INTERNATIONAL ISO
STANDARD 16763

First edition
2016-03-01

Graphic technology — Post-press —
Requirements for bound’products

Technologie graphique — Exigence$\pour la finition — Produits reliés

Reference number

— TR — 1SO 16763:2016(E)

ISO

N\
= © IS0 2016


https://standardsiso.com/api/?name=990f803066bf5a3d6302ce406615e01b

IS0 16763:2016(E)

COPYRIGHT PROTECTED DOCUMENT

© IS0 2016, Published in Switzerland

All rights reserved. Unless otherwise specified, no part of this publication may be reproduced or utilized otherwise in any form
or by any means, electronic or mechanical, including photocopying, or posting on the internet or an intranet, without prior
written permission. Permission can be requested from either ISO at the address below or ISO’s member body in the country of
the requester.

ISO copyright office

Ch. de Blandonnet 8 « CP 401
CH-1214 Vernier, Geneva, Switzerland
Tel. +41 22 749 01 11

Fax +41 22 749 09 47
copyright@iso.org

WwWw.iso.org

ii © ISO 2016 - All rights reserved


https://standardsiso.com/api/?name=990f803066bf5a3d6302ce406615e01b

IS0 16763:2016(E)

Contents Page
FFOT@WOTM ........ooccccceeeesse e85 5588585555555 iv
IIUETOQUICEION........cco s \%
1 S0P .. 1
2 NOTIMATIVE FE@FEI@IICES ..........ccoo e 1
3 Terms and defiNITIONIS ...
3.1 Conversion processes.
3.2 Billdillg llleLllUdb ..................
3.3 Product and structure
34 Component and binding material
3.5 Binding quality evaluation ...
4 ProcCess reUITEIMEIITS ...t /\Q) ................................................ 5
4.1 LT3 1<) - S y\(b ....................................................... 5
4.2 Cutting for fOldiNg ... 6
4.2.1  Preparation.... .6
4.2.2  Cutting accuracy.. .6
4.3 Folding.......cooccsn w7
43.1 Fold types.... i
4.3.2  Folding control...... .8
4.3.3 Folding quality 8
44  Assembling into blocks 8
441 Gathering.......
4.4.2  Pasting on endpapers
4.4.3 Inserting....
4.5 Binding......ccccsen
4.5.1 Adhesive binding.... 552 i,
4.5.2  Thread sewing...,.@& ................................................................................................................................................ 10
453 Thread sealin@ ................................................................................................................................ 11
454  Lock-stitching 7.
455  Saddle-stitching
4.5.6 Single- t binding (spiral, wire-0, comb) ..., 12
4.6 TriMMING . e
4.7 Case-bou yok production...
471 2] - 1 OSSOSO ISR 14
4.7. <%?{ounding ANA DACKING ..o 14
4. Inserting a bookmark
@ : BaCK-TININE e
7.5  Attaching headbands..........ose s
&?\ 4.7.6  Case construction.....
S 4.7.7  Casing-in ...
4.7.8—Jointforming—
479 Addingajacket ...
4.8 Paper-bound book production
4.8.1  SIZE OF ThE COVET ..ot
4.8.2  WeIBhT Of The COVET ...oocciiiii e
4.8.3  COVET QP PIICATION oot
5 BIinding qUAlIty COMEIOL. ... 18
5.1 General
5.2 SAINPIIILG e 18
5.3 Inspection of the fiNal PrOAUCLS ... 18
Annex A (normative) Method to measure degree of warping of finished products........................ 20
Bibliography

© 1S0 2016 - All rights reserved iii


https://standardsiso.com/api/?name=990f803066bf5a3d6302ce406615e01b

IS0 16763:2016(E)

Foreword

ISO (the International Organization for Standardization) is a worldwide federation of national standards

bodies (ISO
through ISO

member bodies). The work of preparing International Standards is normally carried out
technical committees. Each member body interested in a subject for which a technical

committee has been established has the right to be represented on that committee. International
organizations, governmental and non-governmental, in liaison with ISO, also take part in the work.
ISO collaborates closely with the International Electrotechnical Commission (IEC) on all matters of
electrotechnical standardization.

The procedy

described i
different ty
editorial ru

Attention is

- tHS€6 O—6GEYVE1OP b GO CHTEH a11o hose—trtended v, i v e "3‘ efratreée are
the ISO/IEC Directives, Part 1. In particular the different approval criteria neededfor the

bes of ISO documents should be noted. This document was drafted in accordande\with the
es of the ISO/IEC Directives, Part 2. www.iso.org/directives

drawn to the possibility that some of the elements of this document may be the subj¢ct of

patent rightss. ISO shall not be held responsible for identifying any or all such patént-rights. Detalils of
any patent rjights identified during the development of the document will be in thé)Introduction and/or

on the ISO list of patent declarations received. www.iso.org/patents

Any trade npme used in this document is information given for the conyvenience of users and doefs not

constitute ah endorsement.

