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Abstract Ring rolling is a hot forming process used in the
production of railway tyres, anti friction bearing races and
different ring shaped work pieces for automotive energy
production and aerospace applications. The advantages of
ring rolling process include short production time, uniform
quality, closed tolerances, good material quality and
considerable saving in material cost. Despite the benefits
some problems still exist according to a correct selection of
the process parameters. Due to the nature of the process
different rolling mills (driving, idle and axial rolls) are
involved and the correct selection of the process parameters
is not so feasible. Moreover an experimental approach to
solve this problem risks to be more expensive. Actually FE
codes are available to simulate the non linear problem that
characterizes a ring rolling process. In this work a FE
model, based on Deform 3D software, was tested versus
experimental results acquired from an industrial plant. The
accuracy of the FE model was analyzed through a dual
comparison: by geometrical and by physical aspects. A
good agreement was found between experimental and
numerical results for both comparisons and, as a consequence,
this code could be used in order to investigate and optimize
the process parameters that characterize the ring rolling
process in a virtual not expensive environment. The validated
model will allow the studies of more environment-friend
process configurations.
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Introduction

Ring rolling is a hot forming process used for the
production of ring shaped, seamless and cylindrical
symmetry work pieces. The process and equipment are
similar in principle to rolling mills used for plate produc-
tion. Indeed in both processes the metal is rolled between
two rolls which move toward each other to form a
continuously reducing gap. In ring rolling, the rolls are of
different diameters and geometries.

The ring rolling process is basically used in the
production of railway tyres, anti friction bearing races and
different ring shaped work pieces for automotive and
aerospace applications. It could be an hot or cold process
and different alloys as alloy steels, light alloys and titanium
can be worked. The advantages of ring rolling process
include short production time, uniform quality, close
tolerances and considerable saving in material cost. This
process, compared to others as casting or plasma cutting,
could provide lower working temperature, less material
required and consequently a reduction in energy consump-
tion. Moreover the main advantage of the work pieces
produced by ring rolling process, compared to other
technological processes, is given by the size and orientation
of grains, especially on the worked surface which give to
the final product excellent mechanical properties [1]. In
Fig. 1 the main production steps of the ring rolling process
are summarized.

As reported in Fig. 1, the process begins with a forged
bar that has been upset (a) and pierced (b) to obtain a
hollow circular preform. The preform is placed over the idle
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Fig. 1 Main characteristic of
ring rolling. a Preform upset-
ting. b Preform piercing. ¢ Ring
rolling

(a) Preform upsetting

(b) Preform piercing

Driven Roll

roll, and it is forced toward the driven roll (¢). At the same
time, the axial rolls apply pressure in a direction parallel to
the ring axis. So the idle roll reduces the width while the
axial rolls reduce the height of the ring cross section. The
coupled idle and axial rolls movements define the shape of
the cross section and increase the ring diameter. The work
piece starting sections could have a rectangular or complex
shape. As it can be observed from Fig. 1, due to the nature
of the process, different rolling mills (driven roll, idle and
axial roll) are involved and the correct selection of the
process parameters is not so feasible.

In literature, the first researches on this topic were based on
experimental approaches [2—5] but, due to the dimensions of
the mechanical parts involved into the process (a typical ring
produced by this process can have a final diameter equal to
3 m and height equal to 0.5 m) it was very expensive. To
save cost different approaches were followed focused on
cold ring rolling process: some authors designed experiments
considering a downscaling of rolled ring dimensions [6, 7]
while others by changing ring material (i.e. wax) [8].

Meshless approaches are available to solve problems
related to large plastic deformation; different authors
utilized the meshless method in metal forming to perform
simulations of basic two-dimensional metal forming pro-
cesses including extrusion, rolling, upsetting and forging
[9-11]. However the solutions obtained take into account
many simplifications (i.e. no sliding occurred at the tool
and work piece interface, no solution of strain rate and
stress field). The meshless approach seems to be interesting
but up to now many challenging topics need to be solved
and there is a considerable lack of combined theoretical
experimental research activities for assessing the accuracy
and performance of meshless methods development.

