2096945 | MPROVED BOUND BOOK AND METHOD OF MAKI NG SUCH BOOKS BACKGROUND OF
THE | NVENTI ON ;Perfect binding is very popul ar because it is 5 much faster
and S -expensive than side sewing or spine sewing, and it cangbe _used t0
manuRkact ure books which are too thick for saddle stitching. HO\M?\&B§§45
conventional perfect binding has the di%%ﬂvantage that the pages are not
held at the spine with the strength of sewn books. 10 This, therefore,
limts the categories of book e hi pe bi hding may be appli ed.
Children's books are a very(ﬁ ‘ i pecause they nust be
capabl e of standing up to r . of such books have

generally con- 15 si dered dg !ﬁﬁ@@rd‘-‘;tfﬂﬁ ﬁ%ﬁfbﬁem for strength.

Thi's, however, adds greatly _ _ and cor- respondingly

limts the market for‘ﬁH?Eed%“%Eﬂé#ﬁ&yisav%f?dp?@ﬁl&f'ﬁééggéériEEE¥ years
ch 1S ca ]

for a nethod of binding books whi apable 0 roduc- , I ng books
conpar abPe | FaghfasFer At tIeeD HRARSHYVE ntRARNSHIRIPRYARGUPT aEPABBuUt t he
cost of perf gewibig\didi@ fhecdieask hased ofo CRMGEactaeeNBobREEwWREEheae t he
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sheet s, 18ach Thiignattherefaneg kinitse %iq@tja%ﬁ@eshefsbpﬂé,s ERJWBAFB pack
hé%luglts eg@k@%dﬁmgghdgﬁbzgéyt$@.§¢§§ggd§|des of sheets in each
signature pefetrated by, /i L1 Pl So&¥s %rd' 855ety BaSEda11zea cate-
'gory because they must be capable of standing up to rough
handling; so publishers of such books have generally con-

15 sidered it necessary to have them sewn for strength. This,
howeﬁer, adds greatly to the cost of such books and cor-
respondingly limits the market'fdr them.

Accordingly, a need has existed for many years
for a method of binding books which is capable of produc-

20 ing books comparable in binding strength to books with
sewn bindings but at about the cost of perfect binding.

The need has, of course, become more acute as the cost of

<§ book manufacture increases; and for several years the cost
' of sewn, case-bound bocks has indicated such a need in a
25 broad range of books.

SUMMARY OF THE INVENTION

In accordance with the présent inﬁention, a bock
which is bound and ready to be covered or cased comprises
a pack of signatures at least some of which comprise a
30 plurality of interleaved sheets, each signature having a
closed side along the spine, and said pack having its
entire spine and all the closed sides of sheets in each
signature penetrated by a multiplicity of closely spaced,
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<2+ wide open not ches whi ch greatly enlarge the area of the spine to whj &
adhesi ves may _be-applied; and a w aparound coating of adhesive which cs'
t he entl re splne area i ncl udi ng the faces of the notches, the spine bet:

theptches, and 5 the front and batlké surfaces of the pack between and
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which is on the faces of the not'ches and 10 the spi ne bet ween t he not ches,
said thin ocEalaldﬂalgB§med whdich tdﬂ\rﬁkr&d'dw Rt e gSpiae gen%euns:hudhegnbbehes
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spaced, w de open notches in the spine of a cl'anped pack of signatures :
whi ch penea&gm:aﬂte the inatchese said ataparcowndsecoatingsobf adhesivei n each

t vyh h h I I rt f whigch th
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faces of the pack of signatures In s h a way that sone of the adhesi ve
ext ends i namd fee thdickhanatimg twieich isiok tbatfagesaofnghannetches ehd
adhesive is_appli,ed to the spine in 25such a, &el\{}e t hat the thick,coati,ng

covers tH® the iSRingharwesn t‘ﬂ'ée faRkches, (sl RsCcopbingE Sﬁﬁafsﬁédwl th

t.he adhesi t lfé‘ft# fgﬁm# t Production of the
prerred o£ %%q%’ﬁ%s oécours ngﬂeégﬁgﬁéﬁgétés be part of the
pack, so that tlEhe Hicroléﬁ)cmasgt|hsgsbmﬁnddimshitghaspeadpbomtieiro;.aﬂepem'(ﬁeslteets

binding equipment which is modified to carry out the method

of the invention. The method carried out by the modified
15 equipment forms a multiplicity of closely spaced, wide open
notches in the spine of a clamped pack of signatures which
penetrate the entire spine and all the closed sides of sheets
in each signature, after which the lower marginal portion
of the pack in which the notches| have been formed is passed
20 between nippi‘ng_ rolls. A thin coating of adhesive is 'then.
similtaneously applied to each of the front and back faces
(W of the pack of signatures in such a way that some of the
adhesive extends into the notches, and then a thick coating
. having an excess of adhesive is applied to the spine in
| 25 such a way that the thick c’oatiﬁg_ covers the entire spine and
A the faces of the notches and amalgamates with the adhesive

~of the thin coatings and around the notches.

Production of the preferred book requires, of cbufse;
that the end sheets be part of the pack, so that the th:l.n

30coatings of adhesive are app11ed to the end sheets



-3- and the adhesive that extends into the notches binds the end sheets to
the signature in a very effective manner. THE DRAWNGS Fig. 1 is &

L-ary front plan view of a 5 pack of notches signatures and end’ .
prior to ap- plication of adhesive; Fig. 2 is an end el evati onal-~/
view of the spine of the pack of sheer3~and signatures seen in Fig. 1; Fig.
3 is agreatly enlarged, fragnentary 10 sectional view taken

substanti al | S IIu r at ed ong |ne 4 a back
oi'an v ew of Spfethn RIbeELFS  EhaP SekBinan intnothe RpErntncbiflig this:
coats of adhesdvsheepsitd thersignatﬁre in a very €&iffecBive manekrvati onal
view of the spine of the pack of signatures.-and end sheets with thin first

coats of adhesive applied thereto, THEKBRAWENGEough viewing Fig. 4 from
below, Fig. 6 is a front plan, view of the congleted 20 book ready for
binding; Fig. 7 is an BiSvali bfaf $Faomeptary SEPRE plaph¥igynpfered book

ready fos bipaerdeftaleshes éﬂgﬁshuregwaﬁa Ehd. sﬁeét@”p?QbQW%OFhﬁ— 8is a
di agrammati c 1ew1LIIuﬂ% % ng he 25 several steps In the high speed,
cont i nuous t%% é U¥R& in accordance with the present

i nvention; F|g 9 i s arigagleibsaan erndtedeehtionanloniew oifil shgedpinal e

t aken S”b3t38§'éﬁé ék'&?'ggéégsaéﬂﬁgsigﬁgkh985953eﬂfiﬁiﬁig§?130
Fig. 10 is a sectronal
. Flg. is a greatly enlarged, fragmentary
10 sect10na1 view taken substantially as illustrated along _
the line 3-3 of Fig. 1; ' ' S : : et
Fig. 4 is a back plan view of the pack of
signatures and end sheets with the thin first coats of

adhesive applied thereto;

15 . Fig. 5 is an elevational view of the spine of
the pack of signatures and end sheets with thin first
coats of adhesive applied thereto, taken as though -
viewing Fig. 4 from below; .