For an exp
assessment,

Barriers to Trade (TBT) see the following URL: Foreword - Supplementary information

The commitftee responsible for this document is I[SO/TC 130, Graphic technology.

anation on the meaning of ISO specific terms and\expressions related to conformity
as well as information about ISO’s adherence to*the WTO principles in the Technical
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Introduction

Bound products, such as booklets, brochures, case-bound or paper-bound books, etc., are commonly
used in daily life across countries. Post-press is the last but not the least process in the production
flow of bound products, which includes pre-press, printing and post-press. This International Standard
introduces the use of the standardization approach to accomplish the conversion of printed sheets into

end

products and to achieve the desired result.

Post-press production has a significant effect on the appearance, usability and durability of bound
products. The aim of this International Standard is to address the major quality elements in post-press

rebian-af ciiol oo Ao, o
prodlu.txuu OTS5UCIT pPT Uuu\.to.

Postipress production of bound products involves four major processes: cutting, folding

and
can

requjrements and tolerances for the outcomes of processing operations id ‘order to a
defidiencies. Although material specification is not covered in this International Standard
is nof normally the responsibility of the finisher, it is recommended that, if'a long life is req;
bound product, ISO 9706 gives guidance.

This|International Standard is expected to benefit both manufacturers and customers in

and

The

This|International Standard doeswmot cover special effect or surface decorations.

binding. As the process steps are interrelated and sequential, any deviations from curty
lead to deficiencies in the end product. Accordingly, this International Standard specif

ublishing industries in terms of the production and assessment of bound products.
]:se of this International Standard is intended to

eénhance overall process control of the production ef,bound products,

eénhance production efficiency and accuracy inypost-press processes,

feduce occurrence of remakes resulting from inadequate working methods, and

ﬁromote transparency of the quality requirements of post-press operations in a
nderstood manner.

assembling
ent practice
es technical
yoid quality
because this
hired for the

the printing

universally
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INTERNATIONAL STANDARD IS0 16763:2016(E)

Graphic technology — Post-press — Requirements for
bound products

1 Scope

This International Standard specifies quality requirements and tolerances of bound products and
interrediate TOMpPOITEItS: It TS appiicable to products Tequiring imdustriat bitding,; forexample, books,
magdgzines, catalogues and brochures.

2 Normative references

The following documents, in whole or in part, are normatively referenced\in’ this docunjent and are
indigpensable for its application. For dated references, only the editign)cited applies. For undated
referfences, the latest edition of the referenced document (including any-amendments) applies.

[SO 334, Paper and board — Determination of thickness, density and Specific volume

[SO §36, Paper and board — Determination of grammage

3 Terms and definitions

For the purposes of this document, the following terims and definitions apply.

3.1 | Conversion processes

bacKing
shapjng aridge or shoulder on each side of the spine of a book block after rounding, ideally complemented
by gluing a material stripe on th&:spine with the same width as the spine

holding signatures or_sheets together along one edge by means of staples, adhesives, thread, wire
or other means

Note [l to entry:Maost of the time, the binding process also includes attaching a cover to the bound bjock.

3.1.3
casingin
gluinig'endpapers to the inside of the case to anchor the bound and trimmed book block int¢ the case

3.1.4
cutting
using a mechanical device (e.g. blade) to reduce sheets to a size that is suitable for further processing

3.1.5

creasing

indenting lines into substrates, such as cardboard or paper, to guide subsequent folding operations and
to prevent cracking

© IS0 2016 - All rights reserved 1
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3.1.6

folding

bending a printed or blank substrate upon itself in order to achieve specified dimensions and
folding layouts

Note 1 to entry: It is important that the correct imposition is used at the printing stage in order to obtain the
sequence of pages in a bound product, as well as to compensate the creep.

