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[57] ABSTRACT 

There is disclosed a coating device for coating bands 
or ribbons with a coating material in continuous oper 
ation. The coating device comprises a main frame 
which mounts one or two de?ector rollers for guiding 
and conveying the band or ribbon material to be 
coated. Coating is effected by a coating assembly 
which includes a fountain roll, a metering roll and an 
applicator roll whichare disposed in axially parallel 
relationship and are adjustable relative one to another 
and relative to the band or ribbon to be coated as it is 
guided over one of the de?ector rollers. The coating 
assembly is mounted on an auxiliary frame which is 
displaceable in the direction normal to the de?ector 
roller over which the ribbon or band is guided. The 
auxiliary frame, in turn, is displaceable relative to the 
main frame for the purpose of making the rolls in the 
coating assembly conveniently accessible for cleaning 
or other servicing. There is further disclosed an instal 
lation including one or more coating devices in super 
imposition, each enclosed by an enclosure and drying 
and burning assemblies for purifying obnoxious or 
toxic pollutants entrained in the air passed through the 
enclosures of the coating devices before the air is dis 
charged in the atmosphere. 

11 Claims, 3 Drawing Figures 
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DEVICE FOR COATING STRIP MATERIAL IN 
CONTINUOUS OPERATION 

The invention relates to a coating device for coating 
material in ribbon or band form in continuous opera 
tion and also to an installation which includes such 
coating devices and purifying means for removing pol 
lutants entrained in the air used for accelerating drying 
of the coating material after application thereof before 
the air is discharged into the atmosphere. 

BACKGROUND 

There are known coating devices of the general kind 
above-referred to which include one de?ector roller or 
an upper and a lower deflector roller for guiding and 
conveying the band or ribbon material to be coated in 
continuous operation. In many instances the quality 
speci?cations with respect to the uniformity of the 
coating on the band or ribbon material is much greater 
for one side of the material than for the other side. In 
that case, the coating device for producing the high 
quality coating comprises a fountain roll for taking-up 

5 

are encountered if the rolls of both coating devices are 
to be cleaned. 
Moreover, lateral withdrawal of the rolls of each of 

the coating devices for purpose of cleaning also re 
quires that each such roll is detached from its drive and 
such detachment, in turn, creates another problem 
since thorough cleaning of the rolls must be made while 
the rolls are turning. Hence, to effect such turning the 
rolls must be coupled to an auxiliary drive. After com 

0 pletion of the cleaning each roll must be detached from 
the auxiliary drive and re-attached to the drive of the 
device. All such decoupling, cleaning and recoupling 
obviously requires considerable time and labor and, 
thus, a corresponding increase in costs. 
The sealed enclosure of the installation, i.e., the en 

closure in which the coating device proper is located, is 
connected with a suitable suction pump for sucking off 
the volatile components released by the coating mate 
rial. Such suction pump and the conduits connected 

0 therewith should be laid out so that a rapid air ex 

coating from a source of supply, a metering roll and an 25 
applicator roll. Such coating device for producing the 
high quality coating is mounted on a frame structure so 
that its position can be adjusted relative to the respec 
tive deflector roller. 

Installations for coating band or ribbon material fre 
quently comprise two coating devices to permit rapid 
changing from one type of coating material to another; 
for instance, it may be desired to change the color or 
the coating material. If two or even more coating de 
vices are provided, the devices are generally arranged 
in superimposition and mounted on a common frame 
structure detachable therefrom. With an installation of 
this type, the band or ribbon side to be coated with the 
high quality coating being generally the upwardly fac 
ing sides, it becomes necessary to effect a thorough 
cleaning of the rolls of each coating device before a 
change in color or coating material can be effected. As 
is evident, if the cleaning is not thoroughly made any 
residues of the previously used material will cause ir 
regularities in the coating made after the cleaning of 
the coating device. 
The need for such thorough cleaning of the coating 