Actually FE codes are available to simulate the non linear
problem that characterizes ring rolling. It must be underlined

@ Springer

(c) Ring Rolling

that, because of the complex nature of the process, in order to
consider these software as reliable a comparison with
experimental values is needful. In this work, a FE model,
based on Deform 3D software, was tested versus experimental
results acquired from an industrial plant. The accuracy of this
FE model was analyzed based on a dual comparison by
geometrical and by physical aspects. A good agreement was
found between experimental and numerical results for both
comparisons and so, this code could be used in order to
investigate and optimize the process parameters that charac-
terize the ring rolling process. This goal is only a starting point
to optimize the ring rolling process. Once tested the FE
accuracy, the following tasks will be the evaluation of roll
(driven, idle and axial) feed laws and so milling curves that
minimize the energy needed to ring rolled production.
Moreover due to the FE technique will be, also, possible to
evaluate different parameters that are difficult to measure by
experimental approach (i.e. ring working temperature) in
order to test different environment conditions that could
increase the energy saving.

FE modeling

Since 1968 ring rolling process was object of several scientific
studies; following the years the process was analyzed using
analytical methods such as the upper bound method [12] and
the variation method of Hill [13]. Since 1988, the FE
numerical approach was followed in order to simulate the
ring rolling process. The method was quite accurate but
require long computational time due to three main factors:

+ the first is the unsteady state of the flow of the material,
since the size of the ring section continuously changes,
differently from standard flat rolling. So, the contact
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Fig. 2 3D-FE scheme model of the ring rolling process

conditions between ring and rolls continuously change.
This leads to a significant increase of the computational
time;

+ the second factor is the high number of revolutions that
a ring must do to obtain the desired shape. The direct
consequence is that the number of elements required for
finite element analysis is very high with respect to a
standard deformation process (e.g. forging). For this
reason, the computational time increases significantly;

+ the third factor is the non-linearity of the relations that
describe the flow curves of the material. For each
simulation step, a linearization of algebraic systems is
necessary, this causes a further increase of computational
time.

Nowadays several authors focused their studies to
simulate a hot ring rolling process: these works are based
on the FE method and they follow different approaches.
The main differences between these works concern the
adopted mesh (hybrid or tetrad), the finite element method
(rigid-plastic, elastic—plastic), the problem design (two-
dimensional, three-dimensional), the solution methods
(implicit, explicit) [14-21]. Despite all this, due to the
nature of the process, for most of these articles an
experimental comparison was not feasible or the experi-
ments realized seemed to be far from industrial cases (i.e. to
reduce the computational time the axial rolls are neglected).

In this paper, the authors want to test a new Deform
subroutine. This FEM engine is extremely efficient and it
was specifically designed for ring rolling. Due to this new
subroutine a decrease of the computational time is observed
(days instead of weeks). The system utilizes an Arbitrary
Lagrangian Eulerian (ALE) solver with automated time
stepping. The ALE approach is an attempt to combine the
advantages of the Eulerian and Lagrangian formulation
methods. In the ALE formulation, a reference system is
defined such that co-ordinates are neither fixed in space nor
attached to the material. This computational reference
system (CRS) is used in conjunction with a second
reference system, the material reference system (MRS)
which behaves as a Lagrangian mesh. The ALE formula-
tion permits independent mesh movement in the CRS,

Element concentration in the roll gaps

Hybrid mesh

which in turn allows the use of a non-uniform mesh with
element concentration in the roll gap regions [21]. The
model uses hybrid mesh elements and a rigid-plastic finite
element method is adopted to improve the computational
accuracy. The remeshing strategy is also selected to reduce
element distortion and maintain a high quality mesh
throughout the simulation. The updating and contact
algorithms are optimized for ring rolling. The result is an
accurate solution, without artificial constraints on the
rotation axis. The ALE solver coupled with the hybrid
mesh approach alleviates respectively the difficulties related
to the large transformation involved (first factor) and the
number of elements needful (second factor); despite this up
to now no significantly improvement is available to reduce
the computational time affected by the non-linearity relation
of the material flow curves (third factor).

The software, due to self centering properties, lets to
simulate the process without the guide rolls. Moreover due
to the nature of the process it is possible to reduce the
number of elements, and so the computational time, by a
symmetric simulation of the process. In Fig. 2 the main
mechanical parts involved into the ring rolling modeling are
summarized.

FE results and experimental comparisons

The accuracy of the FE model was tested based on the
experimental results acquired at an industrial plant. The
experimental values have been evaluated by suitable
sensors mounted on a ring rolling machine in order to
acquire the growing of the ring (diameter, height and width
of the ring) and the roll idle compression force needed to
deform it.