3.1.7
gathering
assembling either by collating of signatures to form a multi-layer block or by inserting one signature

inside anothersignatureteoform-a-single-layerblock

3.1.8
gluing-off
applying glue on the spine of a thread sewn or thread sealed book block

3.19
inserting
assembling pignatures one inside another or putting loose inserts into print products

3.1.10
back-lining
covering the glued spine by a material stripe with an extension on frontand back side of the book block

3.1.11

rounding
forming, bymechanical or manual manipulation, the spine ef.a book block into a convex shape prior to
backing

3.1.12
trimming
cutting off the edges of a blank or printed substrate or book block to achieve the required format

3.2 Binding methods

3.21
adhesive binding
converting process used to join;by’gluing individual pages or signatures and covers into a final product

Note 1 to enfry: There are different types of adhesive binding that result from the different processes of [spine
preparation prior to the application of adhesive; commonly used types are notch binding and perfect binding.

3.2.2
lock-stitching
sewing method where two threads, an upper and a lower, are used to link together in stitching

Note 1 to entry: This method is used mainly for identity cards and passports.

3.2.3

notch binding

type of adhesive binding where slots are cut into the spine edges of the gathered signatures to facilitate
the penetration of adhesive

3.2.4

perfect binding

type of adhesive binding in which gathered signatures or sheets are connected to a book block by
applying glue on the binding edge after executing spine preparation techniques

Note 1 to entry: In the broad sense, perfect binding is also used as an alternate term for adhesive binding.

2 © IS0 2016 - All rights reserved
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3.2.5

saddle-stitching

binding method where a set of folded and inserted signatures is bound with stitches or staples driven
down through the centre fold of the spine

Note 1 to entry: This method is used mainly for menus, brochures and magazines.

3.2.6

single-sheet binding

type of non-adhesive binding in which the single sheets are held together by a plastic or metal binding
tool (spiral, wire-o and comb), showing a particular good lay-flat behaviour.

Note [l to entry: This method is used mainly for products that need to lay flat when opened, such@s|board books,
cooklpooks, notebooks, calendars and manuals.

3.2.7%
threpd sealing
sealing method used as an economical alternative to thread sewing, where ‘the signatures are bound
with|single thread staples containing a thermoplastic coating during the foelding process

3.2.8
threpd sewing
binding method where the gathered signatures are sewn togethér with thread before bejng inserted
into f cover or book case

Note|l to entry: There are two thread sewing methods: sewing with stitches on a straight line and sewing with
stitclles on a staggered line.

3.3 | Product and structure

3.3.1
bindiing edge
edge|of a book block along which signatubes or pages are bound by means of staples, adhesjves, thread,
wire|or other means

3.3.2
bindiing margin
white space that is left blank'between the binding edge and the printed area of a page

3.3.3
casetfbound book

set of blank, writfeiror printed pages bound in a case made of solid boards glued onto the end paper
of a hook block

3.34
bound product
booJor book block, made up of one or more folded sheets or single sheets, held together byla particular
binding method, with or without a cover

3.3.5
brochure
set of blank, written or printed pages bound together in a cover made of cardboard (soft-cover)

3.3.6
fore edge
front edge of a book or book block that is opposite, and parallel, to its binding edge

3.3.7
head
top edge of a book or a book block

© IS0 2016 - All rights reserved 3
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one of two grooves that run head to tail on the outside of the case, front and back, in the gap between
spine inlay and case boards

3.39

Omega staples

variant of w

ire staples with shaped eyelets to be used as file holes

Note 1 to entry: Loop stitch is same as Omega staple.

3.3.10

shoulder
outer edge d

3.3.11
spine
back of a boq

3.3.12
squares
edges of the

3.3.13
tail
bottom edgd

3.4 Comy

3.4.1

book block
part of a ca
prior to the

3.4.2

bookmark
fabric ribbo
of abook to

3.4.3
case
hardcover o

3.4.4
cover
flexible or r

n each side of the rounded spine of a book block that is formed by the backing process

k block or outer portion of a book where the pages are held together, oppesite to the fore

book case extending beyond the book block at the head, tail and)fore edges

b of a book or a book block

jonent and binding material

se-bound book or brochure, consisting 6f a trimmed or untrimmed bound block of sh
npplication of the book case or cover

h, one end of which is nermally glued onto the top of the spine, inserted between the
mark the reader’s place

f a book confposed of front and rear boards, spine inlay and covering material

gid cardboard connected to the book block to protect and strengthen it

3.4.5

covering material
flexible material, which can be paper or fabric, attached to the case boards and the spine inlay of a case

3.4.6
end paper

folded sheet used at the front and back of a book block to connect it with the case using glue

3.4.7
headband

decorative fabric band glued onto the upper and lower edges of the spine of a book block

edge

eets,

ages

© ISO 2016 - All rights reserved
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3.4.8
multi-layer block
book block assembled by collation of signatures in page order

3.49

overhang
part of the covering material that extends beyond the edges of the case boards and spine inlay
before turning-in

