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METHOD FOR MAKI NG AN | NSULATI NG AND Tl GHT WALL FOR A
TANK This present invention concerns a nethod for the
creation of an insulating and sealed wall for a tank,
incorporated into 5 a bearing structure, such as the
hul | of a ship for exanple. These tanks can be those
used in ships for the transportation of |iquefied gas
for exanple. They nust be perfectly seal ed and
METHAD HORMMAKING e (INSYLAT I&en PPN TIGHEUWALEJFgBSAQTANK
| ow tenperature and to limt its evaporation. 10
Referring to figure 1, these walls are generally
conmosed pife sdit0 ISHEERSSINY & 3R nRg dTeEyaReS ot e creation
first a primary menbrane 10 in contact with the ,
Opragtugtsigitidihedd P aned ak lankPt e tatrerinrorporated into
) rane | ace e n_ th I
@ rre%r gﬁ{e)élto%a@r% t He%%églr %(r%gc&g?r El\g{t%gr 8%58 e\&mh?ﬁrf%sﬁeg}éample'
t wo THeseenbraries beamg &kt erthatsed widdd t wont hehmakl y for  the

I nsul at,i barriers 20,.40. We are thus famli W th
R A BonBos el TUTE b G y EF AT 20 ey Must e
pASS0ai1at eds M tdy @ phimaeyrreEbeaney 1@nisn1bNVAR Orcd N contain
stainless steel, and with a secondary insulation 40 ,
Liggddiogt e swiath 09 | e @ 6t e iagid secloifdr yL @ evaporation.
ﬁr@[mr . ¢Thi.s_seco n 0
: eastﬁ%ﬁe&pcgﬁ F?faoﬁé t |n5yerreq§a %cgg e tg?{g%%@% Tomposed ot
tval wdauasmifver sexanplee, mengd etk s, n thesandwtche et veerny membrane

two glass fibre fabrics, wth a binder possibly
1 FARECheSEbh BoEwiir Tt JTaSs fTsH | & ahGe gk and the
ot dHm Bi UBLcbAMBEyI Snamst &l Wd h 36%ef Bkekebnt hahel Sorimary
25 thermal |y st abl e between m nus 200C and pl us 400C.
meiranensylat # g dntk sglbad ngal PEre¢tihese Ganks thr ethese two

me%b%{a?{)easbl %eiglr eata%]dceq}{‘gt&ed agpi ! yftvpof atﬁegmaplfl insulating
pretabricate gpane S. y current s andards, ea

bayrefealy i20gt eld panelatastide Heneriadr wehapecafk avalls composed

rect angul ar far al | elggi Egd with the ?,r,i mary 30, b
off s UPBRHTHNY ef BRBNET 20" anl PRECSEREREaNY FingulRkiThiFY membrane
18| emEntngAr - yWhen SeerafiherLaboyesc T eSRELE | Veky Navif-ondary
the shape of a first

insulation 40 associated with a flexible or rigid secondary
membrane 30. This secondary membrane 30 includes at least one
continuous thin metallic sheet, in aluminium for example,
glued in a sandwich between two glass fibre fabrics, with a
binder possibly ensuring cohesion between the glass fabric and
the aluminium. Invar 1is a steel with 36% of nickel that is
thermally stable between minus 200°C and plus 400°C. The
insulating and sealed walls of these tanks are preferably
created by the assembly of a set of prefabricated panels. By
current standards, each prefabricated panel has the general
shape of a rectangular parallelepiped, with the primary
insulation element 20 and the secondary insulation element 40,
when seen from above, respectively having the shape of a first

rectangle and of a second rectangle whose sides are more-or-

less parallel, with the lengths and/or the width of the first
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rectangl e and of a second rectangl e whose sides are

nore-or- |less parallel, with the | engt hs and/or the

width of the first 2 rectangle bei ng | ess than those

of the second rectangle, in order to create a

peri pheral lip. The peripheral lips of the adjacent
secondary insulation elenents 40 and the |atera

wal I's of the primary insulation elenents 20 form
retaamel s R4ing Jisch daan exhend overtidestabhd| emgitkngle, in

h, or ht of the. tank.. The ntinuit t he

OX%Q%HF§ |%§ulatﬁoﬁﬁﬁf3§§%% |%%%d s PnseP%eral Elps of the
adrasephat ex2hdanryt henehaanebs Zéllerhemw dero t@ndensuée lateral
the continuity of the secondary nmenbrane 30, at th