devices is well understood in the art and to make such 
cleaning possible it is known to arrange the coating de 
vices in the installation so that each of the coating de— 
vices can be laterally withdrawn to assure that the coat 
ing devices are accessible for cleaning. The disadvan 
tage of such laterally displacement as is now known is 
that considerable space is required for the coating de 
vice itself and such high space demand, in turn, greatly 
enlarges the total space required for the complete coat 
ing installation, i.e., including the assembly or assem 
blies needed for removing of pollutants that are un 
avoidably entrained in air passed through the coating 
devices. Virtually all coating materials contain volatile 
pollutants that are noxious and sometimes even toxic so 
that the air must be thoroughly puri?ed before it can be 
discharged into the atmosphere. Arrangement of two 
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superimposed coating devices, each coacting with a de- . 
?ector roller makes it difficult to provide adequate ac 
cessibility to the fountain roll, metering roll and appli 
cator roll of the coating devices for the purpose of thor 
ough cleaning. In particular, considerable dif?culties 
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change is obtained to provide acceptable air conditions 
for the service personnel. The volume of air discharged 
from the space in which the coating is carried out can 
be fully fed to the drying assembly for drying of the 
coating material applied in the coating deviceonly if 
and when this volume of air does not exceed the air re 
quirements of the drying assembly. The drying assem 
bly is coupled in its downstream position with an after 
burning device. The purpose of such after-burner is to 
assure reasonably complete elimination of noxious or 
toxic pollutants. The level of air puri?cation is gener' 
ally controlled by strict codes which provide that the 
air discharged into the atmosphere cannot include 
more than a de?nite maximal percentage of pollutants. 
To hold the operational costs of such after-burner as 

semblies as low as possible, efforts have been made to 
assure that the total volume of discharged air is re 
duced to an absolute minimum. To obtain optimal op 
erational conditions for the installation it is advanta 
geous that the total volume of air discharge can be pro 
cessed in one after-burner assembly. However, such 
processing of the total air volume presupposes that the 
volume of air is discharged from the enclosure includ 
ing one or more coating device can be fed to a drying 
assembly. This is only possible if the enclosed and 
sealed space for the coating devices, i.e., the overall di~ 
mensions of the enclosures for the coating devices is 
already at a minimum. 

THE INVENTION 

It is a broad object of the invention to provide a novel 
and improved coating device of the general kind above 
referred to in which the enclosure for the coating de 
vice and the coating device itself are reduced to mini 
mal dimensions while at the same time obtaining maxi 
mal accessibility of the coating device for cleaning and 
other servicing. 
Another object of the invention is to provide a novel 

and improved installation so arranged that the air ?ow 
which, after passing through enclosures for the coating 
device or devices has entrained therein pollutants, is 
limited to a volume of air which can be puri?ed at opti 
mal conditions. 

SUMMARY OF THE INVENTION 
The afore-pointed out objects, features and advan 

tages and other objects, features and advantages which 
will be pointed out hereinafter are obtained by provid 
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ing a coating device including a main frame structure, 
an auxiliary frame structure and a coating applicating 
assembly. The auxiliary frame structure supports the 
applicating assembly so that the same is displaceable in 
the direction normal to the path of the band or ribbon 
to be coated and is, in turn, supported by the main 
frame structure so that it can be displaced relative to 
said frame structure and also be detached therefrom. 
As a result, the over-all dimensions of the enclosure for 
the coating device can be selected so that the volume of 
air which must be passed through the enclosure during 
the coating operation can be held within limits which 
permit purification of the discharged air under optimal 
conditions and thus the volume of air continuously 
sucked out from the enclosure during a coating opera 
tion remains continuously at a rate which allows the use 
of economically acceptable after~burner assemblies; 
The discharge openings in the enclosures now need to 
be provided lengthwise of the bottom of the enclosure 
extending rows while heretofore additional crosswise 
extending air discharge openings were required. 
The installation according to the invention further 

provides optimal accessibility of the coating devices 
proper so that servicing thereof, especially if, for in 
stance, change in the color of the coating material is to 
be effected, can be carried out without considerable 
loss of time and without likelihood of insufficient clean 
ing of the rolls and other components of the coating de 
vice that need cleaning in case of change in the coating 
material. 
After withdrawal of a coating device into the servic 

ing position by a suitable power drive such as a servo 
system, the service personnel can clean or otherwise 
service the rolls of the coating devices while the rolls 
continue to rotate, as it is necessary for thorough clean 
ing and to effect such cleaning without ?rst disconnect 
ing the rollers from their operational drive means. 
More speci?cally, the thorough cleaning of the rolls 

