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Patented Oct. 21, 1952 2,614,522 

UNITED STATES PATENT OFFICE 
CoATING MACHINE FOR COATING 

FLEXBLE SHEETS 

William T. Snyder, South Lancaster, Mass. 
Application September 22, 1948, Serial No. 50,537 

(C. 118-11) 2 Claims. 
1. - 

The present invention relates to improvements 
in coating machines, and more particularly to an 
apparatus for applying a liquid or semiliquid 
coating to a sheet material. 

It is a primary object of the present invention 
to provide an improved means for applying a 
thin even coating of a liquid material to one 
or more surfaces of a substantially flat sheet, 
while the latter is being moved continuously, and 
without subjecting the sheet to any substantial 
flexure or bending. 
A further object of the present invention is to 

provide Such an apparatus which is not only effi 
cient in operation, but which, at the same time, 
is adapted for high-Speed Operation. 
With the above and other objects in view, as 

will hereinafter appear, the invention comprises 
the devices, combinations, and arrangements of 
parts hereinafter set forth and illustrated in the 
accompanying drawings of a preferred embodi 
ment of the invention, from which the several 
features of the invention and the advantages at 
tained thereby will be readily understood by those 
skilled in the art. 
In the accompanying dra Wings, 
Fig. 1 represents a general perspective side view 

illustrating a coating apparatus in which the 
present invention is incorporated, and with one 
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tween a pair of cylinders 3 and 4 which are 
provided, respectively, with shafts 5 and 5' 
Suitably journaled within the side frame mem 
bers to and . 
As will be hereinafter more fully described, the 

cylinders 3 and f4 are rotatably driven in oppo 
Site directions, as indicated by the arrows shown 
in Fig. 1. Furthermore, the cylinder 3 is rotated 
at a Speed which is considerably less than the 
speed of the cylinder 4 so that the latter is 
adapted continuously to remove a thin even layer 
of the coating medium from the reservoir. 2. 
Also rotatably mounted between the side frame 

elements 0 and is a coating cylinder or roll 
66 which is provided with a Supporting shaft T. 
By referring particularly to Fig. 1, it is to be un 
derstood that the coating cylinder 6 is mounted 
in peripheral engagement with the cylinder 4, 
so that it will receive from the latter cylinder, 
an even layer of coating medium. In one form of 
the invention, the cylinders 3 and f4 are con 
Structed of metallic material, while the coating 
cylinder is provided with a rubber covered sur 
face. . . . . . . . . 

Positioned between the side frame elements 
f0 and f , and directly beneath and in paral 
lelism. With the coating cylinder 6, is an appli 
cator roll, or cylinder, generally designated by 

side frame portion of the apparatus removed so 
as to illustrate the various component parts of 
the invention more clearly. 

Fig. 2 is a schematic drawing illustrating the 
manner in which a portion of the coating appa 
ratus is actuated. - - - Fig. 3 represents a sectional view of a portion 
of the apparatus taken substantially along the 
line 3-3 of Fig. 1, and on an enlarged scale. 

Fig. 4 represents a sectional view taken sub 
stantially along the line 4-4 of Fig. 3. - 

Fig. 5 represents a side view, on the same scale 
as Fig. 1, and illustrating a modified form of the 
present invention. . . . . 

Fig. 6 is a fragmentary sectional view illus 
trating a further modification of the invention. , 

Referring particularly to FigS. i and 3, the 
machine in which the present invention is in 
corporated, comprises a pair of oppositely dis 
posed machine frame elements 0 and if, the 
bottom portions of which are adapted to be'. Se 
cured upon a floor. Carried between the frame 
elements if 0 and , by any Suitable means, Such 
as rods 2', 2', is an open-bottom reservoir 2 
which is adapted to contain a liquid coatingine 
dium C. Referring particularly to Fig. 1, it is to 
be understood that the reservoir 2 is fitted be 
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the numeral 8. Disposed at the right-hand end 
portion of the above described machine, is an 
endless conveyor belt 9 which is trained over 
a pair of horizontally spaced conveyor rolls. 20 
and 2i. The present invention contemplates the 
use of a conventional conveyor belt system, and 
thus - it is sufficient to state that the rolls. 20 
and 2 may be suitably journaled between the 
side frame elements 0 and , and that any ap 
propriate type of belt may be trained thereabout. 
Also, some form of driving mechanism, nothere 
in shown, may be employed for driving the same 
in a manner such as to deliver sheet material 
from a supply source to the nip of the cylinders 
6 and 8. . . . . . 
The present invention also contemplates the 