LR OBfttlﬁepjraﬁet—"t/oﬁnﬁétl@ééﬁntﬁéeaﬁpéée 0 ﬁai@tschétwls 24,

wisBhid 10, peLipheraleli Pcarg 1goMeredy , befione kﬁehelght of the

installation of the said baseplates’25 wth
tdnlexi bhe sheeingtitypod5thenginidiany MHSNLammeNﬁQ is achieved

conti_nuous th| II ic,sheet. The fitti
o P EPEL  Band e Tsss a1 68 vehy SPNBETBr gledulos SFder £
e@d\fre athbgtbcdﬁgtrrﬁgtqf f)Et tiyg PEEEhS&H PP, nehbEer 1O, at the
guarantee the 15 thermal insulation and the sealing o

Le¥el t ahk tiPhel Yralei®ry BELWERB fiwexi i Ea&tdet PELELp! sﬁhe said
p%ﬁ{%ﬁeﬂ éh%%e“@é‘tféﬁe@et\@% Bret “@q@dtﬁ“s‘@ﬂé@?{‘%sof the

nust particularly precise and robus in or
sxiopebaw ¢l 4 thes var i oustheehdidiexadblst résses sandg 035, including
IEVﬁ per f or mance over In_fact the tan
[

=GR ER B I Ut St ad: Sy ot reets hEe,fiteing of

tHdwe cootidgaf gheetankecdeforedd J&rf idd €04 O V&EYdures and
| ow tenperatures, of the order of -160C for nethane

af%%g%x§%¥%e of 6VEAlAS PERCASioN70En eaWergite Fiamntee the

r t f t tr [
]eeﬁgfgt a%gl%g&?ﬁaﬁiﬁaghgﬂ&%h$§.@$%45%§gddﬁflo ) eing of
tmmeﬂlmmmbh@ shéwet shipips3sSubpected tseatamhist ressesd between

such as those fromthe s II or the.waves, which can
EFRSTR ST dBROF Nt MBS oS | PSThiFRL ARt REFEfGFe H Tobust,

i herd@t| 800kobBe with the various mechanical stresses and to
achieve performance over time. In fact the tanks of such ships
are subjected to many stresses. Thus, the cooling of the tank
before it 1is filled to very low temperatures, of the order of
-160°C for methane for example, or even as low as -170°C, can
give rise to stresses due to the different thermal
contractions of the materials making wup the walls. In
addition, when moving, the ship is subjected to many stresses
such as those from the swell or the waves, which can result in
deformations of its hull and therefore of the walls of the
tank as a consequence. The movements of the cargo can also
create stresses due to high pressure or back-pressure on the
walls of the tank. Thus, the Jjunction zones between adjacent
panels are zones which are subjected to various traction,
compression and/or shear stresses, and they must therefore

maintain good mechanical performance over time, in order not
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tank as a consequence. The novenents of the cargo can

al so create stresses due to high pressure or

back- pressure on the 30 wal | s3of the tank. Thus, the

junction zones between adjacent panels are zones

whi ch are subjected to various traction, conpression

and/ or shear stresses, and they nust therefore

mai nt ai n good nechani cal perfornmance over tine, in
tor dereaiot et cchrglakiithe coht i the t ysefondar wectralar yoarrier.

seal barrier. _However, .it turns qut that this ,
H%é%%%%hrﬁtséé]:E%r??ertﬁgﬁz Féﬁ%e&%ﬁ?ngfﬁpbi?e%%ngarrler had
t avehkdi eSS esx h il pagdriee WS ki egas € noh thert Puwleingrafarding the

the flexible sheet strip. 5 The invention ains to

Iy the et drigiemtlicoted <dr &Fdcks of the prior art.
I't {15 ﬂﬂbéﬁﬁfdﬁnﬁfﬂstﬁbr¥éﬁ%%§? @h@ﬁif6¥bﬁgntioned drawbacks

wi thstanding the cold, I1n particular in respect of
off eprooducidi lanty. and durability when gl ueing the
flexible sheet strip. 10 This present_invention . .
therldf Grd hat 4§ T Wi oct B CRRthoy Tortqhe t Withstanding
tied eabolen ofna pvaddiafla heat - raspéat edbt apkphkebuctBelity and
contai nment of a fluid, such as a liquefied gas,

dyfrRtor porat et e ine bédr ifdgxstrlecsiee tofta18hi p,

wher-g, :thi isngl ude ' ealing fran :

in ggﬁfgc rﬁﬁ?hktﬁgﬁaS p?ggugﬁéggg¥5§nggk$nagﬁgp%ing?bjGCt @
megt hprd nfery theramedatiinsul @t iorwabaref ex  heatsecondaatyed tank for

seal i ng. nenbrane apd a secondary thermal insul ation
ar e %HHW@%iedofo ?he%ggé VnéS§F ucti§r e @ witHlugHed gas,