and other parts of the coating devices can be effected 
as suf?cient space is available in a coating device ac 
cording to the invention between the coating devices 
proper and the de?ector roller over which the band or 
ribbon to be coated is guided during coating. Hereto 
fore it was necessary for this purpose to effect time 
consuming and complex lateral withdrawal or complete 
detachment of the coating device by means of a hoist. 
Such cleaning and other servicing of a ‘coating device 
also results in avoidance of damage to the rolls which 
are comparatively expensive. Saving or reduction of 
the time required for cleaning the rolls of the coating 
device, and especially the applicator roll to effect rapid 
readying of the device in case of change in the color of 
the coating material or use of other coating materials, is 
of considerable economic signi?cance, the more ‘so as 
modern technique desires high conveying speeds for 
the band or ribbon to be coated. The importance of 
rapid readying of the coating device for‘re-start with a 
changed coating material is particularly important if 
comparatively small lots of bands or ribbon are to be 
coated. Obviously, the smaller the lot to be coated is, 

i the more it becomes economically important to ready 
the entire installation for resuming operation with the 
changed coating material. 
The invention also provides that the afore-referred to 

auxiliary frame structure is coupled to the main frame 
structure by means of clamping means which can be 
power operated, for instance by servo systems using hy 
draulic or air pressure.'The use of such ‘clamping means 
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I, rial in continuous operation; 

4 
permits locking of the auxiliary frame structure to the 
main frame structure without tendency to vibrate, and 
simultaneously makes it easy to release the auxiliary 
frame structure from the main frame structure. 
More speci?cally, operation of the clamping means is 

effected according to the invention-by _a power drive 
such as a cylinder-piston servo-system in which the 
connecting rod for the piston of the system mounts an 
angle lever mounting and operating clamping elements 
which are releasably engageable with complementary 
clamping elements on the auxiliary frame structure. 
According to a further aspect of the invention, the 

auxiliary frame structure can be ‘displayed relative to 
the main frame structure by a servo-system or other 
power drive which is mounted on the main frame struc 
ture. By operating this system, the. auxiliary frame 
structure and with it the coating assembly supported on 
the same can be automatically detached from the main 
frame structure thereby obtaining clear space which is 
amply suf?cient to carry out a thorough cleaning oper 
ation of the entire coating device without dif?culty. 
The air discharge and purifying parts and conduits 

which are disposed laterally of the main frame struc 
ture and the auxiliary frame structure can be used for 
immediate sucking out of air containing volatile pollut 
ants or contaminants as may be released during a clean 
ing operation. i . 

To permit continuous operation even during change 
of the coating material, the invention also provides that 
several coating devices are disposed each in a separate 
enclosure and in superimposition. These enclosed coat 
ing devices are connected with a common drying as 
sembly and an after-burner. assembly downstream of 
the drying assembly. The total discharge of contami 
nated air from the enclosures is fed to the drying assem 
bly and the burner assembly by means of a suitable suc 
tion pump. Since the volume of air discharged from the 
enclosures in which the coating is carried out does not 
exceed the volume of ‘air which can be accepted by' the 
drying assembly, the total volume of air which contains 
a comparatively low amount of pollutants can be safely 
fed to the drying assembly. Additional content of pol 
lutant as may be released in the drying assembly can 
subsequently be removed in the-after-bumer assembly. 
As a result, an additional after-burner assembly for the 
air discharged from the space in which coating is ef— 
fected is thus avoided. 

BRIEF DESCRIPTION OF THE DRAWINGS 

In the accompanying drawing, preferred embodi 
ments of the invention are shown by way of illustration 
and not by way of limitation. 

In the drawing: ' 
FIG. 1 is a diagrammatic elevational view of a coating 

device for coating both sides of a band or ribbon mate 

FIG. 2 is a simpli?ed plan view of FIG. 1; and 
' FIG. 3 is a diagrammatic elevational view of an instal 
lation including coating devices according to FIG. I 
disposed in superimposition for simultaneously or sin 
gly coating‘ribbons or bands and further including an 
air-purifying device. 

DETAILED DESCRIPTION OF THE DRAWING 

Referring now to the ?gures in greater detail, and 
?rst to FIG. 1, the coating device exemplified in this 
?gure comprises a mainframe structure 1 and an auxil 
iary frame‘ structure 2. These frame structures mount 
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separate coating devices 3 and 4. 
The main frame 1 further mounts two rotary de?ec 