provision of a second conveyor belt 22 which is 
disposed at the left-hand side portion of the 
present machine, as viewed in Fig. 1. This con 
veyor belt 22 may be trained over several hori 
Zontally spaced rollers 23, only one of which 
is illustrated herein. Suitable mechanism, not 
herein shown, may be provided for driving this 
belt in a manner Such that it may deliver sheet 
material from the nip of the cylinders 6 and 
8 to any predetermined destination. 
One method of actuating the above noted cyl 
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inders f3, f4 and 6 is illustrated in Fig. 2. For 
example, the shaft 7 of the cylinder 6 may have 
provided on one end portion thereof, a gear 24 
which is constantly rotated in a clockwise di 
rection by means of an electric motor 25 through 
the medium of a set of reduction gears 26 and 
27. The cylinder 4 is adapted to be driven from 
the cylinder shaft through a gear train which 
comprises a pair of similar intermeshing idler 
gears 28 and 29. It is to be particularly noted 
that the gear 28 meshes directly With the gear 
24, while the remaining idler gear 29 meshes di 
rectly with a driven gear 30 mounted directly 
upon the distal end portion of the cylinder shaft 
5'. The idler gears 28 and 29 are of the same 

size, so that the cylinder 4 is driven at the same 
speed as the cylinder 6. It is to be also noted 
that the cylinder f3 may be driven from the 
cylinder shaft 5' through the medium of a 
pair of similar idler gears 31 and 32. 
3t meshes directly with the driven gear 30, while 
the idler 32 meshes with a large gear 33 carried 
upon the end portion of the shaft 5 provided on 
the cylinder 3. Due to the fact that the gear 
33 is large compared with the gear 32, it follows 
that the cylinder 3 will be driven at a substan 
tially slower speed than the cylinder 4. Thus, 
as hereinabove noted, this speed differential be 
tween the cylinders 3 and 4, will permit the lat 
ter cylinder to remove continuously and efficient 
ly, a thin even layer of coating medium from the 
reservoir 2. 
As will be hereinafter described, the applicator 

roll 8 is provided with a driving means which 
will function to rotate the roll in a counterclock 
wise direction. Thus, as the conveyor belt 9 
delivers sheets of material, generally designated 
by the numerals 34, 34 to the nip of the cylinders 
16 and 18, the latter elements will grip the sheets 
so as to deliver them to the upper surface of the 
conveyor belt 22. In so transferring the sheets 
from one conveyor belt to the other, it will be 
understood that the cylinder 6 Will engage the 
top surface of each sheet as the sheet passes 
thereunder, so that an even layer of the coating 4 
medium will be applied to the sheet without sub 
stantial flexure or bending of the same. 
As may be best understood by reference to Figs. 

