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Bleeds - We can not guarantee perfect bleeds. Slight variation occurs naturally in the die cutting & folding process. For best results, allow 1/8” tolerance. 

The quality of the printed stock directly affects the process; with press bounce & missing side guidelines having a negative impact.  Variance can be 

minimized by using our Profile Die system on larger orders (25,000 +) or sending in stock that has been letterpress die cut and scored.  Grain 

direction is critical for Profile Dies.

Knockouts - Please keep knockout areas free of inks and varnishes, as they may cause glue to fail. Varnishing the sheet can be 

helpful in protecting heavy ink coverage from marking during converting.  

Guide and Gripper - Please mark and if running a full flood please add gripper and color bar dimensions to the sheet 

size. Print Fold Marks on sheet.  Do not print Die Marks.

Trim - Exact adherence to die layout reduces the need for trim before die cutting. Position layout at one 

edge of press sheet using 1 up sheet size as guide, do not center layouts on press sheet. Critical 

designs may still require trim to insure folding tolerances. 

Inside Tints - Please call for special layout.

Bleeds - We can not guarantee perfect bleeds. Slight variation occurs naturally in the die cutting & folding process. For best results, allow 1/8” tolerance. 

The quality of the printed stock directly affects the process; with press bounce & missing side guidelines having a negative impact.  Variance can be 

minimized by using our Profile Die system on larger orders (25,000 +) or sending in stock that has been letterpress die cut and scored.  Grain 

direction is critical for Profile Dies.

Knockouts - Please keep knockout areas free of inks and varnishes, as they may cause glue to fail. Varnishing the sheet can be 

helpful in protecting heavy ink coverage from marking during converting.  

Guide and Gripper - Please mark and if running a full flood please add gripper and color bar dimensions to the sheet 

size. Print Fold Marks on sheet.  Do not print Die Marks.

Trim - Exact adherence to die layout reduces the need for trim before die cutting. Position layout at one 

edge of press sheet using 1 up sheet size as guide, do not center layouts on press sheet. Critical 

designs may still require trim to insure folding tolerances. 

Inside Tints - Please call for special layout.

Bleeds - We can not guarantee perfect bleeds. Slight variation occurs naturally in the die cutting & folding process. For best results, allow 1/8” tolerance. 

The quality of the printed stock directly affects the process; with press bounce & missing side guidelines having a negative impact.  Variance can be 

minimized by using our Profile Die system on larger orders (25,000 +) or sending in stock that has been letterpress die cut and scored.  Grain 

direction is critical for Profile Dies.

Knockouts - Please keep knockout areas free of inks and varnishes, as they may cause glue to fail. Varnishing the sheet can be 

helpful in protecting heavy ink coverage from marking during converting.  

Guide and Gripper - Please mark and if running a full flood please add gripper and color bar dimensions to the sheet 

size. Print Fold Marks on sheet.  Do not print Die Marks.

Trim - Exact adherence to die layout reduces the need for trim before die cutting. Position layout at one 

edge of press sheet using 1 up sheet size as guide, do not center layouts on press sheet. Critical 

designs may still require trim to insure folding tolerances. 

Inside Tints - Please call for special layout.

Blee
ds -

 W
e c

an
 no

t g
ua

ran
tee

 pe
rfe

ct 
ble

ed
s. 

Sligh
t v

ari
ati

on
 oc

cu
rs 

na
tur

ally
 in

 th
e d

ie 
cu

ttin
g &

 fo
ldin

g p
roc

es
s. 

For 
be

st 
res

ult
s, 

allo
w 1/

8” 
tol

era
nc

e. 

The
 qu

alit
y o

f th
e p

rin
ted

 st
oc

k d
ire

ctly
 af

fec
ts 

the
 pr

oc
es

s; 
with

 pr
es

s b
ou

nc
e &

 m
iss

ing
 sid

e g
uid

elin
es

 ha
vin

g a
 ne

ga
tive

 im
pa

ct.
  V

ari
an

ce
 ca

n b
e 

minim
ize

d b
y u

sin
g o

ur 
Prof

ile 
Die 

sys
tem

 on
 la

rge
r o

rde
rs 

(25
,00

0 +
) o

r s
en

din
g i

n s
toc

k t
ha

t h
as

 be
en

 le
tte

rpr
es

s d
ie 

cu
t a

nd
 sc

ore
d. 

 G
rai

n 

dir
ec

tio
n i

s c
riti

ca
l fo

r P
rof

ile 
Dies

.

Knock
outs 

- P
lea

se
 ke

ep
 kn

oc
ko

ut 
are

as
 fre

e o
f in

ks 
an

d v
arn

ish
es

, a
s t

he
y m

ay
 ca

us
e g

lue
 to

 fa
il. V

arn
ish

ing
 th

e s
he

et 
ca

n b
e 

he
lpf

ul 
in 

pro
tec

tin
g h

ea
vy 

ink
 co

ve
rag

e f
rom

 m
ark

ing
 du

rin
g c

on
ve

rtin
g. 

