the wall surface is created. The wall profiles are thus 

15 set up relative to one another, so that they follow the circular circumference line 

on the subsurface in a polygon shape. An eaves ring 19 is placed on the upper 

end of the enveloping surface, which eaves ring connects the cupola roof 21 

covering the round container with the plurality of wall profiles 2.

20 The round container 1 comprises an air inlet 22 and an air outlet 23 at one

location along the circumference at different elevations, which inlet and outlet are 

intended for supplying air to the round container 1 and for releasing air from the 

round container 1 and said inlet and outlet are provided by using custom profiles.

25 The wall profiles 2 are C-shaped in cross section and are comprised of a

center arm 20a and comprised of bent over side arms 20b and 20c at both 

transversal ends of the center arm 20a. The extension of the center arm 20a 

visible in the cross section corresponds to the width of the profile 2.

30 The wall profiles 2 comprise a length which substantially corresponds to the

wall height 3 to the round container 1.

The C- shaped wall profiles 2 are disposed along the enveloping surface of 

the round container, so that the inner surface 2b of the wall profile 2 which is

12
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9 disposed on the inside in radial direction 11 ofthe round container 1 is configured 

by the center arms 20a and the open sides of the C-shaped wall profiles 2 and 

the side arms 20b and 20c point outward in radial direction 11.

5 In the illustrated embodiment, the ends of the bent over side arms 20b and

20c which face radially outward in assembled position, are bent over one more 

time, so that the bent over ends 20b’, 20c’ of the side arms 20b, 20c partially 

cover the open outer side of the wall profile 2. thus, the ends 20b’, 20c’ of the 

side arms 20b, 20c are bent over, so that the ends 20b’, 20c’ extend substantially 

io parallel to the center arm 20a.

At the radially inward oriented inner surface 2b ofthe wall profiles 2 an inner 

fairing assembled from plural inner plates 15 is mounted. The inner plates 15 are 

thin flat stainless steel plates which comprise a rectangular outline.

15

In the embodiment ofthe invention shown in Fig. 2, in which the round 

container 1 is a germination box, the inner plates 15 comprise a longitudinal side 

with a length which substantially corresponds to the length of the wall profiles 2.

20 In order to mount an inner plate 15, it is placed against the inner surface 2b

of the wall profiles 2 forming the enveloping surface of the round container, so 

that e.g. the longitudinal side of inner plate 15 extends substantially in parallel 

with the direction of extension ofthe wall profiles 2. The inner plate 15 is 

subsequently attached along one of its longitudinal sides to the wall profile 2 by

25 means of a sport weld.

The second inner plate 15 joining the first inner plate 15 is applied to the 

inner surface of the wall profiles 2 forming the enveloping surface of the round 

container 1, so that a longitudinal side of the second inner plate overlaps the 

30 longitudinal side of the first inner plate, which longitudinal side is fixated at a wall 

profile 2 by means of the spot weld and so that the other longitudinal side of the 

second inner plate 15 conformally contacts the inner surface 2b ofthe wall 

profiles 2.

13
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9 The second inner plate 15 is welded continuously along its longitudinal end 

to the first inner plate 15 at the longitudinal side of said second inner plate which 

second plate overlaps the first inner plate 15. The other longitudinal end of the 

second inner plate, which contacts the inner surface of the round container, is

5 connected to the inner surface 2b of the wall profiles 2 by means of a tack weld.

Thus, an inner fairing is created, in which only the seams lie open at the 

overlapping ends or possibly at the longitudinal sides of the inner plates 15 and 

thus no gaps or larger uneven areas are provided in the inner fairing of the round 

io container 1 formed by the inner plates 15.

The respectively adjacent wall profiles 2 are connected by bolts at an 

assembly angle 25. An angle is designated as assembly angle 25, by which a 

wall profile 2 is pivoted relative to a previously set up wall profile 2, based on an 

15 assembly in which the inner surfaces 2b of the two wall profiles 2 extend in

parallel to one another, so that the circumference line 4 is approximated by the 

erected wall profiles 2.

In the embodiment shown in Fig. 2, the first and second side arms 20b, 20c 

20 of the wall profiles 2 are bent at a bending angle 2’ relative to the center arm 20a,

which bending angle is greater than 90° by half the assembly angle 25.

The side arms 20b, 20c of the wall profiles 2 in Fig. 2 are bent over twice, 

and thus form opposite arms 20b’, 20c’, extending substantially parallel to the 

25 center arm 20a, and the side arms form free ending arms 20d, 20e. The two free 

ending arms 20d, 20e, opposed to one another within a wall profile 2, constitute 

connection surfaces, where support beams 16 extending between the free ending 

arms 20d, 20e can be bolted down.