1irSdd p sepondary: seghd ngegﬁm%a_@eraedukaeoﬁaiad FEGONdAH e this
thermal insulation barrier being fornmed by the .
waglsls ehP{u@Es 20 préfaByi caldipanetsb g egn contact with the

oSV BRUINED o0 AP tpace, BELIEED LR AhACE L ion
bahei esai ta chanoedaapoveal hegsakcdbenpty aspace detawinry thermal
i&%ﬁﬂ%ﬁ?é&e gr ?le%bﬂgéég§§rtéotﬁgfuégagyggC%QEb%%bg%, with
the said secondary sealing membrane and the said secondary
thermal insulation barrier being formed by the assembly of
prefabricated panels placed side-by-side with an empty space
between two adjacent panels, with a flexible sheet strip being
glued in the said channel above the said empty space between
two adjacent panels, in order to ensure the continuity of the
secondary seal, with the said primary thermal insulation
barrier being formed by the assembly of prefabricated panels
placed onto the panels to form a channel above each empty
space, and with a more-or-less rectangular prefabricated
baseplate being assembled in each channel above each flexible
sheet strip, characterised in that the assembly of the said
baseplate includes the following stages:

- application of two parallel longitudinal adhesive

strips onto the bottom surface of the said baseplate, with the
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secondary seal, with the said primary thernal
i nsul ation 25 barrier being fgrned by the assenbly of
prefabricated panels placed onto the panels to forma
channel above each enpty space, and with a
nore-or-1ess rectangul ar prefabricated baseplate
bei ng assenbl ed in each channel above each flexible
sheet strip, characterised in that the assenbly of the
S&xkd st 3OPBadd et eSepeIuHRS Phe 4 olPbwihgdsnagesentral space

tﬁH&ﬂﬂé&Hﬂéﬁh#ﬁfgﬁy% paral | el |ongitudi nal adhesive

strips onto e bottom surface of the said baseplate,
Wit h thiereingard St i psidei g sepaatad@ddye@ate in a channel
| ongi tudi nal central space that has no adhesive,. -

ek g ALt o SIS g UotRr 3 e BRSEHT ate TiF waid baseplate

oftfanned sONyorBefiigid bligsheet St rip, Oy Pressdir en%meing, the
the said baseplate 5 onto the said flexible shee

sastd i pongotuhana df rentghleisimg.cet hes sabd leengi taditiallly filled

wf@ﬂtJ§He§Pﬁﬁﬁ { u§1f$§§§ﬁ ngﬁé élgrjiéégdcog%ighous adhesive
adhesi've, thus formng a re-or-|éss continuous

laghesore thleayest s t Ber baté omrsuwHaceaoéplidee, and with this
and with this_ nore-or-less continuous

basepl at e, , .
MO Ve § By SN T 6T T ¢ HRE THE o 46t S0 BT G e sdiey 91ueing

off | exkblg isheeicsipi P ishe@Ldes £ 0, gYar AIURE thE $@Rhntee the
of the secondary sealing nenbrane. Advant ageously,
sehlr infg tdppldcatidany tsee ltihioc keeds aofe -.each

| ongj tudi.nal adhesive strip, f.or st andard hasepl at e,

o Al o T B e e et Rt R e £ each
lchd tugirald albheprieker abbyppbotidr 3.4 MPandard baseplate, is
Advant ageously, during application, the width of each
T Lﬁim %

Dg dHBsi Y& 3t 3 3% betR@Er D Bnd a0 fmf T, and

pfgyérfﬁﬁsfgﬁﬁghy:@bp%hthO mnm Advant ageously, for a
standard basepl ate whose tank side 20 area is 1000 mm

X 23Qvemtadeeusdtval duantit yaopl adheseve ithe width of each
longitudinal adhesive strip 1is between 90 and 110 mm, and
preferably about 100 mm.