 

Guide a
nd G

rip
per 

- P
lea

se
 m

ark
 an

d i
f ru

nn
ing

 a 
ful

l flo
od

 pl
ea

se
 ad

d g
rip

pe
r a

nd
 co

lor
 ba

r d
im

en
sio

ns
 to

 th
e s

he
et 

siz
e. 

Prin
t F

old
 M

ark
s o

n s
he

et.
  D

o n
ot 

pri
nt 

Die 
Mark

s.

Tri
m - E

xa
ct 

ad
he

ren
ce

 to
 di

e l
ay

ou
t re

du
ce

s t
he

 ne
ed

 fo
r tr

im
 be

for
e d

ie 
cu

ttin
g. 

Pos
itio

n l
ay

ou
t a

t o
ne

 

ed
ge

 of
 pr

es
s s

he
et 

us
ing

 1 
up

 sh
ee

t s
ize

 as
 gu

ide
, d

o n
ot 

ce
nte

r la
yo

uts
 on

 pr
es

s s
he

et.
 Criti

ca
l 

de
sig

ns
 m

ay
 st

ill r
eq

uir
e t

rim
 to

 in
su

re 
fol

din
g t

ole
ran

ce
s. 

Insid
e T

ints 
- P

lea
se

 ca
ll fo

r s
pe

cia
l la

yo
ut.

Blee
ds -

 W
e c

an
 no

t g
ua

ran
tee

 pe
rfe

ct 
ble

ed
s. 

Slig
ht 

va
ria

tio
n o

cc
urs

 na
tur

all
y i

n t
he

 di
e c

utt
ing

 & fo
ldi

ng
 pr

oc
es

s. 
For 

be
st 

res
ult

s, 
all

ow
 1/

8” 
tol

era
nc

e. 

The
 qu

ali
ty 

of 
the

 pr
int

ed
 st

oc
k d

ire
ctl

y a
ffe

cts
 th

e p
roc

es
s; 

with
 pr

es
s b

ou
nc

e &
 m

iss
ing

 si
de

 gu
ide

lin
es

 ha
vin

g a
 ne

ga
tiv

e i
mpa

ct.
  V

ari
an

ce
 ca

n b
e 

mini
mize

d b
y u

sin
g o

ur 
Prof

ile
 D

ie 
sy

ste
m on

 la
rge

r o
rde

rs 
(25

,00
0 +

) o
r s

en
din

g i
n s

toc
k t

ha
t h

as
 be

en
 le

tte
rpr

es
s d

ie 
cu

t a
nd

 sc
ore

d. 
 G

rai
n 

dir
ec

tio
n i

s c
riti

ca
l fo

r P
rof

ile
 D

ies
.

Knock
outs 

- P
lea

se
 ke

ep
 kn

oc
ko

ut 
are

as
 fre

e o
f in

ks
 an

d v
arn

ish
es

, a
s t

he
y m

ay
 ca

us
e g

lue
 to

 fa
il. 

Va
rni

sh
ing

 th
e s

he
et 

ca
n b

e 

he
lpf

ul 
in 

pro
tec

tin
g h

ea
vy

 in
k c

ov
era

ge
 fro

m m
ark

ing
 du

rin
g c

on
ve

rtin
g. 

 

Guide a
nd G

rip
per 

- P
lea

se
 m

ark
 an

d i
f ru

nn
ing

 a 
ful

l fl
oo

d p
lea

se
 ad

d g
rip

pe
r a

nd
 co

lor
 ba

r d
im

en
sio

ns
 to

 th
e s

he
et 

siz
e. 

Prin
t F

old
 M

ark
s o

n s
he

et.
  D

o n
ot 

pri
nt 

Die 
Mark

s.

Tri
m - E

xa
ct 

ad
he

ren
ce

 to
 di

e l
ay

ou
t re

du
ce

s t
he

 ne
ed

 fo
r tr

im
 be

for
e d

ie 
cu

ttin
g. 

Pos
itio

n l
ay

ou
t a

t o
ne

 

ed
ge

 of
 pr

es
s s

he
et 

us
ing

 1 
up

 sh
ee

t s
ize

 as
 gu

ide
, d

o n
ot 

ce
nte

r la
yo

uts
 on

 pr
es

s s
he

et.
 C

riti
ca

l 

de
sig

ns
 m

ay
 st

ill r
eq

uir
e t

rim
 to

 in
su

re 
fol

din
g t

ole
ran

ce
s. 

Insid
e T

ints 
- P

lea
se

 ca
ll f

or 
sp

ec
ial

 la
yo

ut.

3-1
/2

3-1
/2

3-1
/2

3-1
/2

3-1
/2

3-1
/2