30 Fig. 3 shows a segment jig 12, where plural wall profiles 2, lying adjacent to

one another with their center arms 20a oriented upward, are bolted together to 

form a wall segment 9 before being set up, and wherein inner plates 15 for an 

inner fairing are mounted to the wall profile 9, while lying on the segment jig 12.

14
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9 The segment jig 12 comprises a curvature which assures that the wall 

profiles 2 bearing on the segment jig 12 are positioned substantially at the right 

assembly angle 25 relative to one another. Thus, the wall profiles 2 can be 

connected with one another in the segment jig, so that the inner surfaces of the 

5 wall profiles joined to form a wall segment 9, form a polygon section, which 

polygon section is approximated to the curvature of the circumferential line 4 of 

the round container 1.

The wall profiles 2 are placed onto the segment shape 12, so that the inner 

10 surfaces 2b of the wall profile 2 face away from the segment jig 12. Thus, the 

inner surfaces for mounting the inner plates 15 are freely accessible.

In order to mount the inner fairing, inner plates 15 are mounted from the top 

at the inner surfaces 2b of the wall profiles 2 in the configuration of a segment jig 

15 shown in Fig. 3.

Mounting the inner plates 15 at the wall profiles 2 is preferably performed as 

described supra with inner plates overlapping one another like fish scales.

20 The inner fairing of a wall segment 9 is mounted, so that the inner fairing

protrudes in circumferential direction 10 beyond one end of the wall segment 9. 

Thus, the inner fairing of a wall segment 9 overlaps the inner fairing of an 

adjacent wall segment 9, after setting up and assembling two wall segments 9.

25 After connecting the adjacent wall segments 9, the end of the inner fairing

protruding beyond the axial end of a first wall segment 9 bears on the inner 

fairing of the subsequent wall segment 9, this means, both inner fairings overlap 

like fish scales.

30 The overlapping end of the inner fairing of the wall segment 9 is welded to

the inner fairing of the adjacent wall segment 9 along the overlapping longitudinal 

end. This assures that the inner fairing comprises also only minor surface 

unevenness due to the welds between two wall segments 9.
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9 Before setting up the wall profiles 2 or the wall segments 9, a center point

14 is preferably marked on a subsurface 13, as shown in Fig. 4a, and said center 

point is physically implemented, so that it is fixated. A circular circumference line 

4 is drawn about the center point 14 at the radius of the inner surface of the

5 round container to be produced, which circumference line is used as an 

orientation for setting up the wall profiles 2 and the wall segments 9.

In a subsequent step, the circumference line 4 is divided into target arc 

sections 6a of equal size and the ends of the target arc sections 6a are

io characterized by one segment marker 6 respectively. The target arc sections 6a 

define a segment of the enveloping surface of the round container 1, which is to 

be configured by a defined number of the wall profiles 2, or by a wall segment 9.

Subsequently, the setup process is described with reference to an

15 embodiment of the invention in which a defined number of wall profiles 2 is joined 

to form a wall segment 9 before being set up.

However, said procedure is also possible without the preassembly of a 

defined number of wall profiles 2 to form a wall segment 9 by setting up a defined 

20 number of wall profiles 2 one after the other, starting at a starting point, and 

moving along the circumference line 4 and bolting them to the subsurface 13 and 

to one another, instead of setting up a wall segment 9.

A wall segment 9 is placed at the starting point 5 of the circumference line 4 

25 and bolted to the subsurface 13 along the circumference line. Thus, a first target 

arc section 6a, which starts at the starting point 5, is covered by the set up wall 

segment 9.

Thereafter the distance of the end of the wall segment 9, which is the end of 

30 the last wall profile 2 of the wall segment 9 in circumferential direction, is 

measured relative to the position of the associated segment marker 6 in 

circumferential direction. In the subsequent step, a filler plate 8 is mounted to the 

end 9a of the wall segment, if the deviation is greater than a predefined undersize 

threshold value 7. The filler plate 8 comprises a length which corresponds to the
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9 length of the wall profile 2, a width which corresponds to the length of the side 

arms 20b or 20c, and a thickness which approximately corresponds to the 

undersize threshold value 7.