Advantageously, for a standard baseplate whose tank side
area 1is 1000 mm x 250 mm, the total quantity of adhesive 1is
between 765 g and 935 g, advantageously between 780 g and 920
g, and preferably about 850 g.

Advantageously, for a standard baseplate whose tank side
area is 720 mm x 250 mm, the total quantity of adhesive is
between 550 g and 670 g, advantageously between 560 g and 660
g, and preferably about 610 g.

Advantageously, before the glueing stage, the width of
the said longitudinal central space is less than 20 mm, and
more than 10 mm.

Advantageously, after the glueing stage, at least 50%,
and preferably at least 75%, of the initial area of the

longitudinal central space is filled with adhesive.
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bet ween 765 g and 935 g, advant ageously between 780 ¢

and 920 g, and preferably about 850 g.

Advant ageously, for a st andar d basepl at e whose t ank

side area is 720 mmx 250 mm the total quantity of

adhesive is 25 between 550 g and 670 g,

advant ageously between 560 g and 660 g, and

preferably about 610 g. Advantageously, before the

gl udidygndeageusilive witdieh sfeid heddaisd vicongistegdi i@l  glue the

cent.r pac re than,10 .
ba§ ]§§kfbéght§3§o%§§§léystS%Q?ﬁng ? glnggstaégrﬁgae adhesive

oﬂ(ﬂﬁﬁ thidc onguath eprtefegroalyl yeatinl egpe . 75% of the
initial area of the |longitudinal central space is ,
f IPPeg ﬁﬁ?ﬁaéﬁﬁé§ﬁ&éC555ﬂ%ﬁvéﬁ¥é@é6&§?y, Qpers, of this

pradhesi venysediba ol ue t %%p%%srepﬁnézgs @ﬂeatﬁeyfl exi bL&4ing the

sheet strips is a curabl e adhesive
dasga-igonponenthiagpoXy llewisn t ypeh Theéereha$act@r|GMGcsﬁtached
dﬁﬁﬁuﬁdan&%_ s,_and o(t)@ersd Bf this ﬁS <§Q§§pt. . exambles

TS on T T Appedr hbred cPéalfy & redting tHéd pLes,
ardesiaer iwptiicon that follows, with reference to the

attached draw ngs, mhlch are provided by way of

non-Ti i ¥7AY éxAfpPes CheAAd PN VWRICAD Seitgane Of jas tank wall

tosmﬁ@lt 'tchl\é' %We's%n%ecitn'v%?ltqfon c'éﬂmépwg 10 to which

hi's present “i nvention can apply, re 2 is a
enlafgédg@nd Qch@nailenlﬁﬂg&de@n@|emhematuhedbmanédd view of
ures 3 and 4 represent views

a of fi -
t%%rﬁ e & ﬁat o#lgﬁlg re 1, before and after the

fittd ngi@firasbasephat e 15prespget ivelys andirati g ethat of
5is a schematic plan view of the bottomsurface of a

fiagepl dtre, PEfftadte appld catfitet ofthche fdHegidve aihd @ baseplate
régﬂgyﬁ%vely, and

- figure 5 is a schematic plan view of the bottom surface
of a baseplate, after application of the adhesive and before
assembly.

The invention applies to a tank wall such as that
represented in figure 1, and already described above. More
particularly, it concerns the glueing of the baseplates 25 in
the channels 24 formed between the panels B of the primary
thermal insulation barrier 20, above each flexible sheet strip
35 ensuring the continuity of the secondary sealing membrane
30. Surprisingly, and after much research and many tests, the
inventors observed that the glueing characteristics of these
baseplates 25 affects the strength of the glue in the flexible
sheet strip 35.

Thus, according to the invention, after glueing of the
baseplate 25, when the adhesive layer on the latter is more-
or-less continuous, then this more-or—-less continuous adhesive
layer relieves and reinforces the glueing 36 of the flexible

sheet strip 35, particularly in the event of high stresses.
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assenbly. The invention applies to a tank wall such as

that 20 represented in figure 1, and already

descri bed above. More particélarly, it concerns the

gl ueing of the baseplates 25 in the channels 24

fornmed between the panels B of the primary thermal

i nsul ation barrier 20, above each flexible sheet strip

35 ensuring the continuity of the secondary sealing

mérbpadéngs t30. tEﬂrme§mmgbyl anee afeehoduch rekearch of the

ny tests, |nv ntors observed that the,

oA o harnct s | SPfcs CBP T ReSe 2 hastiPhr Carsg includes the
agd fiecdts drhe stuengtd wicddie glamden dhe fdexddlee 25, of two

sheet strip 35. Thus, according_ to_the_ invention, .
MR PINFE ng L6C{EREUL3E basepRalelos, lamehteenal  adhesive
S Q§§|W3%; Q@tﬁ@gnléﬂéﬁr '§og§3%ud95ahe%%nté

cont 1’nuous, en this nore-or-| continuous adhesi
pﬂeﬁﬂﬂahkylmeE andldEhnbdrd@$ﬂtuhqﬁL&@n@n36motethean 10 mm.