3.4.10
signature

1

print
3.4.1
sing
bookK
can i

3.4.1
spin
strip

3.4.1
turn
over]
the ¢

3.5

3.5.1
glue
unco

3.5.2
grail
dired
and 1

Note

Note
The 5

Note

d ola 4 H ] Teaala Fo1 1o oo L | ol L 1L 1
CU SIITTL, Dlllslc Ul lllulLllJlC ITUIUCTU U DT UstUuU dos lJCll LUl'a UUUN UIULN

1
e-layer block

block consisting of a single signature or assembled by inserting signatures into one an
e bound to form a thin magazine, a booklet or document with a limited number of pag

2
p inlay
e of cardboard or solid board attached with gaps between the front and rear boards of

3
-in
nang that is turned over the edges of the case boardsrand spine inlay onto their insid
ase

Binding quality evaluation

penetration
ntrolled and inhomogeneous penetration of glue between the sheets of a book block

 direction
tion in which the majority of the fibres in a piece of paper, cardboard or solid board
he direction in which the warp threads run in cloth

2 to entry: Theheet is called long grain if the larger dimension is parallel to the machine di
heet is calledshert grain if the larger dimension is parallel to the cross direction (CD).

B to entrysJn book binding, the right grain direction is preferentially parallel to the binding ed

4 1]

bther, which
es

a case

e surface of

are aligned

1 to entry: The graindirection in a sheet of machine-made paper is also referred to as the machfne direction.

rection (MD).

ge.

Process requirements

4.1

General

Post-press production of bound products is carried out in a series of process operations. A typical
workflow is shown in Figure 1 and, for each operation, the number of the clause describing it is given
in parentheses.

© ISO

2016 - All rights reserved
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Cutting for folding (4.2)

I

| Folding (4.3) |

|

| Assembling into blocks (4.4) |

Lock-stitching and
Sewn binding sadle-stitching

Single-sheet binding

Unsewn binding (s?iral, wire-o, comb)
Binding Binding Binding o
(adhesive) (thread sewing) (4.5.2) (lock-stitching) (4.5.4) Bl.ndmg o
(4.5.1) (thread sealing) (4.5.3) (saddle-stitching) (4.5.5) (single-sheet binding) (4.5.6)
Paper bound *
v Case bound Glging—off the Paper bound s
Cover spine (4.5.1.3) Cover Trimming® Trimming?
applicdtion / | application (46) (4.6)
(4.8.3) (4.8.3)
Trimming Case T
l (4.6) construction
Trimnfing l (4.7.6) Trimming A4 v
(4.6) (4.6 | End product | l End productl
l Rounding and
backing (4.7.2)

| End pr

Key
a For somg

b For singl

NOTE
Internationa

All processs
There shall
product. Th

4.2 Cuttil

4.2.1 Pre

duct |

Inserting a

Attaching

bookmark (4.7.3) \ v

Back-lining (4.7.4)

headbands (4.7.5)

Casing-in (4.7.7)
Joint forming (4.7.
Adding a jacket (4

Standard.

paration

8)
7.9)

End product

Figure 1 ——Workflow chart for bound products

ng for felding

| End product |

lock-stitched blocks, cover application (if necessaty) takes place before trimming.
e-sheet binding, trimming (if necessary) takes, place before binding.

The number in parentheses in each-box refers to the number of the relevant clause ir this

s shall be performed-in a way that no markings, ink transfer, wrinkles, cracks, etc. dccur.
be prior information’ exchange between parties on all aspects of quality of the end or|final
s includes infarnration on the standardized climatic condition of the region of use.

Prior to the cutting operation, tests for cutting pressure shall be performed to ensure the avoidance of
marking in subsequent processes.

4.2.2 Cutting accuracy

4.2.2.1 Pi

les of sheets

A first master edge (usually identifiable by the printed register mark) shall be defined, either parallel
or perpendicular to the printed content, and a second master edge shall be defined; the angle between
them shall be 90° + 0,2° If the angle between the master edges cannot be guaranteed, the following
edge and squareness tolerances shall apply.

© ISO 2016 - All rights reserved
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The squareness and dimensions of a cut pile shall be determined by taking the measurement of two
sample sheets (one from the top and one from the bottom of the pile). The squareness of the sheet shall
be determined by measuring both the horizontal and vertical edges (W1, W2, H1, H2) and the diagonal
lines (X, Y) as shown in Figure 2, where the squareness tolerance is given by the values of W1 - W2,
H1 - H2 and X - Y, each value shall be #0,5 mm. For dimensional accuracy tolerance, the value shall be
1,0 mm per 1 000 mm.