5 Through the flush mounting of a connection plate 8 with its ground surface

at the outside of a side arm 20b, 20c contacting the end of the wall segment 9, 

thus the undersize of the wall segment 9, which corresponds to the distance of 

the end of the wall segment 9 to the segment marker 6, is corrected or reduced.

io In the subsequent step, another wall segment 9 is mounted to the end of the

first wall segment 9, and disposed in circumferential direction 10 at the end of the 

first wall segment.

In order to cover the round container 1 from the outside, cover plates 17, in 

15 particular trapezoid, are mounted to the radially outward oriented open sides of 

the wall profiles 2 as illustrated in Fig. 5.

The cover plates 17 are connected with a plurality of support beams 16, 

which are mounted to the wall profiles 2. In Fig. 5, two support beams 16 are 

20 illustrated as examples for the plurality of the support beams 16, which are 

mounted respectively between two free ending arms 20d, 20e of the wall profiles

2.

In particular in the embodiment of the round container 1 as a germination

25 box, an insulation layer 18 is inserted into the intermediary spaces defined by the 

wall profiles 2 and the cover plates 17, so that the inner cavity of the round 

container 1 is insulated relative to the ambient.

Mostly before placing the roof, the installations in the interior of the round

30 container 1 are performed, which are still necessary.
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20

25

Reference Numerals and Designations

1 round container

1a inner wall

2 wall profile

2’ arm angle

2a outside

2b inner surface

3 wall height

4 circumference line

5 start point

6 segment marking

6a target arc section

7 undersize threshold value

8 filler plate

9 wall segment

9a end of wall segment

10 circumferential direction

11 radial direction

12 segment jig

13 subsurface

14 center point

15 inner plates

16 support beam

17 coverplate

18 insulation chamber / insulation

19 eaves ring

20 C-profile

20a center arm

20b first side arm

20c second side arm

18
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5

20d,e free ending arms

21 cupola roof

22 air inlet

23 air outlet

24 mounting means

25 assembly angle

o o CM
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2 The claims defining the invention are as follows:

1. A method for producing a round container on a subsurface, in particular a

germination container or a kiln drying container in a malting operation

5 through assembling a plurality of wall elements, wherein

- wall profiles, which are continuous over the wall height of the round container 

are continuously set up along the circumference and

- connected to one another and to the subsurface wherein before setting up the 

wall profiles:

o - a circumference line is created on the subsurface;

- starting at a starting point on the circumference line, segment markers are 

drawn along the circumference line, which constitute target positions for the 

end of a wall profile after a defined number of wall profiles, and after setting 

up and bolting together the defined number of wall profiles starting at the

.5 starting point,

- an undersize is measured, which shows the deviation of the end of the last 

wall profile from the defined number of wall profiles, relative to the segment 

marker; and

- when the undersize comprises at least the value of an undersize threshold

.0 value, a filler plate is attached to the end of the last wall profile;

- wherein the width of the wall profiles is smaller than the width which was 

assumed for computing the target arc section and which was assumed for 

determining the position of the segment markers for the particular number of 

wall profiles.

»5

2. The method according to claim 1, wherein the circumference line is created by

marking the center point, physically implementing it and creating the 

circumference line about the center point.

30 3. The method according to claim 1 or claim 2, wherein the wall profiles are

specifically manufactured according to the radius of the subsequent round 

container.
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2 4. The method according to any one of the preceding claims, wherein plural wall 

profiles are joined to form a wall segment before being set up and wherein 

the wall segment is bolted in setup condition to the preceding wall segment.

5 5. The method according to any one of the preceding claims, wherein the wall

profiles, while lying flat, are assembled into wall segments in a segment jig, 

whose curvature corresponds to the wall curvature of the round container.

6. The method according to claim 5, wherein an inner fairing, is mounted to the

o inner surface of a wall segment through welding, in particular along the

circumference, while the wall segment is still disposed in the segment jig.

7. The method according to claim 6, wherein the inner fairing is compromised of

inner plates which are applied so that they overlap like fish scales in the

5 circumferential direction of the wall segment.

8. The method according to claim 6 or claim 7, wherein the inner fairings reach

beyond the wall segment on one side in the circumferential direction.

:0 9. The method according to any one of claims 6 to 8, wherein

- the inner fairing is drilled through coaxial with the mounting bore holes in the

wall profiles, which were already fabricated during the fabrication of the wall 

profiles; and

- internally installed components are mounted by bolting through the wall profile

25 and the inner fairing.

10. The method according to claim 9, wherein the supports of the internally 

installed components are sealed by a weld at the inner fairing.