bl e heet i p 35, artlcul rly t he event_ of .
A Vad})icasgleréjss eAccpoerrdll éj%envgr#“ o tHgmfered, in
pdretihad of ol U@tcﬂ‘@r of ot G@a@@ﬁ@@leattﬁ% 25 ddvn1the ghaymel Scrogen.
24 therefore includes the application, onto the

IhotittonPEBEPABELEf ANBhAsep| dtaciEme ofoe wseﬁbr Boorapkg these
r’?ecélwu%) 1 9@r algl el, d.ongjt I%?'Sgl natlaéjhgﬁ% S 9k Irps imensions

eeplng en them a | ongi cen space 28,
(vpmﬁﬂerabﬂyngthh aand dt thafckhess) thaMBZOvaﬂd_anelhhamnlng a

mm_, Advant ageously, the periphera 9.is
ngﬁatr‘?fn&rl &4, r?or% Clﬂré‘nmﬂiaﬁp Sordér e?&kl E&%ﬁﬁﬁé‘@et he
CTF1§U|k§%1téé§ﬂanesmt2509@a{h pkt d 95§£§ﬁ§b|<§1rﬁeﬂ%lcﬁqs, but two

machi ne be used to apply these 10 adhesive strips 26,

tms iaf degeP led cengr eselveiln dhrensions (vvl dt h,
h
STBSAnt Al T y- Conar o D7 At o Rl OB 4, 1000 * 250

mn'ljhe:}"lm%meﬁle& 20 vtk dee wofl lvard i dj men]s@%an(st;hatxutis between
WO
755 g and 935 g), advantageously 850 g £ 8% (that is between

ace 28,

780 g and 920 g), and preferably about 850 g.

For a standard baseplate with dimensions of 720 mm x 250 mm,
the adhesive grammage will be 610 g + 10% (that is between 550
g and 670 g), advantageously 610 g + 8% (that is between 560 g
and 660 g), and preferably about 610 g.

During application of the adhesive, the thickness of each
adhesive strip 26, 26’ for a standard baseplate 1is between 3
and 4 mm, advantageously between 3.1 mm and 3.6 mm, and
preferably about 3.4 mm. The width of each adhesive strip 26,
26’ is between 90 and 110 mm, and preferably about 100 mm.

It should be noted that the dimensions and the grammage of
the adhesive to be applied under each Dbaseplate cannot be
increased excessively, since too much adhesive would impede
the assembly of the said baseplates 25. In fact the latter
must be flush with the elements of the primary thermal barrier

20 at the level of their external surfaces. If there is too
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types of baseplate are used in the main. 15 Thus, for

a standard baseplate with dlnen5|ons of 1000 x 250

mm the adhesive granmage wil i’ be 850 g 10% (that is
between 765 g and 935 g) , advantageously 850 g 1 8%

(that is between 780 g and 920 g), and preferably

about 850 g. For a standard baseplate wi th di nensions

of 720 mm x 250 nm 20 the adhesive granmage will be

mEd0 gdiledD% (¢hathesbbetweesusi@ceg ahd 6B tg), will push the

adv tﬁgeousl¥ 610 8% (that is be

Wer B &B6aE 162059 BRI SH i Ry Lauicy

atof tHie adkesiye, whhent hhgkness ofeRack adbBespy¥enstyi Psealing
26, 26' for a standard baseplate is between 3 25 and

neRnedvidht @gfeoJNV@RbeﬁK/eeﬁt@lmlﬁ“ﬁﬁan@lt%eB mijeder 1s it
f.er 4 S

pcg%sﬁkglegg%a % ﬁ’betév%ﬁeen ‘h\?e V\érggéiltg{ e@c@@a%w Af/eche bottom

sqnﬁﬁ@ﬁabﬁy1ab9ubak@®lmmeI25shQMHidmwnotemddmu phevent the

|nen3|o and the gramage of the adhesive to be
& é&&ﬁa%&ggm StdCuaNfot Betha0t hhcr sdliag negative