Fig. 6 is a front plan.ﬁiew of the completed

20 book ready for blndlng, |

Fig. 7 is an elevational view of. the spine of
the completed book ready for binding, taken as though.
viewing Fig. 6 from below; _

Fig. 8 is a diagrammatic view illustrating the

25 several steps in the high'speed, continuous process of
making books in accordance with the present'invéntion;

Fig. 9 is a fragmentary sectional view on an
enlarged scale taken substantially as indicated along
the line 9-9 of Fig. 8;

30 Flg. 10 is a fragmentary sectlonal view taken
substantially as indicated along the line 10-10 of
Fig. 9;



substantially as indicated along the lIine 10-10 of Fig. 9; -4- Fig. 11
Is a fragnentary sectional viewtaken substantially as indicated al ong thg
line_ TI1-1xof Fig. 8, Fig. 12 is a fragnentary sectional. view taken
substéﬂtlally as indicated along the line 12-12 of Fig. 11; 5
Fig. 13 is a sectional view on an enl argdt scal e taken substantially as
I ndi cated along the line 13-13 of Fig. 12; Fig. 14 is an enlarged o
el evational . view of the_worki,ng.surface of ne of t e--appl yi wheel s;
and. 10 Fig. Fi§- & 1§e(,ata£% %ﬁq:’éﬁ?"g'r édap q%’l aken
subst anti al | y sabsitatitdatidy alsongxd:lua’dedﬂalb‘hgla:l'ré Hirgp ]Jl4-1]DI5‘B§AIE:L§D 8;
DESCRI PTION | . The Book : etail,
and refer- ring first to |gs fstoa .}Erat%EJe%D ]{&g%e%%% s %wscrﬁ/%r%g tion,
which is boun@u&mama}mawemtaﬁo@mgswte ahpm:ldzz{lzm Ry, 11;
contain agy desired. nun‘@q_g ofy.ssijgnat nggc%zlz d\qzlé;ﬁp dr® diTeniddded rLd as
an

consisting of three 20 nat ures whi ch have respective

cl osed sides Xgkem subsi@ dvoRe dnddicateiy adionchdhedidng A 3ndd 19%n to
the signaturesig.hg2gack includes a front end sheet 25 and a back end sheet
26. Just as the book may, con I st, of an Sir d 25. nu of 5| ures,
each signature may conS| i %ﬁ%f ﬁiﬁﬁéi Une

si gnat ures arwqﬁwﬂmgtsmmfaaéldf eng dfaﬁhaxyﬁueﬂapg;yﬁng\Mﬁeeis, and '

sheets--ijge., twenty- foily PaGESs A AT PGP S diddtlg at the

cl osed _
s scale taken substantially as indicated along the line

15-15 of Fig. l4.

DETATLED DESCRIPTION
I. The Book
15 " Referring to the drawings  in detail, and refer-
ring first to Figs. 1 to 7, the book of the present inven-
tion, which is bound and ready to be cased, consists of a
pack 20 that may contain any desired number of signatures,
and which is here 1llustrated as con31st1ng of three
20 signatures 21, 22 and 23° whlch have respectlve closed
"sides 2l1la, 22a and 23a along a spine 24 of the pack. 1In
_ addition to the signatures, the pack includes a front end
Ao _ sheet 25 and a back end sheet 26. _ _
' Just as the book may consist of any desired
25 . number of 51gnatures, each signature may consist of any
de51red number of pages; but the 51gnatures are 1llustrat-
ed in Fig. 3 as consisting of twelve sheets--i.e., twenty-
four pages, and this meansznecessarlly_that at the closed
end of each signathré thé fold 28 of the innermost sheet
300 27 is offset from the spine 24; and in a large signature
' ' hav1ng, for example, 64 pages, the offset of the fold in
the innermost. sxgnature is cons1derably qreater.



end of each signature the fold 28 of the innernost sheet 30 27 is offset
fromthe spine 24; and in a large signature having, for exanple, 64 pages,
the gffset. of the fold in the innernostsignature is considerably greater.
Theé%}Tﬁe 24 of the pack of signatures is pene- trated by a nultiplicitygof
cl o8¥ly spaced notches 29, each of whi ER~ext ends conpl etely through the end
sheets 25 and 26 and t-hrough all the closed sides of the signa- 5 tures

1 Lhe pack o0 thal | heygiggsuel 2l be Recohsgle o dile gt Uep i

exposed al ong the top 30 _of the notches _an erig
faces 31 andtratefleby- 2hmndtinddsity of cleosedvcwpacethaoieheize2%re for ned

by cutters, aach b RRidASektBAds BofiP1e+daiAithrolghOMHRC end) sheddt®) W th
t he apparatui5 gna é?e %g;%bng of ggg n tches t%st to ;ﬁyse-atfleaﬁy a
smal | anount “8f 2BfnaPng™ Reugh addgdbeoripseds gides e SIgR%ur es
and in tBe efidrebeghsthbupagk &bethate themedges oE @l1ds thavehewts drean,
116 Yand o 30 piomirgenare "SR RITRY ShelROH Golnt. 30 R AR ot
that they penetchEs_andoaibngr&bberdgbtahaedtEa@F§h3ﬂhand d¢hed diefds- of al
oo The' ipa 128668 st L iEobbeEhetiovnl focchell 3y eorliy snce 30
varies with ERELRFEYhasf thﬁé k6t dpscribed dyr moxes Sedaddainyiqanngs- .
describged. FeioAuwpeBeshal apphabiche ! ARdPakeS cAtiag bE MRl ebtthes -
L I e Y
pl ai nly t hat ciheedgeshef gheashpetsl dngehehsignaturiest edsdimehieo asld ch -
adhesi ve naysﬁ@e@&?'bﬁ@’a%n@hgaggmiq%ih% t¥"Hotches have #ery clean,
straight faces. The width of the notches may be anywhere
15 between about 1/16" and 5/32" (1.6 to 4 mm), and the
' depth of the notches is sufficient that they penetrate a
considerable distance through the closed sides of all the
signatures. Typically the depth is about 1/8" (3.175 mm).
_ The space 33 between the notches is. typically about 5/16"
20 (7.9375 mm), but this varies with the width of the notch
es 29 for reasons that will be described.
For purposes of relating the packs 20 to the
method of manufacture, the right-hand notch faces 31 may
be considered as upstream faces and the faces'32 are 'g;)
25 downstream faces. The drawings show plainly that the
notches greatly enlarge the area of the spine to which
adhesive may be'applied, and have square corners. : s
As seen in Figs. 6 and 7, when the pack 20 of
sighatures is bound to pro?ide.a book which is ready to =
30 be cased, a wrap-around coating 34 of hot melt adhesive |
' covers the entire spine area inclﬁding the faces 30, 31
and. 32 of the'noﬁches, the areas 33 of the spine between
the notches and the faces of the end sheets 25 and 26 to
a line somewhat above the top faces 30 of the notches.