tor rollers 5 and 6 which serve to guide and convey a 
band or ribbon 7 to be coated. The auxiliary frame 
structure 2 mounts coating device 4 which is slidable 
relative to this frame structure by means of a guide 
slide 8. The coating device 4 is designed for coating the 
top or exposed side of band or ribbon 7 while coating 
device 3 serves for coating or otherwise treating the 
back side of the band or ribbon. The coating material 
may be any material suitable for the purpose, such as a 
dye, paint, lacquer, lique?ed plastic, etc. Both coating 
devices are substantially alike as to their functional ar 
rangement except that the coating device 4 being de 
signed for coating the topside of the band or ribbon 
must be and is designed to effect a coating which satis 
?es high demand for uniformity, accuracy and similar 
requirements. Accordingly, device 4 includes various 
adjustment and control means which are not required 
for coating device 3 if, as is frequently the case, the de 
mands on the quality of the coating on the back side are 
much lower than those for the coating of the top side. 
Coating device 4 comprises an applicator roll 9, a 

fountain roll 10 for taking-up the coating material to be 
applied, and a metering roll 11. Similarly, the coating 
device 3 comprises an applicator roll 9’, a fountain roll 
10’ and a metering roll 11’. 

- In addition to the afore-listed rolls, coating device 4 
comprises guide carriers or slides l2, l3 and 14, each 
supporting one of the rolls. The positions of these slides 
and thus of the rolls relative one to another are adjust 
able by ?ne setting means such as hand wheels 18, 19 
and 20 so that the cylindrical wall of the rolls are in co 
acting engagement, or in other words, the peripheral 
surface of one of the rolls rolls off the peripheral sur 
face of the adjacent roll or rolls. Each of the three rolls 
is drivingly coupled by couplings 15, 16 and 17, respec 
tively, with a separate drive means 21 (see FIG. 2). 
Moreover, the entire coating device 4 can be by 

means of guide slide 8 which carries the guide slides 12, 
13 and 14, displaced relative to the upper de?ector rol 
ler 5 by means of a cylinder-piston-servo means 22 hav 
ing a short stroke until stopped by an adjustable stop 
37. The servo means 22 can be driven hydraulically or 
by air pressure. The purpose of the servo means is to 
move the coating device clear of thegband when and 
while joints of lengths of band or ribbon pass the coat 
ing device, as such joints generally are somewhat 
thicker than the normal thickness of the band. After 
the passage of such joint the coating device is returned 
into its coating position. Control of the servo means 
can be automatically effected, for instance, by means 
of photocells or other control means conventional 
readily available in the market. The application of coat 
ing material is effected by transfer of material taken up 
by fountain roll 10 to metering roll 11, and ?nally, to 
applicator roll 9, which applies the coating material 
upon the upward facing band or ribbon 7 as the same is 
being guided and conveyed by de?ector roll 5. 

If the coating material is to be changed, for instance 
if material having a different color is to be used, rolls 9, 
l0 and 11 of coating device 4 and possibly other com 
ponents thereof must be very carefully cleaned to pre 
vent faulty coating such as discoloration, spots, etc. For 
the purpose of such cleaning, the entire coating device 
4 can be displaced in the lengthwise direction of the 
coating device, ‘that is, normal to the axis of roller 5, to 

i, a position in which there is free and convenient access 
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6 
to the device for cleaning the rolls and possibly other 
components. 
To effect such convenient displacement of the coat 

ing device into and out of its operational position for 
the purpose of cleaning, the auxiliary frame structure 2 
is displaceable on a guide means 23 which is mounted 
on the base or inserted into the base of auxiliary frame 
structure 2. Displacement of frame structure 2 is ef 
fected by suitable adjustment means such as a hydrauli 
cally operated servo~piston system 24. This servo—sys 
tem is ?xedly secured to main frame structure 1 and the 
piston rod 25 of system 24 can be moved into engage 
ment with protrusions such as studs 26 on frame struc 
ture 2. Accordingly, by operating the servo system 24, 
its piston rod 25 can be used to move coating device 4 
via auxiliary frame structure 2 into and out of its opera 
tional position. ’ 

Setting of auxiliary frame structure 2 and coating de 
vice 4 relative to de?ector roller 5 is effected in the fol 
lowing manner: First, piston rod 25 of servo system 24 
is operated to couple frame structure 2 with frame 
structure 1. As a result, there is a force-transmitting 
connection between both frame structures by means of 
a further power operated, for instance, hydraulically by 
a cylinder-piston servo system 27. The piston 28 of this 
system mounts a linkage 29 and 30 to which are hinged 
locking elements 31 and 32 which, upon operation of 
servo-system 27 effect coupling with coupling noses 
such as discs 33 and 34 on auxiliary frame structure 2. 
After connection of frame structure 2 to frame struc~ 