r@@ﬁﬁecsmo\fel ¥, ®dNce-400 fyuch adpgsive vwl dHaPedeebhgte. The
assenbly of the said baseplates 25. In fact the latter
st s bed farshl ais Rriched B TemedR sOl‘bftTtEheaCﬁ”re?Eimvr%/ ttelrafal 26, 267
r.r.ie t £V I t ur
]%fa ‘{k#]efreefclgrge taCtholglel Cﬁ pr8%168%']% trngOtjt%l gra&eers to ensure
tisur faaeat itthe bat ter yubétanﬁﬂhlﬂya cbasepbame updhaedsye layer

t hus creatln an undesirabl e discontinuity  at this
2t 91 WAl v h481(5 raéfé&\ﬁehtnﬁéla&ﬂ%r%mseéwﬁgof having too

myETbr ane. 10,0f | NVAR, or st ainl eggegteekneNeid@indls i tor  the
5 possible to apply the adhesive onto the totality of

ba g Izgte,orands rfeaise tofc itrttal Usdsepl atfe t28, ngitwogenhi s
“ﬁﬁ'%‘ gﬁe"e?teéhga adhesive Tt om %Een?@ij 99 si dewa Pessed onto
W ﬁtesrrenegal resul%o?averlca

trappf 1 ek 4 10e té’&ae@tasgpfape35Tbeac§ba@as,th@| rwwannsmrwl channel

granna ge of the adhesive strips 26, 26
, above an empty space 45 existing between two adjacent

panels A. This pressure presses down onto the adhesive strips
26, 26’ so that the adhesive spreads sideways not only toward
the exterior, but also toward the interior, into the central
space 28. After assembly, the invention provides that this
central space 1is at least partially filled with adhesive,
advantageously to at least 50% and preferably to 75% of its
initial area. Thus a more-or-less continuous adhesive layer 1is
obtained. Even if there remain small isolated =zones with no
adhesive, it has been observed that the creation of a more-or-
less continuous adhesive layer above the flexible sheet strip
35 gives the latter much greater strength, 1in particular
regarding its glue 36, which will reliably resist the most
extreme stresses. On the other hand, with a glueing of the
baseplates 25 in which no continuous adhesive layer is formed,
it has been observed that the flexible sheet strip 35 1is

liable to exhibit weaknesses, and in particular to become
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10 are therefore calculated precisely, firstly in
order to ensure the creation of a substantially
conti nuous adhesive |ayer affer glueing, while also
elimnating any risk of having too nuch adhesive,
whi ch woul d i npede the assenbly of the baseplate, and
prevent circulation of the nitrogen. 15 Wen the gl ued
baseplate 25 is assenbled, it is pressed onto the
ddtaxidil e ahkethwst rgijve3sridaced lerkhelbothomeforadary sealing
Inqa%pnel 24, above an enpty space 45 existing between
jacent panels A This pressure presses down
ORtioahBagadhesyye sst réPs 126,526 sa thaturther adhesi vinesive
spreads sideways not onI%_tomard,ZO the exterior, but
lafgo Powated héCi ilets ochei nfbetHelcenbral Shabe 38. extends

f < d:he dnvent ig?§- t-hi
Slsie ﬁlﬁﬁslz a(:e&/issatl;\kt&9 #l&a}gltrglpé;pstrf(%\%y [ égﬁwﬁ%’ during the
gladghies] vef advantagedusley £6, attheasthb8%and26, 26’ of the
referably to ,75%of its initial area. Thus a .
b %Peléofre.|%§sW&Z&ﬁt iTfSus AtheSPREaFay & s D oBAFREES 3° of
tHverlickither espesmi sy | 3issol ated zones WtibNOpetween the
adhesive, it has been observed that the creation of a
AadhRreLRs | e%s ebdti nbeusuadhési vehepayerthabowelhelgdve of  the
i hle Dgg trip. 35 gives . r ﬂycg. e
bgsgtesﬁéln%cltehfl n StpaaftIIH:]ﬁ aorr5 l?ée%sgrc |I£1]§l+?gs&sglaue ,Vg%rv\h]?gaﬁgr atter
gmidingeliably resist the nost 30 extreme stresses. On
the other hand, with a glueing of the baseplates 25
iEhﬁmﬁéﬁeﬁaveoﬁﬁﬁﬂuaasgﬁdlﬁeéaf\?ehaﬁ@rla@% e, Pigferaply a
pdaandreenohsesved gt ot NeiHdexidl &r sheet ISR mddricht epoxy
li'able to exhibit weaknesses, and in particular to
e one- 18 reitracheld haagénsius give rise to leaks in the
sgeondary. seal Lng . repbrane,  fyant agegus! v, . a5, £aRbe.p o ¢o
seeninfrgure 2, the adhest Ve ?ayer used 1o glue
mddief f | exiebl resheel sdddqrideextends byslight lof beyonsgkample,