30 11. The method according to any one of the claims 6 through 8, wherein

- cutouts in the inner fairing are fabricated in the portion of the mounting bore

holes of the wall profiles for placing supports of the internally installed 

components against the inner surfaces of the wall profiles;

- the supports are bolted to the wall profiles for preliminary positioning; and

35 - the supports are welded to the wall profiles.
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12. The method according to any one of the preceding claims, wherein

unevenness of the subsurface is compensated by coarse leveling of the wall 

segments before setting up the wall segments.

5

13. The method according to any one of the preceding claims, wherein an eaves

ring for mounting a cupola roof is placed onto the upper annular end of all 

wall profiles, set up to form a round container.

.0 14. The method according to any one of the preceding claims, wherein the round

container is a germination box.

15. The method according to one of the preceding claims 1 through 14, wherein

the round container is a component of a kiln drying system.

.5
16. The method according to any one of the preceding claims, wherein support

beams with undersize are mounted from the outside between the wall 

profiles in order to mount an outer fairing.

Ό 17.The method according to claim 16, wherein cover plates, in particular trapeze 

plates for covering non-covered portions of the wall profiles are mounted to 

the support beams.

18. The method according to claim 17, wherein insulation material is placed into

25 an insulation chamber, which is comprised of the intermediary spaces

between the wall profiles, the support beams and the cover plates.

19. The method according to any one of the preceding claims 1 and 2, and 4

through 18, wherein the wall profiles are produced independently from the 

30 radius of the subsequent round container.

20. A round container, in particular a germination box or a drying kiln in a malting

operation, which is set up on a subsurface and whose circumferential wall 

comprises a wall height and which is assembled from a plurality of wall

35 elements disposed along the circumference line, wherein
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2 - the wall elements are vertically standing wall profiles;

- the height of the wall profiles is the wall height of the round container;

- the wall profiles are bolted to the subsurface and to one another,

- at least one filler plate, which comprises a thickness which substantially

5 corresponds to an undersize target value threshold, is mounted between two

wall profiles in order to compensate for an undersize of the wall profiles in 

circumferential direction,

- the wall profiles are configured C-shaped in cross section with bent over free

ends, wherein the open sides of the wall profiles face radially outward in 

.0 assembled state of the round container,

- the width of the wall profiles is smaller than the width which was assumed for

computing the target arc section and which was assumed for determining 

the position of the segment markers for the particular number of wall 

profiles.

.5 21. The round container according to claim 20, wherein the wall of the round

container comprises special profiles different from the wall profiles, which 

special profiles comprise reduced height for generating air inlet and air outlet 

openings.

!0 22. The round container according to claim 20 or 21, wherein the wall profiles

are configured with bent over free ends which are bent over twice.

23. The round container according to any one of the claims 20 through 22, 

wherein the wall profiles comprise flat inner surfaces, which face radially

25 inward in the assembled state of the round container.

24. The round container according to any one of the claims 20 through 22, 

wherein the wall profiles comprise radially inward oriented inner surfaces in 

assembled state of the round container, which comprise a constant

30 curvature over the length of the wall profile, which curvature substantially

corresponds to the curvature of the circumference line.
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wherein the wall profiles comprise radially inward oriented inner surfaces in 

assembled state of the round container, wherein the inner surfaces are at 

least bent over once over the length of the wall profile and wherein the inner

5 surface describes a polygon section visible in top view, which is

approximated to the circumference line.

26. The round container according to any one of the claims 20 through 25, 

wherein the wall profiles are closed in outward direction through cover

0 plates, wherein the cover plates are mounted to support beams which are

permanently connected to free ending arms of the wall profiles.

27. The round container according to any one of the claims 20 through 26, 

wherein an insulation chamber is defined by the C-shaped wall profiles, the

5 support beams and the cover plates, into which insulation chamber

insulation material can be filled.

28. The round container according to one of the claims 20 through 27, wherein

- a wall segment is assembled from plural wall profiles bolted to one another,

0 wherein

- the wall profiles are assembled at defined assembly angles, so that the wall

segment comprises the curvature of the subsequent circumference line, and

- an inner fairing is mounted to the inner surfaces of the wall segment.

29. The round container according to claim 28, wherein the inner surface

25 comprises at least one inner plate and the inner fairing reaches beyond the

wall segment on one side in circumferential direction.

30. The round container according to claim 28 or 29, wherein plural inner plates 

are disposed at the inner surface of the wall segment, so they overlap with

30 one another in circumferential direction like fish scales.

31. The round container according to any one of the claims 28 to 30, wherein 

the inner plates are made from stainless steel.
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32. The round container according to one of the claims 28 to 31, wherein the wall 
profiles are made of stainless steel.
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