A calibrated measuring device shall be used to take measurements.

w1
w P4
N s
N 7
N -,
N -’
N -’
N ’
N ’
N ’
N ’
N ’
N -’
N -’
N -’
N -’
N -’
N ’
N -’
H1 NS H2
270N
-’ N
-’ N
-’ N
-’ X
-’ ~
X 7 SNY
’ N
-’ N
-’ N
-, N
-, N
-’ N
’ N
’ N
-7 RN
Vd A
w2

Figure 2 — Measurement of edges and diagonal lines for squareness
4.2.2.2 Web-fed cutting
In cutting for web-fed-production, the position of the cutting edge and any perforation shall be within
1,0 mim of the desjgir'cutting position.
4.2.2.3 Cutting quality
Afteff any cutting operation and removal of the waste from the cut edges, the material shall match the
desited=shapeand-dimension rd-be a@ om-BEre a1 nifa 1m in N

ape-and > er breaks and
burring due to a blunt cutting instrument.

4.3 Folding

4.3.1 Fold types

The appropriate fold type and imposition schema for a signature is provided as part of the job information.

© IS0 2016 - All rights reserved 7


https://standardsiso.com/api/?name=990f803066bf5a3d6302ce406615e01b

ISO 16763

:2016(E)

4.3.2 Folding control

Folded prod

NOTE
perforation c

ucts should show no cracking along the fold or any wrinkles.

an be carried out.

4.3.3 Folding quality

To prevent cracking, pre-creasing along fold lines can be carried out and, to prevent wrinkles,

Measurement for folding accuracy shall be taken on the last folding position using reopened unbound
signatures under a graduated magnifier. The deviation tolerances between the last folding position and the

folding marl
fewer folds {

NOTE If
guide. If pap
deviations m

4.4 Assembling into blocks

441 Gat

During gathfring, signatures shall be aligned both to the leading edge and to the spine with a devi

tolerance of]
collating mg

NOTE G4

daLL i £L.1] L. a-Talla 1 L 11 1 A £laal
o TUIL UITITCITIIU ITUIIIUCTT S5 UL ' TUIUS SITUVIT 11T 1dUIC 1 S1idll al}l)l)’. 1I'UI lJalJCl o Ul lllsllcl 51 allll

hould be made. The grammage of paper shall be determined as described in ISO 536

Table 1 — Deviation tolerance for folding accuracy

Number of folds Deviatiorlrllrtnolerance Applicability of the tolerance
1 fold 0,60 Substrates up to.200 g/m?
2 folds 0,70 Substrates upct¢r180 g/m?
3 folds 0,90 Substrates,tip to 150 g/m?
4 folds 1,00 Substrates up to 100 g/m?

papers have a high bulk, the folding accuracy will be affected. The basis weight is intendec
brs with higher basis weights are to be folded more ¢ften than indicated in Table 1, larger fq
hy result.

hering

+0,5 mm. The correctness-gf-the sequence of signatures shall be checked (either visual
rks or automatically byan-inspection system).

thering can be performed in more than one process to form multi-layer blocks or single-layer b

age,

| as a
lding

htion

ly by

ocks.

If an overlap is required fef-a gathering operation, the trim-cut overlap should be appropriafte to

the device U

NOTE

4.4.2 Pas

The trim-ctit overlap is usually a minimum of 5 mm.

[ing'on endpapers

sed.

The fold of each endpaper on the first and last signatures respectively should have an offset of
(1,5 £ 0,5) mm from the outermost fold of the signature. The adhesive line shall be straight and have a
maximum width of 5,0 mm, clear of ink or varnish. The endpaper shall be aligned with the signature on
the head. See Figure 3.

© ISO 2016 - All rights res
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Key
folded signature
gndpaper

offset

Figure 3 — Position of the endpaper

4.4.3 Inserting

Wheh other folded sheets or leose inserts need to be inserted into a block, the following criteria
shall be observed.

a) The size of any insert(shall not be larger than the size of the normal signatures in the epd product.

b) Different inserts{-for example a single insert, an odd-sized insert or fold-outs, may be glued or sewn
into the block-by/machine or manually.

c) The size of\any fold-outs shall be at least 2,0 mm smaller than the final product size, s as to avoid
gny over-cut in trimming. The four sides of the fold-outs should be parallel to those of the block.

d) O0dd:sized inserts shall be placed between full-sized signatures.

4.5 Binding
4.5.1 Adhesive binding

4.5.1.1 Notch binding
Notches cut into the folds of the gathered signatures shall have the depth and spacing compatible with

the paper type and the composition of the adhesive. Usually, each notch should go through the folds and
may be from 15 mm to 18 mm in length, with a spacing of 3,0 mm to 5,0 mm.