ture l, ?ne adjustment of rolls 9, 10 and 11 is e?‘ected 
by hand wheels l8, l9 and 20, respectively. 
Operation of coating device 3 is essentially the same 

as that of coating device 4, except that adjustment and 
clearing of rolls 9’, l0’ and 11' is not or only rarely re 
quired since the quality demands on the coating of the 
bottom side of band‘or ribbon are much less on the 
coating of the top side as previously explained. 
Turning now to FIGS. 2 and 3, these ?gures show ap 

plication of the invention to an installation including 
two or more coating devices so that minimum space re 
quirement is combined with convenient servicing of the 
coating devices as hereinbefore described. Further 
more, the installation due to the arrangement of coat 
ing devices according to the invention can be so de 
signed that the air released during operation of the 
coating devices can be ‘conveniently and thoroughly 
puri?ed. Many types of coating materials such as cer 
tain paints, dyes, etc. contain volatile components 
which are released during application and drying and 
are obnoxious or even toxic. Accordingly, puri?cation 
of the discharged air- is highly necessary and often re 
quired by local codes. 
FIGS. 2 and 3 show diagrammatically an installation 

which fully utilizes the advantages of coating devices 
according to the invention. As it is shown in these ?g 
ures, each of the two coating devices is enclosed in a 
separate sealed-off enclosure 37 and 37', respectively. 
The outside dimensions of these enclosures can be con 
veniently selected in accordance with the minimal 
space requirements of the main frame structure and the 
auxiliary frame structure of coating device 4. There are 
shown two coating devices disposed in superimposition 
and enclosed by enclosures 37 and 37’, respectively. Of 
course, there may be several enclosures side-by-side on 
the same level. More than two coating devices and en 
closures therefor can be superimposed. Drying air after 
being drawn through the‘enclosures for the coating de 
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vices is fed via discharge ducts 35 to air-purifying as 
semblies as it is shown in FIG. 3 to the right of the coat 
ing devices. Ducts 35 are preferably arranged parallel 
to each other as it is shown in FIG. 3 and also parallel 
to the bottom of the enclosures, thereby reducing the 
required space to a minimum. Moreover, due to such 
arrangement, the required air volume can be main 
tained so that the discharge of the total air volume from 
enclosures 37 and 37’ and the feed of this discharged 
air to the air purifying assemblies is made readily possi 
ble. 
There is provided for each of the enclosures 37 and 

37' an air-purifying assembly. The assembly for coact 
ing with enclosure 37 is fully shown and described, but 
the assembly for enclosure 37' is only partly shown as 

_ the two assemblies are alike and function in the same 
manner. 

The assembly coacting with enclosure 37 comprises a 
drying device 38 which, as shown, may be divided into 
several parts: a heat-exchanger 39, burners 40, one for 
each part of the drying device, an after-burner 41, a 
suction pump 42, and suction pumps 43, one for each 
burner 40. All these components arepresumed to be of 
conventional design. The air used in enclosure 37 dur 
ing the coating operations, which as previously be 
comes contaminated during and due to the coacting 
operations, is sucked out by means of suction pump 42 
and fed via conduit 35 and heat-exchanger 39 to drying 
device 38. The drying process in device 38 removes 
most of the contaminants in the air. The air is then re 
turned to heat-exchanger 39 and from this exchanger 
to suction pump 42 through which it is discharged into 
the atmosphere. To assure still further puri?cation of 
the air, the after-burner 41 may be interposed between 
the drying device and the heat exchanger. It has been 
found that reheating of the air while being dried in dry 
ing device 38 is necessary or, at least, desirable. For 
this purpose, part of the air in the drying device is 
sucked out by suction pumps 43 and exposed to the 
heat of burners 40 which causes not only reheating of 
the air but also the burning of pollutants or contami 
nants still contained in the air. The sucked-off air is re 
turned into the drying device to be discharged there 
from into the atmosphere together with the air remain 
ing in the drying device. Dotted arrowheads indicate 
the feed of air from the enclosure 38 into the drying de 
vice and solid arrowheads indicate the flow of part of 
the air as caused by suction pumps 43. 

' As several coating devices are arranged in superim 
position in FIG. 3 and each one is enclosed in an enclo 
sure there is no undesirable delay in the carrying out of 
a coating operation in one of the coating devices when 
a change in the coating material is effected in another 
coating device. In other words, all coating devices can 
be kept in operation except the one in which a change 
in the coating material is made. 