As seen in Figs.: 6 and 7, when the pack 20 of signatures is bound to
provi de a bbéok, whirch is ready to 30 be cased, a wap-around coating 34 of
hot nelt adhesive covers the entire spine area including . the faces 30, -
and 32:of the notches, the areas 33 of the spine between the notches ant—".
the faces of the end sheets 25 and 26 105 a.line somewhat above the top .
faces 30 of the notches. - 6 - The wap-around coating is applied in
strips in sugcessiyve [ . af te | §S{, O Lchs1h _of
signa- tur e;ﬁqu;vzr;ar S %ﬁﬁ%@%l%ﬁ%@@ I*%s%é@f{eéda [ {nn F%%é\{lb% %{r’ld&éegg&f&e
Speci fi cal | ypparativhd, refitet ethe thirscosf sistclof theotpackt 26 dshgaave are
applied along the notched surfaces of the end sheets 25 and 26, and when
the coats 35unes ARPeaxs KMl bhaadnklisrasedntr Fhes. theahdt 2hes

327" Snd ¢ hi SEERARIGAT I kv R R, Pl Pt L B heE R L]
not ched efgesdiisidte |pastapsitedialdigy Stigaistclied Nstififapaeskot | thadehdi on,

typically there are strings of adhesive hanging down fromthe adhesive
coats 35. Afshgetshed rand g@fa;t sryh wen drhe | ats 3 2ppTe caPPbiefeSeRY sheet s
- 25 and 26, | of. L e, L S i to spi ne
24 by a rol Iaoeér mlgé(nogﬁpﬁéesé% n%ax‘{(;éo% %%&&@g&g&%%ﬁe%aﬁg |%g€§?r i F\%gg(s)f

~adhesive fr@0, It casd 385 andl pricipdElyisalog the doimbesead. £dbest hin
coats 35 and the thick coat 36, are thus amal gam ated in_and arougg %g
néBYs.
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in the pack. 1In addition, typically there are strings of

adhesive hanging-dbwn from the adhesive coats 35,
After the thin coats 35 of adhesive are applied
to the end sheets 25 and 26, a thick coat 36 of hot melt
15 adhesive is applie& to the épine 24 by a roller, and the
spine coat 36 picks up the dangling strings of adhesive
from the coats 35 and also extends into the notches 29.
The thin coats 35 and the thick coat 36 are thus amalgam-
ated in and around the'notches, so the finished wrap-
20 éround coating 34 is quite homogeneous.

s - I1I. The Method of Making the Book and the
- Apparatus for Carrying Out the Method

As previously indicated,'the books may be bound in
_ high'speed'commercial perfect binding equipment which is
x | 25 modified to carry out the method of the invention.
| Ac@bfdingly, ;hé apparatus is'des¢ribed_on1y to the extent
_ necessafy'torideniify_theistéps in_the method and to perQ__
mit one skilled in thg_art_to carry out the necessary
- modifications of the equipment.H |
30 The:method of the_inVentioh is préferably carried.out
with collating and perfect”binding aequipment of the type
in which the-end sheets 25 and 26 are carried in the

binder carrier clamps with the signatures, so that the



hi gh speed comrerci al perfect binding equiprment which is 25 nodified to
carry out the nethod of the invention. Accordingly, the apparatus is
descrilied only to the extent necessary to identify the steps in the nethod
and(ﬁiﬁ-er- mt one skilled in the art to carry out the necessary ~f
nodiY#ati ons of the equipnent. 30 . -=7- The nmethod of the invention is

preferably carried out with collating and perfect bindi ng aequi pnent of the.

type in which the end sheets 25 and 26 are carried in the binder carrier

cl anps wi th whapsagoandr adhesdvehaoathng 34- Eirmdypbandsndhedeasdi ve coati ng
34 firmy bi eygn h e;al gpat I n ok r, even
if the end sﬁgéeégnﬁg Qgé gf%ﬁa ag%Eol?he %ogEsgfteﬁbpﬁgggécﬁvgg S|gnatures
has the w aptBeoeRd ahﬁe‘ssv@ué‘éabenglppﬁé gntopsbr beook: pftgsr theapagk

cgp}/ggt i onal oﬁeéigﬁétﬁﬁégghhlgOKheRﬁi‘Sﬁf-bﬁGuﬁaWaB.ﬁé%g&@ aglahhg Fltﬂeafeda

| | |
emoral 15 Dobofk Te! eFEanger, ki 4,80nvratiatn reabbycand Ladi ~hi ch
?arrgeg aE endlesz arrRgfefrthgnnewlﬁartiéﬁlaaQQ @b wthhSQFhspagie@E a
| Xe ac . 4] | | cl ampe a nov-
abl e front B#g%glﬂé.ﬁgghéﬁ%iigtggggFlgﬁgfﬁ 8§£gﬁ§a 8 &M Ina
upon whi ch seatedsgenepaiky by bhesrgﬁaraneg aumezrad- 405 Tpermd:hm t he
cltanps 41 | opgg1addst hesp Swﬁﬁbﬂgcaﬁ'{.‘igﬁdadeElhg.%sﬂzZ%&% be hal H&' )

ends of _the SI ghatures. The spine he botto
that al$9the %ar?%ch°§h@hﬁﬁakcﬁpélﬁéﬁepfaﬁoﬁgxﬁﬁeb§ﬁkn§1a§ﬁd4?he front

pl ate 43 thegggiaspswhiiéhpackasiabiskibhathaek BsatlagPed H% SOmRat the _Q

pack is held gﬁehfkggtlgyeg n&gglnal por -

At a first station 44 there is a levellng table
45 upon which successive packs 20 of signatures are sup-
15 ported with the clamps 41 loose and the packs being .
pushed by pins 42a at the trailing ends of the 51gnatures.
The spine 24 of the pack 20 is at the bottom, so that all
the parts of the pack are level along the spine, and the
- front plate 43 then clamps the pack against the back plate
20 42 so that the pack is held with its lower mazginal por-
tion 37 below the clamp plates in the conventional manner
as seen in Fig. 9. ' | |
From the leﬁeling'station 44 the clamps carry

the packs of signatures successively through a notching et

25 station, indicated generally at 46; then through nipping
rollers, indicated generally at 47; then through a side
coat applYing:station, indicated generally at 48; and
finally:through a spine coat applying station, indicated
generally at 49. Only the components of the notching

30 station 46 and of the side coat applying station 48 differ

' - from con&entional perfect binding systems, so only those
stations will be described in detail.
Referring now particularly to Fig. 9, a shaft
50 is like that of a conventional roughing cutter of a

*



tion 37 bel ow the clanp plates in the conventional manner as seen in Fig.