3 and 4, the applicator cylinder 8 is in the form 
of a thin cylindrical shell 35, the surface of which 
is provided with a plurality of small apertures or 
tair ducts 36, 36. This shell 35 is fitted snugly 
about the outer periphery of a nonrotating hol 
low cylinder 37 which is provided at each end 
portion thereof with a ring of circumferentially 
spaced antifriction elements which, in a pre 
ferred embodiment of the invention, may take 
the form of bearing balls 38, 38. From this, it 
will be understood that the balls 38, 38 function 
as antifriction means which will permit the shell 
35 to rotate freely about the element 37. Formed 
longitudinally across the upper surface of the 
element 37 is a slot 39, and communicating di 
rectly with the inner portion of the cylinder is 
a conduit 40 connected to a conventional type 
of vacuum pump, not herein shown. From this, 
it will be understood that as the shell 35 is ro 
tated about the element 37, various of the shell 
apertures 36, 36 will be shifted into register with 
the slot 39 to the end that a continuous suction 
will be formed along the upper surface of the 
shell 35 and directly beneath the cylinder 6. 
Thus, if the shell 35 is continuously rotated at 
a speed in synchronism with that of the cylinder 
16, the various sheets 34, 34 will be grasped be 
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4. 
tween the nip of the cylinders f6 and 35, and 
the Vacuum Will tend to hold the underside of the 
sheet, as the latter is delivered in a left-hand di 
rection, as viewed in Fig. 4. In other words, with 
the above described mechanism in operation, each 
sheet 34 Will be moved by the right-hand con 
veyor toward the rolls 6 and 8 until its lead 
ing edge reaches that portion of the perforated 
shell or suction roll 35 which is connected to the 
Source of Suction through the slot 39. When 
this occurs, the sheet is carried into engagement 
With the under Surface of the coating roll 6, 
Which applies a thin even layer of the coating 
medium to the top Surface of the sheet. As the 
coated portion of the sheet moves toward the 
Second conveyor, the Suction is released as the 
sheet passes the left-hand edge of the slot 39, as 
viewed in Fig. 4, and the weight of the sheet with 
the coating thereon is sufficient to cause the 
sheet to bend downwardly slightly until its lead 
ing edge reaches the second conveyor belt. Aft 
er that, the following portion of the coated Sheet 
passes readily onto the conveyor, which removes 
the sheet for drying the coating, Or for the per 
formance of any other desired operation. 
In order to prevent a sheet from following 

downwardly around the surface of the shell 35, 
a stationary doctor blade 4 is provided which 
engages the Surface of the shell 35 adjacent to 
the left-hand edge of the slot 39, as viewed in 
Fig. 4. This doctor blade 4 may be mounted 
upon a shaft 42 which, in turn, may be supported 
Within the Oppositely spaced frame elements to 
and . 
As hereinabove noted, it is a primary object of 

the present invention to coat a sheet without ap 
preciably bending the same. Thus, the suction 
roll 8 is particularly designed so as to prevent 
the leading edge portion of each section of sheet 
material from adhering to the periphery of the 
coating cylinder 6. Obviously, since the coating 
material normally used has somewhat of an ad 
hesive characteristic, it will tend to make the 
leading edge of each sheet adhere to the surface 
of the cylinder 6, to the end that the sheet will 
wrap about the coating cylinder. However, by 
referring to Fig. 4 of the drawings, it will be un 
derstood that the slot 39 of the element 37 is 
wide enough so that the suction will strip the 
leading edge of each sheet away from the sur 
face of the cylinder 6 as soon as the strip has 
emerged from the nip of the two cylinders (6 
and 18. Heretofore, it was common practice to 
provide various types of unwieldy and inefficient 
mechanical elements for peeling the coated strips 
off of the coating roller. Clearly, such prior me 
chanical means were not only inefficient in opera 
tion, but they many times produced defects in 
the coated material. The present suction roll 
obviates such defects entirely. 

In order to rotate the shell 35 in synchronism 
with the cylinder 6, there is provided about the 
left-hand end portion (as viewed in Fig. 3) of 
the shell, a ring gear 43. Meshing with this ring 
gear 43 is a pinion 44 carried upon the distal 
end of a shaft 45 which is driven by an electric 
motor 46. Referring particularly to Fig. 3, this 
electric motor 46 is carried upon a bracket 47 
which in turn is rigidly secured upon the left 
hand end portion of the element 37. Thus, ros 
tation of the pinion 44 will drive.the shell 35 
in synchronism with the coating cylinder 6. 
Various well-known means may be employed for 
actuating the electric motors. 25 and 46 in a 
proper Speed ratio, so that the peripheral speeds 



5 
of the coating cylinder 6 and the shell 35 will 
be exactly in synchronism. 

