
 

 

            Recommendations for Laminating    
 

 
Paper Type and Handling Considerations 
 

 Always use Coated One Side (C1S) Labels.  C2S grades are not designed nor guaranteed for this 
application.  Basis weights of 80-lb or above are recommended to provide adequate folding strength, 
scuff resistance, and minimize show-through. 

 
 Design the job to allow the paper grain to run cross the laminator feed direction if at all possible.  This 

will minimize the potential for wrinkling. 
 

 Keep unprinted paper and printed labels protected from adverse ambient air conditions.  Ideal conditions 
are (72) degrees Fahrenheit and 50% Humidity.  Do not open paper or label packages until the contents 
have reached the same temperature as the surroundings.  If the paper or the labels are to be used in a 
location with no temperature and humidity controls, keep them wrapped with film until immediately 
before use. Immediately rewrap any unused labels. 

 
 Paper stretches more in the cross-grain direction; however, it has a higher tensile strength in the grain 

direction. Folds of greater than (90) degrees may work better when the fold is parallel to the grain 
direction. 

 
Laminating Considerations   
 

 Always run the paper grain direction cross to the laminator feed direction (if possible).  The paper grain 
direction can be checked by wetting the backside of the printed label.  The valley of the resulting curl 
will be the same direction as the grain direction. 

 
 Condition the wrapped labels to the temperature of the air at the laminator prior to opening them and 

running them. Immediately rewrap any unused labels. 
 

 The corrugated board should be under 100° with a 38% - 42% RH.  Ideal cool time from the corrugator 
is 16-hours.  Laminations can occur within 4-5 hours after release from the corrugator if the proper glue 
is utilized for the application. If the board is too hot and the humidity is too high then blistering may 
occur.   

 
 Use resin or hybrid glues to avoid crystallization (avoid dextrin glues) once dried. 

 
 

Die Cutting Considerations   
 

 Use matrix score for all flat bed die cutting applications. Die cut on label side (face side) when using 
matrix.  Score width (8pt) should be discussed with the design staff and the tooling supplier prior to 
manufacturing.  Double scores can be simulated with surface mount tack on scores. 

 
 Rotary Die applications should be discussed with the current tooling supplier and the machine 

operator/supervisor when label applications are involved. Alternate scoring methods for panel scores 
should be considered since pressure can create checking issues. 

             