9. Fromthe leveling station 44 the clanps carry the packs of signatures=x
successi vely through a notching 25 station, indicated generally at 4 '

t hen\through ni pping rollers, indicated generally at 47; then through a&—
side coat applying station, indicated gef®erally at 48; and finally through
a spine coat applying station, indicated generally at 49. Only the _
components of the notching 30 station 46 .and of the side coat applying -
station 48 di peyfettoipindinenmaghdnepeamscispidiceg afsweemmall angle thse

stations will the destiicaad | kidRiadn R eigpdld dHiVdR e Wiaidy S0° #H 9. 9,
a shaft 50 is like that qQf a cqnventional -foughi ng cutter of a - 8-
perfect bindi RyPeEchetePlate rd U&é‘f@d:ﬁ seelgin gy & the f%e Rratided |

Fi xed on the wikdr ttReeOlsetze shalft noddhEiny Mllade’y whiddle hdceMd alp4 s seen
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periphery of wheutl £he pexdphesty of rudtecipilatenl adasch saiexf swhchindg-i g. 10

to consi st of qRener hl.ad . afolds ) 5ﬁ§y ' bl ade
R4, a traili nbas%d%% Q%t P%F%b%aegg égloﬁal%et oréééélf‘% nis %éﬁb%gnd?? 1 * 56, 57
and 58. Behi n®lede Sst.cfollowede byl § deading ¢ise ot taratelate Ficii i s

circular and k@il ihdnadde ¥iRter9d1aL WY, AGndVttrdd & iadh ity baemed the
3|gnaturiﬂpac§§20§|nnedl%}ely bel ow t he back plates 42 of the clanps. The
I n lra

15 not gsaP@n 81 an arcuate.slot 60 which is in the bottom
syrface of the backup plEabhindd theo ndweiny iplatdeo$l is a fixed backup

plate 59 which is circular and has a tangent area 59a in
contact with the back surface of the signature pack 20
immediately below the back plates 42 of the clamps. The
15 notching blades run in an aréuate.slot 60 which is in the
bottom surface of the backup plate 59, so the entire low-
'erimarginal portion 37 of the signature pack is supported
immediately adjacent the notching blades. Conﬁeniently;
the backup plate 59 is fabricated from relatiﬁely soft
20 metal, such as cold'finished'Muntz metal, or from a
phenolic resin and Qégetable fibre material, so the
arcuate slot 60 may be cut in the backup plate by the
. notching blades themselves before the notcher is put into |
o operation. The angle of the shaft 50 to the vertical is
25 just enough that the sets 52 of notching blades at the
downstream side of the plate 51 clear the spines 24 of
the packs 20. ' - | '
. N A conventional rougheriis driven by a motor
_ 'which'is separate from theudriﬁe;for the binding machine
30 40, and in the present apparatus an independent motor
drive is also used to rotate the notcher shaft 50. In
the present apparatus,.h0we€er,.it is essential that the
.. rate of_rotation'of-the.shaft 50 be precisely coordinated
with the speed at which the.afray_bf binding_machine



er marginal portion 37 of the signature pack is supported i mediately

adj acent the notching bl ades, Conveniently, the backup plate-59 is-
fabrigged fromrelatively soft 20 ngtal, such as cold finished Muntz -
nmet al r froma phenolic resin and vegetable fibre material, so the o
arcuate slot 60 may be cut in the backup plate by the notching bl ades

. thensel ves e, th er J tspN redj.on. o l ez0 he
shaft 50 tg?gﬁggvé?t ?E%F}eﬁg'zsgf“‘%s%*e%%ugﬁ%t %tgtr(eﬁ{éi -slge}t%s‘?%g %? %13 chi ng
bl ades at paeckdoRAst coamddinkted wihthptheespacel bmtwden stheesed B2 t he

acks 20. C : | r h | ' E_m%%r | . 4 arate
1I‘O romthe dé‘lfvga{éggé'h%éﬂlﬁdnaﬁ'n?%% h?%gﬁggegyx'& an E%*‘%’%}? eéglr[])t
~appar at us aparedepotghss Af gin dehgespingl 24 ofeeach macke tAmynaccher

shaft &0. e 0r tAIS er -y bod i e rate
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whi ch the theayase pingiatatirmi @k the. potghgypsheft (S erkthsthee it is

the forward,bbaveke ehe BEReGKS #9-nsRar dir-idled With the space between the
sets 52 of hotching bl ades, that ﬁroduces the multiplicity of spaced

notches 29 in the spFeE 2ASH xeRh2paBRNtangagh of themekrkingpe of slave
control nay)RRedSed-58 GREAF BdahSuhBEd §he a0lsdcdcr! Ik Of n 19 NRLERRL Shaft

50 with the speed of _the binding_machipe drive. For easy replacenent, each

of t &0 not Fi R4abradds anfl SPGkEA pin nBLACEI PYh & S&FcI&FT S > 1 ¥RéChRot ch-
10 er pl akeijhlaantidcaded nolel aaethy apsaighic pwy Spohewdl cdigs in a

t hreaded hol e _in th% UQ{i%Pt eri pheral side surface of the notcher plate.
surface of the notcher plate.

-/
The notched packs 20 are-iéxt carried through
conventional nipping rollers 47 to flatten and level the
15 spine area after the notching and compress the closed
trailing ends of the signatures to the greatest possible
extent before the packs 20 pass through the side coat-
applying station 48 to have the first coats 35 of hot
melt adhesive applied'to them. _ | '
j}20. ' Referring now particularly to Fig. 11, the ap-
' paratus in the side coating station 48 consists of a
frame 70 which supports a backside adjustable carriage 71
and a frontside adjustable carriage 72 which are below ani
flank the line of travel of the packs 20. The carriages [
25 71 and 72 are manuélly adjuétable laterally with respect
to the centerline of the clamps, by means of hand cranks
71la and 72a so as to accommodate the sidé_coating appara-
tus to packs 20 of different thicknesses. The carriages
71 and 72 support respective stripping wheel heads, indi-
30 cated generally at 73 and 74s5_The stripping wheel heads
73 -and 74 carrxry respectiﬁe adhesive strip applicator_'
wheels 75 and 76 which are rotated from the binder shaft
through a gear box B, a chain dri&e'77, and a shaft 77a
élidably.suppofts and drives respective bevel gear drive
systems, indicated generally at 78 and -79. '