Referring particularly to Fig. 3, the entire roll 
assembly 8 is adapted to be yieldingly supported 
beneath the coating cylinder f6. In this con 
nection, there is provided a base frame 48 which 
has threaded therein a pair of studs 49, 49. The 
upper portion of each of these studs 49 passes 
through an apertured trunnion 50 provided at 
each of the opposite end portions of the element 
37. Coil springs. 51, 5 surrounding the studs 
A9, 49 function to bias the roll assembly 8 to 
ward the coating cylinder 6. Head, portions 
52, 52 of the studs 49, 49 function as stops which 
limit the uppermost position of the roll assembly. 
Provided on the lower threaded portions of the 
studs 49, 49 are lock nuts 53, 53 which function 
to prevent the studs from becoming loose in the 
base 48. By turning the heads 52, 52, the roll 
assembly may be adjusted with respect to the 
coating roll. Actually, the studs 49, 49 are SO 
adjusted that the entire roll assembly f6 is posi 
tioned beneath the cylinder 6 so as to provide 
therebetween a space, the width of which is 
slightly less than the minimum width of any 
one of the sheets 34, 34. From this, it will be 
understood that the shell 35 will be continuously 
spring biased against the individual sheets 34, 
34 as they pass between the nip of the coating 
cylinder 6 and the roll assembly 8. Also, this 
arrangement will insure that the shell 35 will 
never engage the periphery of the coating cyl 
inder 6 and thus, none of the coating medium 
will ever be transferred to any portion of the 
roll assembly 8. 

Also carried upon each of the studs is a nut 
54 which engages the lower end of a coil Spring 
so that by adjusting the nut along its stud, the 
biasing pressure between the rollers 6 and 8 
may be varied. 
From the foregoing, it is apparent that the 

above described mechanism is adapted to apply 
an even coating to the surface of a flat sheet, 
without subjecting the sheet to any substantial 
bending or flexure which would distort the sheet, 
or tend to curl it. 
35 toward the coating cylinder 6, there is in 
sured an even application of coating, without 
any tendency to thin out the coating by the ap 
plication of too much pressure as the sheet passes 
between the two cylinders. That is to Say, by 
setting the distance between the cylinder 6 and 
the shell 35 to substantially the thickness of a 
sheet 34, the coating can be caused to flow 
readily onto the sheet from the coating cylinder 
6. From this, it will be understood that the 

suction roll 8 actually functions to pull each 
sheet from the conveyor and toward the nip of 
the two rollers, with the coating roll, merely fol 
lowing the movement of the sheet so as to apply 
an even coat of material upon the sheet's upper 
Surface. 

In the coating of certain types of sheets, I 
have found it to be desirable to reverse the di 
rection of rotation of the coating roll 6 so as 
to produce a more uniform layer of coating 
medium upon the upper surface of Such sheets. 
For example, by referring to Fig. 5, the coating 
roll 6 is made to rotate in a counterclockwise 
direction, the same as the lower roll or shell 35. 

It is to be understood, however, that. Such ro 
tation of the coating roll will not have an ad 
verse effect upon the feeding action of the sheet 
material for, as hereinabove noted, the lower roll 
or shell 35 is entirely responsible for the feeding 
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action of the sheets, due to the fact that the 
sheet is forcibly biased against the periphery 
of the shell 35 by the suction action. 
Whenever the coating roll 6 is rotated in a 

counterclockwise direction, the coating medium 
carried upon the periphery of the roll is applied 
upon the sheet material after the latter emerges 
from between the coating roll 6 and the ap 
plicator roll assembly, 8, as represented by the 
rotatably driven shell 35. Thus, it will be under 
stood that there will be no opportunity for the 
opposed surfaces of the rolls 6 and f8 to thin 
out the layer of coating medium which is applied 
upon the sheet. Furthermore, by referring to 
Fig. 5, it will be understood that with the coating 
rol of 6 rotating in a counterclockwise direction, 
the coating medium will tend to accumulate 
slightly in an area designated by the reference 
character C’ to the end that a uniform coating 
of the medium will be deposited over the upper 
surface of the sheet. Such an accumulation of 
coating medium insures that the entire Surface 
of the sheet will be covered by a layer of optimum 
depth and of extremely uniform thickness 
throughout... 