© IS0 2016 - All rights reserved 9
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4.5.1.2 Perfect binding

In perfect binding, the folds of the gathered signatures shall be milled off. If single sheets are being
bound, then they can be built up to form the block without the need to grind anything off. Depending
on the paper thickness and the number of pages per signature, the depth of milling shall ensure the
separation of the block into individual sheets. Notching and roughening may be applied to improve the
adhesion. During all these processes the alignment of the signatures shall be kept. The milling shall be
even across the spine. There should be no printing, varnishing or previously applied glue in the area
reserved for gluing, which should also be free of dust.

45.1.3 A

plication of spine and side glue

The coating]
with the tec

The operat
accordance

Glue penetr

The thickne

in the final product.

4.5.2 Thry

Thread sew
a high basis

The thread
spine fold. 1
The tension
being any wj

Any signatu

Foragoodb
to the spine

Staggered st
The thread j

4.5.1.3 apply.

Table 2 —The stitching arrangement for different spine lengths of a book block

layer of the adhesive should be bubble-free and uniform with a thickness in ac¢ord
hnical specification of the glue manufacturer.

ance

ng temperature of the adhesive and any other operational requiremeints” shall e in

with the technical specification of the glue manufacturer.
hition of more than 1,0 mm on a significant number of pages should be avoided.

5s of the side glue should be kept as low as possible. Excess glue shall not be visible anyw

ead sewing

ing should be used for products of high durability, frequent usage and also for papers
weight.

used shall be stronger than the substrate. The stitches shall be evenly distributed o
he stitching holes shall align with the centre fold with a deviation tolerance of +0,5
in the thread should be such that the signatures are bound tightly together without {
rinkles or tearing. Any torn thread o¥:missing stitches shall be avoided.

re of the thread sewn book blockshall be aligned to the head with a tolerance of 0,5 1

onding of the signatures ofa:book block, the number of stitching groups should corres
length, the stitching arrangement in Table 2 is recommended.

itching should be used'to avoid spine build-up, if necessary.

rhere

with

h the
mm.
here

pond

ewing procesg-shall be followed by the process of gluing-off the spine. The requirements of

V.

Spine length of book l\ff Xllml:‘r;lﬁ‘l:tinf:nfffgl .
block X - Mimimmum nmumberof
left without stitches stitching groups
mm
mm
>420 25 8
297 - 420 25 6
210 - 296 20 4
148 - 209 15 3
105 - 147 15 2

When the spine length of a book block is equal to or less than 105 mm and the block thickness is no
more than 6 mm, lock-stitching is recommended.

10
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4.5.3 Thread sealing

Thread sealing is carried out following the folding process, where thread staples with a thermoplastic
coating shall be pushed from the inside to the outside of the sheet prior to the last fold and then the

thread ends shall be laid out backwards and fused to the spine of the sheet by pressure a

nd heat. The

staples shall align with the binding edge with a tolerance of #0,5 mm. The staple length should be more

than 12 mm, the spacing between the staples should be less than 38 mm.

The thread sealing process shall be followed by the process of gluing-off the spine with a lining stripe.

The requirements of 4.5.1.3 apply.

NOTE Threadsealingis considered as an alternative to thread cnuring or pnrfp(‘f binding
=] =]

4.5.4 Lock-stitching

Locktstitching (saddle or side) should be used for combining a low number of signatures or|sheets with

a majkimum spine thickness of 6,0 mm. Although thread is used in these methods, the met
described as thread sewing. There should be three to four stitches per 10 . For side lo
ther¢ should be a space of 4,0 mm * 1,0 mm between the centre fold and the stitching line.

4.5.§ Saddle-stitching

Saddlle-stitching may be applied to the binding of single-layef\blocks. The maximum blo
is related to the staple format. Blocks stitched with flat staples should have a maximum

nods are not
ck-stitching,

'k thickness
thickness of

8,0 mm. Blocks stitched with Omega staples should have-@ymaximum thickness of 6,0 mm| with a loop

diameter of 6,0 mm.