The not ched packs 20 are next carried through conventional nipping rollers
47 to fl.atten .and’'level the 15 spine area after the notching and co ‘g}.}
the gfosed’traili-ng ehds of the signatures to the greatest possible e 1.
bef ore’ t he packs 20 pass through the side coat- applying station 48 to have
the first coats 35 of hot nelt adhesivélgbblied.to them 20
Referring now particularly to Fig. 11, the ap- paratus in the side coating

carriage 71 and a front SPUETREE ST Ehen ARbase PRPRRTL TR £ Bt
flank the Ii neldcattoxy eheefl st F_?é_ mgﬁz_mamim rsla@g:lafs durihand 72 are
by moand of hobg e tAts 7 5 ool E VA Ao SO REilend O o
appar a- tus t&hgasRingo agreag e saecessiyen®anks 2fhe ayl Elspeyariamd 72
support respeliond S itk RhiWkeRIsNFdead Yack3@ue W hdFWRI@ldna@t 73
and 74. The strippi ng wheel heads 73 and 74 carry respective adhesjve strip
appl i cator wh Picknbas;@ dy ed shGly (ﬁﬁecq%‘é’a&%é?r 9
through a geasui®able &ldatimgdmownts/ arnprowliRid whicls) iidakihe puport s
S0 001 VeS T eSRE S B SR e d USRS Y ot 7S
wheel s 75 and fZémaBlskiift cylliigideins daviing et icne-tquaatsommiout e
T .| (610 BECHIERR RIS bR ot i St o
each pack has 8 disofermaddynfivddy Fefracteshiand iat of the @i eyl ing
nounts are praérded W @drmal IMEWIIS extended to set the minimum
space between the strip applicator wheels 75 and 76 in
the particular adjusted position of the heads 73 and 74;
15 and the air cylinder.pistons-are pushed slightly from
their normal posiﬁions.when thicker signature packs or
thicker parts of a singie signature pack pass between the
strip Ppplicator wheels 75 and 76. A suitable air pres-~
) sure for the cylinders 80 and 81 is approximately eighty
20 pounds PSIG (about 5.5 Kg/cmzi; and the amount the'pistons
are retracted rarely_eXceedS'about ,005 inch (.1375 mm).
| Referring now particularly to Figs. 11, 14 and
. 15, both wheels 75 and 76 are set at an angle of about 37°
o | - to the Qertical, and have respective circumferential work-
' 25 iﬁg'surfaces 82 and 83 which are.ﬁertical so as to bear
flat upon the faces of the'pack 20. Each of the peripher-
al working surfaces 82 and 83 has a pattern of substan-
tially square lands 84 separeted by groo&es 85, with the
pbinﬁs of}intersectien ofethe bottpms of the grooves 84
30 randomly located relative to the circumferential center
. line of the'wbrking surface. 'ConQeniently, the lands and
grOQGeS'are-formed_by;first cutting a conventional 45°
diamond knurl with a pitch length of about .07 inch
(1L.778 mm) , and then finishing the surfaces 82 and 83 to



.ferred enbodi ment, consist of respective back 80 and front 81 air cylinders
havi about one-quarter inch 10 (6.35 mm piston travel. ' The pfston of
the'égéf cylinder 80 is normally fully retracted and that*of t:he air cylin-
der i's normally fully extended to set the m ni num space between the
strip applicator.-wheels 75 and 76 i n-llke particul ar adjusted position of

t he heads 73 and 74; 15 and the air cylinder pistons are pushed slightly

fromthel r I S n %J&eﬂ[ a ker parts
of a S|ngI%§£§§fa%§§et%§g %SEQEQB EH}mﬁEﬁ%?*#ﬁleg 5%6?%5%%%§Els 75 and

76. Asuif edropeeve depth qf t%h?%%l1%€@r§°86 Adipehi 4 .383 oxi matel y
eighty 2 2@, ,9egngm) 2SI G (about 5.5 Kg/cm); and the anpunt the pistons
are retracted rarely exceeds about .005 inch (.1375.mm). Referring now
particularly to Fi gés best) seen i Fignn Lhheatd ¥3.,.88tending aoross an

angl g5 of akipaits I E6atheppdiildaidr Frdhdaye 1§saeﬁbtvaew adneyigR i al

wor k- 25 ng,surfages,82 and which are.vertic a bear fl at
upon t he f@&%ssgf gt B&c?pﬁﬁsﬁiﬂ: *éé§PR£1EP?pH% agc ﬁipﬁﬁﬁgr§ﬁFﬂhces 82

and 83 has;mméépectﬁﬁas&b%mhetem 187 stnidr 88| ate 8drgapesaloR by
grooves 85, with

th t t {. tt f ot '
92°90°° ¢ ek p1 Ok BB, e ReliRd fiita e b ¥BEeR: b SEaapad Bok of the
wor ki ng suiritoere§pectiventfieed ttrughtts 8991ch1gd1039&s arhef adtedite first

Tnon T8 7ARE A8 mad s Bocll 30 Ad B8 g s8R (he

tops from xmepquam upl fxoor ltheashppkyw eos by hthegwomke.n@epelr;qm-about W,

. 015 to . Ogf i @sha£a383 b2 fﬂg3fggpect1ve strip applicator wheels
75 and 76. The feed wheels 87 and 88 are on a shaft 87a

which is driven from the gear ‘box G by the chain.77.

15 : “Immediately above the supply pools are brackets
91 and 92, each of which'sﬁpports an adjustable scraper
such as the scraper 93 in Figs. 12 and 13. The scrapers

) contact the respectzve working perlphery 82 and 83 of the
strlp applicator wheels to scrape the adhesive from the

20 lands 84 and return it to the adheszve pots through
respectice return troughé of which one trough 94 is seen
in Pig. 12. The strip applicator wheels'75 and 76, there-
fore, act as metering deévices which apply thin coats of
hot melt adhesive in a sort of lattice pattern, and the

25 heavy pressure with which the strip applicator wheels.
bear against the 51gnature packs 20 pas51ng between them
enhances the deposit of ‘adhesive in the notches 29 where
the adhesive principally piles ﬁp against the downstream_
faces 32 of the notches 29.. ) '

30 As is well known in the art, it is essential
when the bindlng machine is shut down that the hot melt
adhesive continue to be circulated so that it does not
congeal upon the wheels 75 and 76; and such continuing
operation of the side coat applicator 48 may be provided




As-best seen in Figs. 11 and 12, extending across 5 t he side coat
applicator frame 70 is a hot nelt adhesi ve pot 86, and at opposite sides of
the pot are slowy rotat- ing respective feed wheels 87 and 88, the ﬁ;
surf ages of which pick up the nelted adhesi ve A which is scraped off
respective feed troughts 89 and 89a. Thk&2adhesive 10 flows into sma
supply pools 90 and 90a and the adhesive is picked up fromthe supply pools
by the working periph- ery 82 and 83 of the respective strip applicator
wheel s 75 andfgs. 1ﬁhen?ekdouhen&y,8§sahy 88materowhacbhdrivesathki ch i s

driven fron1tg§ aPR28r rac etshg§ﬁgﬁh§|§uzzab%§ Flmﬁlch SupIrmedlately above

the supply pools are ports an
adj ust abl e scraper suchres the §é¢9p€¢393aP91FF3§°r123aﬁ5319a0k$h3Qscrapers

contact the rﬁé@@C&bvenéoékaﬁﬂoﬁeaapbefytﬁa Qﬂﬂng3céﬁttaﬁpiiﬁhﬁo%9p|'Cator
wheel s to scr % E Sive f g % return.it to the
adhesi ve pot s™ u S r S e trdu 94 is