Referring now to Fig. 2, it is to be understood 
that whenever the coating roll 6 is to be rotated 
in a counterclockwise direction, the idler gears 
28 and 29 are first removed from the driving 
mechanism and in lieu thereof, there is provided 
a single idler gear which is illustrated in dotted 
lines and designated by the numeral 55. Thus, 
the coating roll 6 may be readily rotated in a 
counterclockwise direction by substituting gear 
55 for the idler gears 28 and 29, and thereafter 
reversing the direction of the motor 25. By so 
substituting the idler 55 for the two idlers 28 
and 29, it will be manifest that the cylinders 3 
and 4 will continue to rotate in the same direc 
tion as before, to the end that the coating nine 
dium will be properly removed from the reser 
voir 2 and applied to the surface of the coating 
rol 6. 
With the coating roll 6 rotating in a Counter 

clockwise direction, as described above with ref 
erence to. Fig. 5, in some instances it may be 
desirable to delay the action of the applicator 
roll fa in pressing a sheet 34 against the roll is, 
until after the leading edge of the sheet to be 
coated has passed the lowermost point of tan 
gency with the under surface of the coating roll 
16. The purpose of such timing is to prevent 
the application of coating to the leading edge of 
the sheet, so that there will be an uncoated strip 
along the edge of each sheet, as delivered by the 
operation of the machine. 
One way of accomplishing this result is indi 

cated in Fig. 5, wherein the entire applicator roll 
assembly is adapted to be maintained in a slightly 
retracted position in the interval between the 
departure of the trailing edge of a coated sheet 
and the arrival of the leading edge on an un 
coated sheet, with reference to a fixed point 
slightly in advance of the lowermost point of 
tangency between a sheet and the under surface 
of the coating roll 6. To this end, the trun 
nions 50 of the roll assembly 6 are each mount 
ed on a rod 56 Surrounded by a spring 57 that 

70 
normally serves to engage the trunnion 50 and 
yieldingly maintain it in a position determined 
by the engagement of a stop 58 on the rod with 
a frame member 59. With the stop 58, so en 
gaged, the roll 8 will yieldingly press the upper 
side of a sheet 34 against the roll f6, as pre 
viously described, ". . . . . . . . . . 
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Each rod 56 extends below. its stop 58 and is 

surrounded by a solenoid 60 which, when ener 
gized, will serve to pull the rod and its associated 
trunnion. 50 downwardly against the pressure Of 
the spring 57, so that a sheet will not be held in 
contact with the coating roll 6 when the solenoid 
60 is energized. One terminal of the Solenoid 
60 is connected to Che of a pair of electrical Sup 
ply mains S, while the other solenoid, terminal 
is adapted to be connected to the other Supply 
main through the relatively innovable contacts 62 
and 63 of a relay, the operating winding 64 of 
which is adapted to be energized from a suitable 
photoelectric cell 65 located adjacent to the space 
between the rolls 6 and 8. 
The photoelectric cell '65 is adapted to receive 