The gauge of the wire used for the staples should be dependent upon the block thickness (
The flistance between each staple (outer staple§’if there are more than two) and the ne
or c $hould be equal with a tolerance of 3,0 mm (see Figure 4). The distance between the
b shuld be greater than one third of the ‘height of the product. For the Omega format,
tolerpnce should be 2,0 mm and the Omega staple formation tolerance should be +1,0 mm

see Table 3).
hirest edge a
two staples
the position

© ISO 2016 - All rights reserved
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F/

T
M1

- T

Key
1 staple

Figure 4 + Positioning of staples in saddle-stitched.products (showing optional third staple)

Each staple should have its two legs bent over with:duhaximum space of 3,0 mm between the ends of the
wire. The stpples shall align with the centre foldwith a tolerance of +0,5 mm. A creasing of the coyer is
recommended when using thicker cover stock'aind lamination is recommended to prevent tearing of the
cover around the staples.

Table 3..=/Minimum wire gauge for staples

Book block thickness Wire gauge Wire diameter
mm BWG mm
<5 26 0,46
5=10 25 0,51
>10 22 0,71
NOTE BWG~= Birmingham Wire Gauge, a British wire measurement system that is widely [used

throughout threwortd:

4.5.6 Single-sheet binding (spiral, wire-o, comb)

Single-sheet binding includes spiral, wire-o and comb binding. During the binding process, the book
block shall be punched or drilled with a series of small holes (square or round) along the binding edge
and a metal or plastic coil shall be threaded through the holes in spiral binding; a set of double wire
loops shall be inserted into the holes in wire-o binding or a plastic comb shall be inserted into the
holes in comb binding, so as to hold the cover and the pages together. The holes in the cover shall be in
alignment with that in the pages.

For a reliable binding result, the specifications of the plastic or wire used should correspond to the
thickness of the gathered pages and a side clearance should be maintained to ensure easy opening and
to avoid tearing of the paper. Recommended parameters are given in Table 4 and Table 5. The loops of

12 © IS0 2016 - All rights reserved
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the binding shall be fully closed and not distorted through excess pressure in the closing process. The
ends of the plastic or wire shall not protrude from the product.

Table 4 — Specification for wire-o binding

Wire gauge Product thickness Loop diameter Pitch Side clearance
mm mm mm mm mm
4,8 3,0 4x4 8,47 2,0
6,4 4,0 4 x4 8,47 2,5
79 6;6 44 8747 3,0
9,5 7,5 4 x4 8,47 8,0
11,1 8,5 5x 4 8,47 8,0
12,7 10,0 5x 4 8,47 8,0
14,3 12,0 5x4 8,47 8,0
159 13,5 5x5 12,7 B,5
19,0 14,5 5x5 12,7 B,5
22,2 17,5 6x6 12,7 1,0
25,4 22,0 6x6 12,7 1,0
31,8 27,0 6x6 12,7 b,0

Table 5 — Specification-for spiral binding

Coil gauge Product thickness Coil diameter Pitch Side clearance
mm mm mm mm mm
4,8 3,0 4,7 8,47 ,0
6,4 4,0 6,3 8,47 p,5
79 6,0 79 8,47 8,0
9,5 7,5 9,5 8,47 8,0
11,1 8,5 11,0 8,47 8,0
12,7 10,0 12,7 8,47 8,0
14,3 12,0 14,3 8,47 8,0
15,9 13,5 16,0 12,7 B,5
19,0 14,5 19,0 12,7 B,5
22,2 17,5 22,2 12,7 1,0
254 22,0 25,4 12,7 t,0
318 270 36,9 12,7 5,0

For comb binding, follow the recommendations of the system provider.

4.6 Trimming

Trimming with a guillotine or a three-knife trimmer shall avoid marks from the pressing bar and the
cutting table. Trimming shall be performed after sufficient drying of the glue. After trimming, the book
or book block shall have its spine free of wrinkles, and 90° angles in each of the four corners of both
the front and back. The trim size and squareness tolerances shall be +0,5 mm for thicknesses up to
30 mm and +1,0 mm for thicknesses greater than 30 mm. For measurement, see Figure 2 in 4.2.2.1. The
dimensions from front to back should be equal with a tolerance of £0,5 mm for thicknesses up to 30 mm
and =1,0 mm for thicknesses greater than 30 mm. Brochures with protruding flaps shall be trimmed
without damaging the flaps.
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bound book production

4,71 General

Sequence of

individual processes may vary according to different manufactural recommendation.