said flexible sheet strip 35. Thus, during the ,
without moving outside the scope of this present invention, as

specified in the attached claims.
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gl ueing of the baseplate 25, the adhesive 26, 26" of

the baseplate 25 will conme into contact with the

adhesive 36 of the flexible 8heet strip 35. This

interaction between the adhesives is also favourable

when t he adhesive of the 10 baseplate forns a

nore-or -1 ess conti nuous adhesive |ayer after gl ueing.

The adhesive used to glue the baseplates 25 is

preferably a pol ynerizabl &€I&IM3r abl e adhesi ve of the

t wo- conponent epoxy type with resin and hardener. 15

It is intended that those skilled in the art wll be

abl g to anodéfyod heoret hed, desaridedoabaveyhyl wap0f 2 heat-
~an exanple, wthout noving outside the scope of this
ISR | B8Nt | o9 &5e speetfiedchh tHe att such as a

R & SR R AT L g s o

a ashipj dwheweh @sisa wbslli quefliveld sgas, pkhoer posatédngntnembrane

t he bearing structure (50) of a ship, where this wal
(]iql}cl &Hesc%qﬁcftnai“’ﬁztgeé‘ilW%gpﬁﬁﬂ'ﬁ%ne&?%ﬁnq% ?:Bnt‘%ﬁe( tank, a
pitdy f hendrRguct ncantai pad Jatr ke t gik) , aa RECBRMry sealing
thermal insulation barrier (20), a secondary sealing
neyrs Ene( Y80) aatdaasseepAdary thisgradl linssdledtioon barrier (40)
i.er, (40 connect.ed to e in truct.ure
C%ﬁﬂﬁggéﬂ tﬁx%héggai %§§% dé?%ggﬁggﬁ%%g %%ﬁﬁraﬁ%H%hojthe said
seantthddrey sadadl isec orddrmaricheriml aridsidatdand barddretary thermal
. (40) being fornmed by the assenbly of prefabricated
Insde s o) Herdced si'de) byPsitae, SPeRedn Blpt Y spaeeemPly of
pAdAR)p DRt Meen LuR. adj aggnt, panel s and & Llexicbl 6, sheetn empty
15 strip (35) being gluedpln the said channel (24)
sratsove (4 he Satdecanpiie spdtectds) tberwsernitdwa adjlasemle sheet
s Rty RS (G5 Wi ez 4 A2 Hodd¥ the saia
empty space (45) between two adjacent panels (A) 1in order to

ensure the continuity of the secondary seal (30), with the
sald primary thermal insulation barrier (20) being formed by
the assembly of prefabricated panels (B) placed onto panels A
to form a channel (24) above each empty space (45), with a
more-or—-less rectangular prefabricated baseplate (25) being
assembled in each channel (24) above each flexible sheet strip
(35), characterised in that the assembly of the said baseplate
(25) includes the following stages:

- application of two parallel longitudinal adhesive
strips (26, 26') onto the bottom surface of the said baseplate
(25), the said strips (26, 26") being separated by a
longitudinal central space (28) with no adhesive,

- glueing of the said glue-treated baseplate (25) in a
channel (24) onto a flexible sheet strip (35), by pressure of
the said baseplate (25) onto the said flexible sheet strip
(35), so that after glueing, the said longitudinal central
space (28) 1s at least partially filled with adhesive, thus
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said primary thermal insulation barrier (20) being

formed by the assenbly of prefabricated panels (B)

pl aced onto panels A 20 to fofln a channel (24) above

each enpty space (45), with a nore-or-1|ess

rectangul ar prefabricated baseplate (25) being

assenbl ed in each channel (24) above each flexible

sheet strip (35), characterised in that the assenbly
fofmirhe saadrdasepleate cridbnuna wEsedihe fladjeowiarg the bottom

stages: 25 - applicatian of t aral |, l ongi tudinal
S %ﬁveogstF%ﬁs éf§?éi?560nr%5fhe H&gkonggaFfa&§§ﬁ or-less
cdheirsai b bagepd b 14¢5) , réhersatdngt £hpsS g(2€indb'of the said
bei ng separated by a |ongitudinal central space (28)