Doy SRETB LR PERRELroLY, BPRYRAELons c COPaERRERRe | TouiR-
seen in Fig. ddEudeiha hbﬁlmemrphdhgsmvemhaﬁks935aadd?7ar1vaareelnere act
as neterin LN cQa t . e e a sort
Qf Iattlcegpagy ﬁic nbgtw§8§5¥né§g § éég &egﬁ ?%Emklcgg ﬁé¥s F&t
appl i cat or mheéhesbnartagahasenthnessgmaEUEé p&ckachoppaksiAg bBUﬁeen them
enhances ihe geeashl PhetdheskvBobBe! U6 UALCAAmAIqMNSEE WenaRRES NI

principally es u gai nst omnstrean1 aces
As is weko kn%&ﬂe|ﬁ°§ﬁ§ aﬁttO.Prpglégséhﬁuapm@aeﬁepné EindshganWERPTe i s
shut down thaéréﬁﬁdhgbaﬂghg aghesi ve continue to be circulated so that it

dé€s not congeal upon tg eels 75 and i gnd sEch con& HUIH% operation
of the side coat appllE ?oﬁpﬁgenﬁ9aﬁeaﬁp +£gEgr also includes

usual spinner (not shown) which removes excess hot melt
from the spine coat 36 and returns it to the tank 96; so

15 the back surface of the finished wrap—around coat 34 may
be smooth and of a generally unlform thickness.

' The hot melt adhesive used in the practice of
the present method may be standard commercial formulation
of a type that is available from {arious suppliefs.

20 Typically, such'ah adhesive consists of ethylene vinyl
~ acetate, a resin ester or a hydrocarbon resin, and a
micro-crystalline wax or petroleum wax. A hot melt ad-
hesive which has been used in'the successful experimental
N practice of the present method is Fuller's #1538, procur-
| 25 able from H. B. Fuller Co. of St. Paul,' Minnesota. -
A typical commercial binding machine used in the
practice of the present method operates at a rate of about
150 books per minute. 'The cost of binding books in ac-
cordance with the present method is directly comparable
30 to the'cost'of'conﬁentional perfect binding using a one-
shot hot melt adhesive method. The present method re-
guires somewhat more adhesiﬁe than is used in convention-
al perfect binding; but the increased cost of adhesive is
approximately balanced by the reduced amount of paper
scrap. ' ' '



-12- for in any knowmn way, as by a nmotor which drives the chain drive 77
throggh a suitable clutch. Fromthe side coat applicator 48 the packs 20
pass the station 49 for the spine coat applicator, 5 - which is of ..
enti @ conventional construction. It in- cludes a hot nmelt adhesive tdnk
96 and”a driven roller 97 which is w &d3enough to apply an excess of hot
~melt adhesive to the entire spine 24 of each pack 30, thus form ng the
thick coats 36 which anmal gamate with the thin 10 side coats 35 to provide
t he honpbgeneous fi ni siSampWeapooksoemipodydnion Fhey presentpiinyendsitonfisvecat or
al so i ncl udepebie supyaktall RBCHaGROEITHOWRN Waidge guDRs 18 %Af%h Mle Mel t

fromthe spine cgat 36 and returins it to thetank’96; so 15 _ the back

surface of tREPAAEEndR g AAANSHEY.SRE Seteapipdngnidien Bndidy o

gﬁner ally Unil-:héL Bg.hhiiexlgn&&Sa Bgekgot IiEll padee | ]ga'l\ee:. lt%@tl ) m}éﬁnﬂe@l(ﬁa’g‘ée of
t he present t ho y he, st anda 0 rcia rnulation o type that is
avai | abl 8 fr6m0affs s°?u5§ﬁ g’P?ﬁ‘sz e@%i‘"@ﬁ @,,ex&fﬁgo% °§&3§%’g§am{1
consi st sof ethglesewithphtafatidmee afr ddien bdsddmo betveedy ddwrth@agessi n,
and a m cro- st.all i petral eu : f - |&e which
has been usegh?in ?%eks%%g\é\%?s?&e g%ﬁgr'i rre@r#gﬁénfr&gg’%lcggggﬁﬁe ﬂ&ﬁ@s&ént met hod
is Fuller's hooks, opddparilysareyincapadphe-oBundgngning a gmestthauaul

M nnesota. Ashwli pakeC ETBR! Gidhodit Fald wiRC AR ISRG D Wdie RicHidaRef the
present _net hod operates at a rat e\”?{iﬁ%ltoqut 150 books per mnute. The cost .

of bindtlg peBkE Phunkett,tesies Hé FHEIQArddihddg dnfusidy &

conpar abl e 3@8nd thet kestopiroekdtgeyeals eamadar f ect bindi ng using a one- \J
shot hot nelt adhesi Vg met haod.  _The present. net ho%ﬂ__r e- %ui re a:g_lnemhat nor €
i P ey B0

adhesi ve than is used“Pn3cERVE 255 9% Eh S % ncreased.
cost of adhebpoksi £ested withstood a pull of sixty pounds (27 kg) or

slightly higher, and in each test the paper failed before
15 the binding failed. The page pulls in pounds are in the
same range as would be expected from a perfect bound book

«)

made with the same paper. However, it is anticipated
that when more exhaustive tests can be run on the books -
of the present'in%ention, the books will exhibit greater

20 uniformity of page pull from book to bcok and throughout
a book than can be expected with perfect binding.

The foregoing detailed description is given for
clearness of understanding only and no unnecessary limita- =
tions should be understood therefrom, as modifications ~/

25 will be obvious to those skilled in the art.

R



books enbodying the present invention have been subjected to page fle
page,pul |l tests which are standard in the industry for determ ning the—=
gqual’hty of the binding in a book. In a page flex test., a sanple page 5. ~
fromeach of the books tested was fl exed4f er one thousand cycles w thout
failure of the binding between that page and the rest of the book.