a beam of light as projected from a suitable lamp 
66.located above the cell 65, with the light ray 
being indicated by a dot and dash line in Fig. 5. 
Therefore, as long as the cell 65 receives light 
from the lamp 66, the relay winding 64 will re 
main energized to hold the contacts 62 and 63 
closed, as indicated in dotted lines, and thereby 
energize the solenoids. 69, and exert a downward 
pull on the rods 56 which support the trunnions 
50 of the roll assembly. 8. However, when a 
sheet 34 is passing between the coating roll 3 
and the applicator roll 8, as indicated in Fig. 5, 
the projection of the light ray to the cell 65 Will 
be interrupted, thereby deemergizing the relay 
winding 64 and opening the circuit of the sole 
noid 60 at the relay contacts 82 and 63, as indi 
cated in full lines in Fig. 5. Therefore, the sole 
noids are deemergized during most of the time 
that the machine is in operation, so that the 
Springs 5 are free to yieldingly urge the roll f 8 
in the direction of the roll f 6, with the distance 
between the peripheries of the rolls being de 
termined by the engagement of the stops 58 on 
the rods 56 with the frame member 59. 

It is to be noted that the light ray, as projected 
by the lamp 66, is slightly offset from the lower 
most point of tangency between a sheet 34 and 
the under surface of the coating roll 6. There 
fore, when the trailing edge of the sheet shown 
as being coated in Fig. 5, clears the light ray, the 
resulting energization of the cell 65 Will cause 
the relay contacts 62 and 63 to close, as indi 
cated in dotted lines, with the resulting energiza 
tion of the solenoids 60 causing the entire roll 
aSSembly 8 to be lowered slightly in advance of 
the arrival of the leading edge of the next un 
coated sheet at the coating roll 6. Consequently, 
as the leading edge of the uncoated sheet arrives 
exactly beneath the coating rolli 6, the applicator 
roll 8 will still be in a retracted position, and 
the leading edge of the sheet will not have any 
coating applied thereto, immediately. 

However, as the leading edge of the sheet in 
terrupts the projection of the light ray to the 
cell. 65, shortly after the edge has passed the 
lowermost point of tangency with the roll 6, 
the resulting deenergization of solenoids 63 per 
mits the Springs 57, acting on the trunnions 59, 
to press the upper surface of the sheet into con. 
tact With the coated surface of the roll 6. As 
a result, sheets 34 passing between the rolls 6 
and 8 with the arrangement shown in Fig. 5, 
Will each have an uncoated strip along one edge, 
With the Width of the uncoated strips being de 
termined by the displacement between the pro 
jected light ray and the lowermost point of tan 
gency on the under surface of the roll 6, Ob 
viously, the above described arrangement for 
automatically retracting the applicator roll 8 
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during the intervals between the departure of a 
coated sheet and the arrival of an uncoated sheet, 
can be also applied to the mechanism shown in 
Fig. 1, wherein the rolls 6 and 8 are driven in 
opposite directions of rotation. . . . . 

Referring now to Fig. 6, there is shown a fur 
ther modification of the invention wherein the 
applicator roll 8, as represented by the pers 
forated shell 35, is replaced by a conveyor belt 67 
that is driven by Suitable means not shown, so 
as to move continuously beneath the coating roll 
6 in the direction of the arrow. The belt 67 pro 

vides perforations 68, and the lower. Surface of 
the belt is adapted to make close contact, with 
the upwardly extending sides 69 of a suction box 
10, with rollers if being adapted to support the 
belt along the sides 69. The Suction box 70 is 
connected to a Suitable source of suction, so that 
the belt 67 Will tend to grip and hold sheets de 
livered to the beit for the purpose of having a 
coating applied thereto by the roll S. The belt 
67 is adapted to yieldingly maintain the upper 
Surface of each sheet thereon in contact with the 
coating roll 6 through the action of a cylinder 
22 located within the suction box 70, which cylin 
der 2 is mounted between trunnions 73 that are 
yieldingly urged in the direction of the belt St 
in Substantially the same manner as shown in 
Fig. 3, with reference to the cylinder 37. With 
the modified arrangement shown in Fig. 6, it is 
obvious that the perforated belt 67 will function 
in Substantially the same manner as the per 
forated shell 35, in causing the application of 
each sheet to the underside of the coating roll 6, 
Without any possibility of the sheet tending to 
follow around the surface of the roll 6, due to 
adhesive action of the coating as it is applied 
to the sheet. 
From the foregoing, it is apparent that by the 