4.7.2 Rounding and backing

Where applicable, book blocks shall be evenly rounded from head to tail and backed to form shoulders
on both sides. The height of the shoulders shall be equal to or slightly less than the thickness of the case

board. Rou

ding and backing should be performed on hook blocks with a thickness of over 13 mm

orif

no rigid spif

NOTE Sq

4.7.3 Inse¢

le inlay is used.

me product types, such as photo books, are typically produced without rounding and backing

brting a bookmark

If a bookmalrk is used, the ribbon shall be inserted into the block and glued close, to the middle g

spine appro
than the di
evenly thr

4.7.4 Bac

Fabrics, paj
block. The I
extend beyqg
height of th
(application
book block 4

4.7.5 Attd

When head]
+0,5 mm. TH

4.7.6 Cas

4.7.6.1 (4

Front and 1
running pat
squares on

ximately 20 mm from the head. The length of the ribbon shall be-at least 10 mm Ig
onal line of the book block. If there is more than one bookmark; they should be positi

oa\Iigghout the book block.

k-lining

ack-lining material shall be evenly and firmly attached to the spine. The first lining s}
nd the book block, while further linings should have the same width as the book block
e lining can be either the same as the book block (application before trimming) or snj
after trimming). The lining material should be appropriate for the size and weight ¢
nd the intended stiffness of the spine.

ching headbands

pands are applied, the width\shall be equal to the width of the spine with a toleran|
ey shall be attached squarely and firmly to the spine and be clearly visible.

b construction

se boards

ear boards' (see Figure 5) shall be cut squarely and smoothly, with the grain dire
allel tocthe spine. The height of the boards shall be the height of the book block plu
the<head and the tail. The width of the boards shall be the width of the book block

the square

f the
nger
oned

er or compounds should be used as back-lining mdterial to reinforce the spine of the

jould
. The
aller
f the

ce of

ction
s the
plus
it for

bii-the fore edge minus the space between the spine inlay and case boards that is le

creating a joint.

The board thickness may be between 1,5 mm and 3,5 mm or even larger, which should be appropriate
for the size and weight of the book block. The thickness shall be measured according to ISO 534. Squares
on boards should correspond to the size of the book block and the thickness of the board. The correlated

variables lis

14

ted in Table 6 should be applied.
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Table 6 — Book block size, board thickness and squares width

Book block size Under A5 (B6) A5 (B6) to A4 (B5) Above A4 (B5)
mm mm mm

Board thickness >1,5 >2,0 >3,5

Square width 3,0+0,5 3,5+0,5 4,0+0,5

4.7.6.2 Spine inlay

The spine inlay (see Figure 5) shall be cut squarely with the grain direction running parallel to the spine.

Its width may be roughly calculated by the spine width plus two thicknesses of the board,

verif]
shall

the Qoard). Selection of the material for the spine inlay shall be made in accordanice with

the s
whil

4.7.4.3 Covering materials

The height of the covering material shall be equal to the height of the case boards plus the
the hoards plus a head and tail overhang. The width of the covefing material shall be equal

of tw

4.7.4.4 Casemaking

Fron
spac
wide]
mate
and

shall

completely cover the boards (see.Eigure 5), so that after turning-in no grey board is visible

ied using a book block showing all essential properties of the book block to be usedlat
be equal to the height of the case board with a tolerance of -0,5 mm (it shall‘not be

t and rear boards and the spine inlay shall.be firmly fixed to the covering material w
es between the spine inlay and the boards‘shall be uniform and approximately 6,0 m

depending on the thickness of the boards and the intended product properties. T
rial shall be turned in tightly and uniformly, approximately 15 mm to 20 mm wide
thall adhere neatly and tightly to;the edges of the boards. The corners of the cover
be cut at a 45° angle and the distance between board corner and cut edge shall be hig

but shall be
br. [ts length
longer than
the shape of

pine (rounded or square). For a square spine, the spine inlay should be the'same as theg case board,
e, for a rounded spine, a suitable cardboard with a lower basis weight can‘be considered.

thickness of
to the width

7o boards plus two thicknesses of the board plus two_fore edge overhangs plus the width of the
sping inlay and the spaces between the inlay and the two boards (see Figure 5).

th glue. The
m to 13 mm
he covering
on all sides,
ng material
h enough to
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Key
1 cutedge I1  width of covering material
2 front bogrd I .\ height of covering material
3 rear board I3 space between two boards
4  spine inlhy l4  width of turn-in on fore edge
5 covering/material Is  width of turn-in on head and tail
lg  space between spine inlay and front board
I7  space between spine inlay and rear board
I3  distance between board cover and cut edge
Figure 5 — Case construction
4.7.7 Casjng-in
The book block shall be positioned with its spine correctly aligned to the spine inlay of the
Endpapers ghal]l be pasted down fully and smoothly onto the case boards and be free of wrinkle

case.
5 and

bubbles. All squares should be uniform around the perimeter of the boOK block with a tolerance of

+1,0 mm. The joint shall be formed squarely and securely. See Figure 6.
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