Table 1 Nominal chemical

composition (weight %) of AISI C 0.370-0.440%

1040 [22] Fe 98.6-99.0%
Mn 0.60-0.90%

<= 0.040%

S <= 0.050%
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A ring rolling process of a ring with a rectangular cross
section was tested. The initial dimensions are 1 m for the
external diameter and 0.6 m for the initial height. At the end
of the process the ring will increase its diameter of 90%
while the final height decreases of about 10%.

For the numerical simulation a medium carbon steel (the
same used for the experimental results) AISI 1040 was
considered. The chemical composition of the worked
material is reported in Table 1.

Because of the bulk dimensions of the work piece and of
the time needed to deform it (less than 5 min), the working
temperature of the process was set constant and equal to
1,150°C.

The simulation was executed taking into account the
following constraints:

* no guide rolls, Deform software provides a symmetric
simulation with respect to the origin of the axes that
coincides with the centre of the ring, so the ring will
always be centred;

+ symmetrical simulation of the process referred to the
middle section of the ring;

+ the driver, axial and idle rolls are assumed as rigid objects;

initial height (H;) of the simulated ring was set lower
than the real one. This constraint is necessary because
the first working phase of the industrial ring rolling
process is characterized by a loss of materials as
oxidized slugs. This implies a loss of volume equal to
2-4%. So the initial and the final volume will be
different. Because Deform does not take into account
loss of elements, a new approach was followed in order
to solve this problem. The numerical initial volume (})
was set equal to the industrial final one (V)), the initial
external (D,,.;,) and inner (D,,.;,) diameters were set
equal to the industrial ones. This implies, for the
constancy of volume, that the initial numerical height
was set lower than the real one. The initial numerical
height was so evaluated according to the following
formula:

4,
= o i)

ext—in int—in

(1)

conjugate gradient solver with a direct iteration method;
shear friction factor equal to 0.7;

(a) 0% of overall simulation

(b) 25% of overall simulation

Initial Section

(d) 75% of overall simulation

Final Section

Fish Tail

U

(e) 100% of overall simulation

(f) initial and final section of the deformed ring

Fig. 3 3D-FE model of the ring rolling process. a 0% of overall simulation. b 25% of overall simulation. ¢ 50% of overall simulation. d 75% of
overall simulation. e 100% of overall simulation. f initial and final section of the deformed ring
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Fig. 4 Effective strain distribu-
tions in the under deformation
section for different moment of
the process (25%, 50%, 75%
and 100% of the total process
time)and point tracking plot for
5 points of the section

» the idle roll feed and the axial roll feed were imposed as a
function of time. According with the industrial process, a
cubic equation was estimated for the idle roll feed. The
axial roll feed was subdivided into three steps: stationary,
linear and quadratic feed. This choice is due to how it
really works on the industrial production. Indeed when the
idle roll starts to push the ring towards the driven roll the
axial roll doesn’t move yet and only deformation of width
occurs. After that, the axial roll is rapidly moved by a
linear law imposing the height reduction. In the last part of
process the height deformation is reduced following a
quadratic feed law.

Under the mentioned hypothesis a simulation of a ring
rolling process was executed. In Fig. 3 the growing of the
ring as a function of the overall simulation time is reported.
Figure 3f also shows the initial and final section of the ring.
It can be observed that the increasing of the outer diameter
is due by an high reduction of the width (60% about) and a
low reduction of the height (about 10%). However it must
be underlined that the initial height chosen for the
numerical model is less than the industrial one for the
above mentioned slug problem; indeed the height reduction
is equal to 15%. At the end of the simulation the fishtail
defect, typical of this type of process, is also achieved.

Strain Effective [mm/mm)]

50%

40—
Strain Effective
[mm/mm]

30k

20 L ol

/ 3

f 4

/ — iy

0% 25% 50% 75% 100%

P |

The use of simulative tools allows to obtain important
information on the deformation process of the ring. In fact,
as reported in Figs. 4 and 5, it is possible to follow the

Stress Effective [MPa]

I 50%
53.3
75% 20.0

Fig. 5 Effective stress distributions in the under deformation section
for different moment of the process (25%, 50%, 75% and 100% of the
total process time)

’ 120

86.7
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Table 2 Point coordinate selected

Point Coordinate (X,y,z)
IJl (1/2 Dext-im 09 0)
P, (2 Dint-in» 0, 0)
P3 (7 7 Dext—im Oa 0)
P4 (1/2 Dim‘-l'm 0> HI/Z)

deformation and stress history of the material as the rolling
process continues at different locations inside the roll
section.