In case two superimposed coating devices are used 
for coating the top side of bands or ribbons within the 
same installation vibrations may occur when one of the 
coating devices is withdrawn for cleaning purposes or 
change in the coating material. The result of such vi 
brations would be irregularities in the coating as ef 
fected by the second coating device. This danger is 
avoided by providing separation of the coating devices 
by enclosures as it is shown in FIG. 3. 
While the invention has been‘described in detail with 

respect to certain now preferred examples and embodi 
ments of the invention, it will be understood by those 

15 

3O 

35 

45 

55 

65 

8 
skilled in the art, after understanding the invention, 
that various'change's and modi?cations may be made 
without departing from the spirit and scope of the in 
vention, and it is-intended, therefore, to cover all such 
changes and modi?cations in the appended claims. 
What is claimed is: 
l. A coating device for coating bands with a coating 

material in continuous operation, said coating device 
comprising in combination: 

a main stationary mounted frame structure; 
rotary guide means for guiding band material to be 
coated, said guide means including at least one de 
?ector roller and being mounted on said main 
frame structure; 

a coating assembly for coating the side of the band 
outwardly facing on said roller, said assembly in 
cluding a fountain roll for supplying coating mate 
rial, a metering roll and an applicator roll disposed 
in axially parallel relationship one with the other 
and the de?ector roller; 

an auxiliary frame structure supporting said coating 
assembly, said auxiliary frame structure including 
guide means for slidably guiding said coating as 
sembly as a unit in the direction normal to the ro 
tary axis of the deflector roller for selecting varying 
positions of said assembly relative to said roller; 

guide means on said main frame structure slidably 
supporting said auxiliary frame structure for selec 
tively displacing the same in the direction normal 
to the axis as a unit relative to the main structure 
and thus relative to the de?ector roller; 

drive means for moving said auxiliary frame structure 
into a predetermined position relative to the main 
frame structure; and 

locking means coacting with said auxiliary frame 
structure for releasably locking the same to the 
main frame structure. 

2. A coating device in accordance with claim 1 
wherein said drive means comprise a cylinder-piston 
servo means, the cylinder of said means being mounted 
on said main frame structure and the piston of said 
servo means being drivingly coupled with said auxiliary 
frame structure for displacing the same relative to the 
main frame structure by activating the servo means. 

3. A coating device in accordance with claim 1 
wherein said locking means comprise coating clamping 
members on the main frame structure and the auxiliary 
frame structure for releasably clamping the auxiliary 
frame structure in a selected position to the main frame 
structure. 

4. A coating device in accordance with claim 3 
wherein said clamping means comprise on one of the 
frame structures cylinder-piston servo means and link 
age means coupled to the piston for controlling the po 
sition thereof in the cylinder and on the other frame 
structure retention means engaged with the linkage 
means in a predetermined position of said piston. 

5. An installation for coating bands in continous op 
eration, said installation comprising in combination: 

a plurality of coating devices as de?ned in claim 1; 
a separate enclosure for each of said coating devices; 
and ' ' 

an air purifying assembly for each of said enclosures, 
for removing pollutants released by the coating ma 
terial and entrained in air, each of said assemblies 
comprising pump means, burner means for burning 
combustible pollutants entrained in air, drying 
means and conduits interconnecting each of said 
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enclosures with said pump means, said drying 
means and said burner means for forcing air flow 

‘ sequentially through the respective enclosure, 
burner means and drying means thereby purifying 
the air and discharge means for discharging the pu 
ri?ed air for the enclosures into the atmosphere. 

6. An installation in accordance with claim 5 and 
comprising in each of said assemblies after-burner 
means interposed between said drying means and dis 
charge means for discharging air into the atmosphere. 

7. An installation in accordance with claim 5 wherein 
said enclosures are disposed in superimposition. 
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10 
8. An installation in accordance with claim 7 wherein 

said conduits are disposed in mutually parallel relation- ‘ 
ship with and between the superimposed enclosures. 

9. An installation in accordance with claim 7 and 
comprising heat-exchanger means for each of said as 
semblies, each of said heat-exchanger means being in 
cluded in the respective conduits. 

10. A coating device according to claim 1 and com 
prising second drive means for displacing said coating 
assembly relative to the auxiliary frame structure and 
thus relative to the selector roller. 

11. A coating device according to claim 1 wherein 
said guide means on the auxiliary frame structure and 
on the main frame structure are linear guide means. 

* * * * * 
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