Convent i onal fi§t bound books ordinarily are incapable of undergoing a
one-t hou- saé@ggage'flex w thout failure. The tests were conducted 10 on
a Plunkett tester i ch,is,standar,d,in.the.i ndyst nd the test procedure
was nornmal. On a pﬁge o ippzpved bogk Wﬁ&ﬁ%eiéh%ﬁpn?h@ 5ﬁ?iksted

wi t hstood a pull of sixty pounds. (27 kg) or slightly higher, and in each
test the papetofbe|eaveredr erisasedie seiddbegks somprisings page pulls in
pounds are in the sane range as woul d be expected froma perfect bound book

made Wi th the sameappaek. ofowggaatures atalldagitpaiond tofatwhileth dBaiprise
exhaustive tests can be run on the books of the present invention, the

books wil & exhi ki eat efe2 ' i f. pa | Js QEF; K
“and throu’%hou% gl_%g%&ftegaéfcgﬁtte)gwg%%g %e\%ﬁttsﬁ %%r ecgtlééf%%. h%é)oé)
fogegoing detg'éggdﬁgiﬁ%ig&hag §3§ﬁ%§ﬁ§eLor c{eanggi§“§% unders%ﬂ%ging only
and no unnece at n e é’raéflﬂﬁn _
rodi ficatiions 25 w |l be obvious to those skilled in the art.

entire spine and all the closed sides of sheets in each

approxi mat el y bal anced by the reduced amount  of paper scrap. - 13- e
4&."

~ _signature penetrated by a multiplicity of closely spaced,

wide open notches which greatly enlarge the area of the
10 spine to which adhesive may be applie&;
| and a.wrapraround coating of adhesive which covers
- the entire spine area including the faces of the noﬁches,
~the spine between the notches, and the front and back
surfaces of the pack between and immediately édjacént the
15 notches, said.wrap-around coéting.qf adhesive conéistingof.
.a thin coating which.is on each of the front and back surf-
ace? 6f the péck and extends into tﬁe.hotéhes; ahd a thick
coating which ié on the faces of thé nﬁtches and the spine
betweeﬁ the nOtches,said_ﬁhin coatings and said thick coat-
20 ing béing amélgamated in the noﬁches;
2. ‘The book of claim 1 which includes front and back
end.sﬁeéts forming parts 6f the notched pack,.said.thincoat-
_ ings' of adhesive being on éaid end sheets, and the parts

- of said thin coatings which extend into the notches being

% ¢ L M5 %

25 also on parts of the signatures.



-14- CLAIMS: 1. An i nmproved book which is bound and ready to be covered

or ed, said book conprising: a pack of signatures at |east sonme-of which _
con%@iks 5 a plurality of interleaved sheets, each signature having a.\ {
cl osed side along the spine, and said pack having its entire spine and -akl '
the cl osed sides of sheets in each Signature penetrated by a nultiplicity

of closely spaced, w de open notches-wjch-greatly enlarge the area of the

10 spi ne to which adhesive may be applied; and a w ap-around coating of
adhesi ve which covers the entire spine area including the faces of the

not ches, the spi Be beTheechobkeofioeakbsonendft thef paecedimghadlaims f aces of

t he pack between and i medi ately adjacent the 15 notches, said w ap-around

coating of pAhgRivhA €Reshettheel havehisfibetahtially Elats byttRar Ealed he
front and back surf- aces of 'the pack and extends into the notches, and a

- thick coati ' h S10RAkN es of the notches and -the spine between
t he notchesgggrghgﬁ}%ééog?gngggg%d said thick coat- 20 I ng bei ng

amal gamated in the noighes. 2. _Th ook of clai whi ch incl udes front
and back end she ts_f%ﬁﬁiﬁ&°éapfscgﬁgph ﬁatghg&%bkaﬁ nokches, OxHRY. | ngs
of adhesi ve betng on said end sheets, and the parts of said thin coatings 5

whi ch ex? enabeutoonpethirdhef tbengpiveal so on parts of the signatures.
- 15- 3. The book of each one of the preceding-clainms.in which the

not ches have sub§tant Thel bobkabfbelatm Badas whidhpaha! ladhewidd deean 4. -
The book of claim3 in which the notches occupy :
congealed hot melt adhesive. W

6. The book'of claims 1 or 2 which the adhesive
is a congealed hot melt adhesive.

10 7. A mgthéd of making a succession of bound books
whi;h are ready to be covered or césed, said method
comprising the steps of:

(a) in a first ste# forming a;sﬁccession of packs of
signatures while moving ali séid packs endwise in

15 constantly spaced relationship to one anoﬁher ét a constant i;;_i
speed sufficient to produce at least about 100 books a
minute,.at ieast séme of said signatures compfising a ¥
plurality of interleaved'sheets, each signature having.é 5
closed side; |

20 (b) in a second step clamping.said éacks seriatim |
with said closed éides lowermost and ;oplaﬁar to provide
each pack Wiﬁh aISpine and.withlthe lower margihﬁl portions"
of said packs.free of ﬁlamping pressﬁré;

\\\

L.




5 about one-third of the spine. 5.  The book.of claim3 in which the

‘adhesive is a congeal ed hot nelt adhesive. 6. The book of clains 1 or_2
~whi ch~t he adhesive is a congeal ed hot nelt adhesive. 10 7. A petapd

of rglki ng a succession of bound books which are ready to be covered ok==
cased, said nethod conprising the stepd6of: (a) in a first step formng a-
successi on of packs of signatures while noving all said packs endwi se in 15 -
constantly spaced, relationship to one another at a constant speed
sufficient to profiede &n Resbirdbstepibormises aa miltdpdicity efst sone of -
said signatures conprising a plurality of interleaved sheets, each

si gnature haylegebyckpaeddsi weéde26pen notches iserd stdaprich Bhep spiat®i ng
said packs seriatimwth said closed sides | owernost and coplanar to

provi de eac s Wi p nd qWis i3h ' partd ons of said
packs free g?f)?fé%rg: Ertllgvgflgs?%rae@’ S%?pr?gye%%ﬁ@dﬁigep 1.E)érm' ng a
mul tiplicit cl osel

rei” - le- rdStep formng a -
Sl d hovi ng PEAESSREHerBRE B ERE, PIBRL it o e o dadt (e

cl osed sides of sheets in each 5 signature to greatly enlarge the area of
each spine t9ignaturgdkesereatdy salayge she @rea i ganh (3pineggi pping
said | ower marginal portions of the noving packs seriatim and (e)

thereafter iwhiehaadhesivepmagppleyappliediin 10 coating of adhesive
si nul t aneously to each of the front and back surfaces of the noving packs

§eriatin1adjacent(aqd in a fourth step nipping said lower marginal
~ portions of the moving packs seriatim; and
| (e) thereafter_inlseparate steés applying a thin
io coating of-adhesive simultaneously to each of the ffont and
back surfaces of the moving packs seriatim adjacent and
between the.notcheé,the thin coatings of adhesive being
rolled ontO'said'surfaces by ;étating members that compress
the packs so as to squeeze some of the adhesive into the
i5 notches, and épplying a thick coating having an excess of
_ adhesivé_seriatim to the spines of the moving packs in sucﬁ a
. way that the thiCk-coating covers the entire spine and the
faces of the notches and amalgamates with the adhesive of

2O_said'thin coatings in the notches, _
8. The method o£ claim 7 in which the adhesive is a

hot melt,
9. A method of making a succession of bound books
which are ready to_bé';bvéred_or cased; said method -

comprising the seps of:

. * c L ] H *



bet ween the notchesthe thin coatings of adhesive being rolled onto said
surf-aces by rotating nenbers that conpress the packs so as to squeéze sone
of the~adhesive into the 15 notches, and applying a thick coating having an
excéé%%ﬁf adhesive seriatimto the spines of the noving packs in such a\fay
t hat e thick coating covers the entire fpine and the faces of the notches
and amal gamates with the adhesive of 20 %aia thin coatings in the notches.
8. The met hod of claim7 in which the adhesive is a hot nmelt. 9. A
met hod of makin u I €3N, i dyet covered
0 @ PuaEPss oA doupde gl vl wgéégsiﬁx?agffiﬁagﬁf

or cased, said nethod conprising the steps o I rst
step form ng a successi of_packs, consistin f_a plurality of gignatures
and front ARSISHAE I Gheb iR TRt g e urfe e ke reaurad BREK”
constantly spaced rel ationship to another at a constant 5 _speed
sufficient Eahrshrets shileymovingalbosabdkpagksi endeisqtineast sone of
said signatures conprising a plurality of interleaved sheets, and each

si gnat ure hawngrantlyssphcediereldfionshipstooanothep ataapcogssand packs
seriatim10 wth said closed sides of the signatures |owernost and

copl anars Wi tdheie Miﬁeﬂ‘%dﬁ%m&@@emﬂeleﬁgfghﬁéﬁf 1bbebsgﬂssaeets to 4

provi de each "pack wth a spine, | ower marginal portions of the packs
bei ng free of. cl anpi ressure: 15 . C inathird.step formng a
mal tpl 1 o e DAY, PSS Hne (e satd atEhnsuPed PaRPREF1SBNE Gpl nes ot -

sai d novi ng packs,_ said_notches penetrating the entire X
plurality of interleaved sheets, and each signature having

a closed side;
(b) in a second step clamping said packs seriatim

10 with said closed sides of the signatures loﬁermost and
coplanar with one.another and with the lower margins of
the end sheets to provide each péck with a spine, .the
lower marginal portions of the packs being frée of
clamping pressure;

15 (¢) 1in a third step forming a multiplicity of
closely spaced, wide open notches seriatim in the spines
of said moving packs, said notches penetrating.the entife' §
spine and all the closed sides of sheets in each
signature to greatly enlarge the area of each spine to

20 which adhesive may be applied;. |

(d) in a fourth steﬁ nipping said lower marginal
portions of the moving packs séfiatim; and
(e) thereafter in separate steps applYing a thin

coating of adhesive simultaneously to each of the front and
' DAt el

| R



spine and all the closed sides of sheets in each signature to greatly

enl arge the area -of each spine to 20 whi ch adhesive nmay be applied; (i

in a fourth step nippfng said | ower narginal portions of the noving pack&
serigti m and (e) thereafter in separate steps applying a thin coating of’
adhesive sinultaneously to each of the front and - 18 - back surfaces of
t he novi ng packs seriati m adj acent and=bdBneen the notches in such a way

t hat some of sai d adhesive extends info said notches, the strips of

adhesi ve bei rolled-onto sai urf S KOt ating 5 nmenber hat

conpr ess thengﬁﬁ sirieces giugggeﬁpﬁéggﬂ%é§$§b%%ﬁ%%§¥ﬂa4%#%:% Land pile
it up along the down- stream faces of the notches, and applying_ a thick
coating havi ngndnbekwess sheapréshes J& ismchma yayhdhash rome ok saidovi ng
packs in such a way that said thick coating covers 10 the entire spine and
the faces of aldhesdtvehextendsadmtgamaial eptwHds,t theadtwesipe of said thin
coatings in the notches. 10. The nmethod of claim9 in which the adhesive is

a hot nelt. 134néBevhoseinl #BY1@A offtd!sHi® shrfhacds Uy 5:&&1:1?“%“ ch the
~thin coatings of adhesive are on the front and back surfiaces of the pack in

ncoat ed aPoalienss sitbaf, SonbEeRRche) BRI \ad AF v NG EHE Taco0 "

generally in the formof a lattice. 13. The nethod of claim7 or 9 in
whi ch. t he st epdbesiyel jnkg &hennetehas andidehddi D talenghthe dowfront
and back surfaces of the noving packs precedes the step of

W ' stream faces of the notches, and applying a thick coating

having an excess of adheéive seriatim to the spines éf'said
moving.packs'in such a way that said thick coating covers
10 the entire spine and the faces of the notches and amalgam-
ates with the adhesive of said thin coatings in the notches.
10. The method of claim 9 in which the adhesive
is a hot melt. |
‘11. The book of any one of claims 1, 2, 4 or 5 in
15  which the thiﬁ coatings of adhesive are on the front and
- back surfaces 6f the pack in a fine pattern comsisting of
- '_ : narrow strips of adhesive interspersed with uncoated
areas.
| 12, The'book'of'claim-ll in which the pattern is’
20 generally in the form of a 1atti¢e. |
13. The ‘method of claim 7 or 9 in which the step of |
'applying a thiﬁ coating of adhesive to each of the front and

back.surfaces'of the moving packs precedes the step of
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-- 19 - applying a thick coating having an excess of adhesive to the spines
of sgikd noving packs. 14. The method of claim 13 in which the thin:coat-
ing@ of adhesive are applied to the front and back 5 *surfaces in a'fi.ne
patt¥fn consisting of narrow strips of adhesive interspersed wth uncoaLsd
areas. 15. The nmethod of claim 14 in which the pattern is generally in the
formof a lattice. 16. The method of cl-ai¥@ =or claim9 in which 10 the
thin coatings of adhesive are applied to the front and back surfaces in a
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illustrated in the acconpanying drawings. 19. A nethod of making a bound
book substanti al | $4as Fhemeddiod ofialaindsB vin whichrthe cthinandats 20
illustrated in the acconpanying drawi ngs. 20. A book made in accordance

with the netiogsof afy adhesivelatemapblied ko Jﬁ-xélofﬁgn@rﬁh&%ack

5 surfaces in a fine pattern consisting of marrow strips
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of adhesive interspersed with uncoated areas.
15. The method of claim 14 in which the pattern
is generally in the form of a lattice. |
16. The method of claim 7 or claim 9 in which
10 the thincoaingsof adhesive are applied to the frdnt and
back surfaces in a fine pattern consisting of narrow
strips of adhesive interspersed with uncoated areas.
17. The method of claim 16 in which the pattern is
generally in the form of a lattice.
15 18. Am imbroved book substantially’as hereingefore
described with reference to and as iliustrated in the

accompanying drawings.
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19. A method of making a boﬁnd book substantially

e

as hereinbefore described with reference to énd as
20 illustrated in the accompanying drawings.
20. A book made in accordance with the method of

any one of claims 7 to 10, 13 to 17 and 19.
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