present invention, there is provided an improved 
coating machine characterized by a number of 
advantageous features not possessed by existing 
machines of the rotating cylinder type. For ex. 
anple, the machine of the present invention is 
able to coat sheets of varying size and thickness 
Without necessitating any changes in the mech. 
anism in advance of running the different sheets, 
other than the previously described adjustment 
of the applicator member that determines the 
exact Spacing between the moving surfaces of 
the roll 6 and either of the perforated applicator 
members 8 or 67. In this respect, the machine 
of the present invention differs radically from 
conventional coating machines of the ...type 
wherein the sheets to be coated are carried 
around the Surface of a large cylinder, with each 
change in the size or thickness of the sheets to 
be handled requiring a different “nake-ready.” 
In the Operation of the present machine, for a 
given setting of the applicator roll a SSembly, as 
determined by the stops 52, sheets of Varying.Size 
and thickness within a considerable range can 
be run through the machine successively, due to 
the yieldable mounting of the entire assembly, 
which, however, is always set so that the appli. 
cator member, as represented by the perforated 
shell 35, or the perforated belt 67, never touches 
the coating roll 6 in the interval between the 
departure of a coated sheet and the arrival of 
an uncoated sheet at the point of tangency with 
the under surface of the roll 6. . . . . . . 

I claim: - . . . . . . . . . 

1. Apparatus for coating flexible sheets com: 
prising in combination, a rotatably driven roll, 
means for supplying coating medium to the sur 
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face of said roll, means for feeding a sheet in flat 
condition to engage one surface thereof with 
the periphery of said coating roll, means for sup 
porting said sheet in a flat condition beyond said 
coating roll, a second roll having a perforated 
surface, a hollow casing for rotatably supporting 
said second roll and providing a port extending 

... transversely to the direction of movement of a . 
sheet and in communication with a portion of 
said perforated roll surface, means for rotatably 

ject the uncoated side of a sheet to suction as it 
passes between said rolls within a zone defined 
by the limited number of perforations exposed to 
suction through said port, to thereby strip said 
sheet from said coating roll as it continues its 
movement in a flat condition onto said sheet sup 
porting means, and means for yieldingly sup 

... porting said second roll, said evacuated casing, 
... and said roll driving means, as a unit, so as to 

urge that portion of said roll in the vicinity of 
said port into engagement with the uncoated side 
of a sheet passing between the rolls. 

2. Apparatus for coating flexible sheets com 
prising in combination, a rotatably driven roll, 
means for supplying coating medium to the sur 
face of said roll, means for feeding a sheet in 
flat condition to engage one surface thereof with 
the periphery of said coating roll, means for sup 
porting said sheet in a flat condition beyond said 
coating roll, a second roll having a perforated 
surface, a hollow casing for rotatably supporting 
said second roll and providing a port extending 
transversely to the direction of movement of a 
sheet and in communication with a portion of 
said perforated roll surface, means for rotatably 
driving said second roll around said casing, 
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10 means for evacuating the interior of said casing 

to subject the uncoated side of a sheet to suc 

w 10 

driving said second roll around said casing, means. 
for evacuating the interior of said casing to sub 

15 

tion as it passes between said rolls within a zone 
defined by the limited number of perforations 
exposed to suction through said port, to thereby 
strip said sheet from said coating roll as it con 
tinues its movement in a flat condition onto said 
sheet supporting means, means for yieldingly 
Supporting said Second roll, said evacuated cas 
ing, and said roll driving means, as a unit, so as 
to urge that portion of said roll in the vicinity of 
said port into engagement with the uncoated 
side of a sheet passing between the rolls, and 
means responsive to the passage of sheets be 
tween said rolls, for retracting said second roll 
in advance of the arrival of the leading edge of 
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a sheet at said coating roll, and for releasing said 
retracting means to cause coating of said sheet 
at a predetermined distance from the uncoated. 
leading edgethereof. 

WILLIAM. T. SNYDER. 
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