£igib o anesi werip glikei ngh oPTERE Sal dIgrtRNtgeated seal of
t eﬁsseeoéﬁaﬁl(f?fg&ﬂ‘&/ 30,6hannel; (,24) onto a flexible

sheet préssure of ' ‘the said baseplate
(25) onto the said flexible sheet strip (35) , so

that_after glueing, the said |ongitudinal central.
space (28) PE 2P cASEOpartialty 1960 vi ¢ RhadResfhe, during

appiUis ekl orf OrTAN G 18 B Ol ESSc1C O h HOus: dhesdnds ive strip
l'ayer on the bottom surface of the baseplate (25),
At h2hi s ivorleetoredress apontd nous addhaspgeoray r between 3.1

(
inforcing .t | el of .t ai,d__flexible sheet
5“%?#?69€%g)%¥ﬁbg¥%§%§%b gthgﬁﬁeé'ﬁhgmgeal of 5 the
secondary seal ing nmenbrane (30). 2. A method according

to claim1 in which, during application, the

thi cknesé gt d8ch 1Y nab  aBKestvé st mypviceg, claims in
win, | sihetweenp31apde foAm @dvaniageouslyy Bgtmeensdydtudinal
10 and 3.6 nm and preferably about 3.4 nm 3. A
adtetdiotk acdorigi ndZ2te ahy’ bf ihe prievdous WY aiemsl | AI0 mm, and
i ch, during .a jcation, the width of each
p%%%ﬁﬁ%%ﬁﬁrﬁﬁéﬁaiﬁiéf%% strip (26, 26') is between 90
and 110 mm and 15 preferably about 100 mm
4. A method according to any of the previous claims in
which, for a standard baseplate (25) whose tank side area is
1000 mm x 250 mm, the total quantity of adhesive is between
765 g and 935 g, advantageously between 780 g and 920 g, and

preferably about 850 g.

5. A method according to any of the previous claims in
which, for a standard baseplate (25) whose tank side area 1is
720 mm x 250 mm, the total quantity of adhesive is between 550
g and 670 g, advantageously between 560 g and 660 g, and
preferably about 610 g.

6. A device according to any of the previous claims in
which, Dbefore the glueing stage, the width of the said
longitudinal central space (28) 1is 1less than 20 mm and more

than 10 mm.



- . S s W ‘ DRSNS . RS

4. A method according to any of the previous clains in

whi ch, for a standard basepl ate (25) whose tank side

area is 1000 nmx 250 nm thel total quantity of

adhesive is between 20 765 g and 935 g, advant ageously
between 780 g and 920 g, and preferably about 850 g.

5. A nethod according to any of the previous clains in

whi ch, for a standard basepl ate (25) whose tank side

area7is R 5lef2amaxc250imm t¢ henyodal theamtrietwicofs claims in

S S betme n 550 g and 670 g, advantageous]y
HMEeﬁ 580 g" 3n@%@§GW§ %ﬂﬁﬁe'pﬁgfeﬁﬁﬁ gggut ppeferably

at6 1 device, ageordingnti@ iany -0k at ke prayi o @ 1l eentral
30 mhlch bef ore the gl ueing stage, the width of the

sl 38an45t Udildad eantly @ldhesdae-(28) is | ess than 20
mmand nore than 10 mm 11 7. A device according to
any of the previous clains in which, after the gl ueing
stage, al leeastce5Q¥coand ey eferabl Wi athd easividh¥% dfaims, in
the initial area of the |ongitudinal central space

WhigH) Ghe 1931 @d2 A e Rl RAhBEFYe FO5 IBUCA they iR SRICHd iy >) onte

o Ay of1d h§h@é€VgQH§ gl akys, 1'5 a VMBl dhE Said adhes:Lve of
adhesi ve used to glue ?he basepl ates (25) onto the

tid exdblemgtresntstariopy ((3%e-is a pol yneri zabl e adhesi ve
of the two-conponent epoxy type.