Referring to deformations (Fig. 4) it is clear that the
material fibres located at the external ring surface (points
P1 and P2) are characterized by higher strain, while points
P3, P4 and P5 undergo to lower strains (about 25-30% of
the strain of points P1 and P2). The high deformations of
the outer surface are beneficial for the wear and fatigue
resistance of the ring and they can be optimised by
changing the process parameters. The results reported in
this paper refer to optimised working conditions and the
quality of the actual component has found to be good. The
sections are realized in correspondence of the drive roll—
idle roll area.

Figure 5 illustrates the stress distributions at the contact
area between ring and cylinder for different percentages of
the total process time (25%, 50%, 75% and 100%).
Simulation also helps for this parameter optimization.
Moreover, from the knowledge of the stress distribution
inside the material it is also possible to carry out a die stress
analysis in order to study the pressure and the tangential
stresses acting on the rolls in order to forecast their life.

In order to compare the numerical results with the
experimental measurements a point tracking was executed.
Due to the point tracking function is possible to calculate
for each step the geometric position of each node of the
meshed ring.

The external diameter (D), the width of the ring
section (W) and the ring height (H) were selected as the
geometrical measures to compare with the experimental

Fig. 6 Work piece points chosen for the point tracking acquisition
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Ring External Diameter Comparison
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2,0%
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step number * 10°

Fig. 7 Ring external numerical error trend

results. Four nodes (three on the medium section of the ring
and one on the upper surface) were selected in order to
evaluate the mentioned geometrical values. In Table 2 and
Fig. 6 the coordinates and the scheme of these points are
respectively reported.

Starting from the results of the point tracking function
the mentioned geometrical values (Do, W, H) were
evaluated. The comparison between the numerical and the
experimental results is reported as a function of the
numerical error that is an index described by Eq. (2):

. Experimental value — Numerical value
Numerical error =

Experimental value 2)

In Figs. 7, 8 and 9 the numerical error trends are reported
as function of the step number for the outer diameter, the
width and the height of the ring.

As it can be seen the FE model can predict the final
dimensions of the ring with a good accuracy (less than 3%)
besides the whole numerical error has values lower than
6%. So the numerical results are able to predict the
experimental values with a good accuracy also during the
whole process. The only exception is related with the first
part of the roll height. However it must be taken into
account that the initial simulated height of the ring was
selected lower than the real one because the software is not

Ring Width Comparison
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£ 500 \ /
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-6.0% Vo
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step number * 103

Fig. 8 Ring width numerical error trend
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Ring Height Comparison
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Fig. 9 Ring height numerical error trend

able to evaluate the loss of material that characterizes the
process as above explained.

To execute the physical analysis, the numerical error of the
idle roll force was evaluated in order to verify if the simulation
was conducted under the same force of the experimental
results. In Fig. 10 the numerical error, evaluated following
the assumption adopted for the geometrical comparison, is
reported. As can be observed the numerical model estimates
the idle roll compression force with a numerical error equal
to 20% at the beginning and at the end of the process while
in the middle the prediction is very accurate (£5%). The
reasons of the initial and final deviations from the
experimental values are addressed to two different effect: at
the beginning of the process the loss of material due to the
oxidized slugs affects the measured experimental force while
at the end of the process the increasing of the numerical error
referred to the width and the external diameter affect the
estimation of the idle roll compression force. Besides it must
be specified that the acquisition of the experimental values is
affected by a considerable noise that justifies the amplitude
of the numerical error trend too.

One of the main advantage of the numerical method,
once validated, is the computation of different physical
parameters that it is difficult to evaluate by experimental
approach. As example, to correctly design a ring rolling
machine the knowledge of the different loads applied on the

Idle Roll Compression Force Comparison
30,0%
20,0%
10,0%

0,0% - t T T |
2 40 60 80 100

-10,0% -

Numerical error [%]

-20,0% 4

-30,0% A
step number * 10°

Fig. 10 Idle roll compression force numerical error trend

Axial Roll Compression Force
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2,5E+06 -
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1,5E+06

Axial Load [N]

1,0E+06 I

5,0E+05 -

Mo
I
0,0E+00 : : : :

0 20 40 60 80 100
step number * 103

Fig. 11 Axial roll compression force

rolled ring are needful parameters. In Figs. 11 and 12 the
trend of the axial roll force and of the driven roll torque as a
function of the simulated step are reported.

As can be observed the two physical variables have similar
trend. In the first part of the process there is no contact
between axial rolls and the work piece as it also underlined by
the Fig. 9; suddenly is observed a high increasing of the load
until the maximum value of 2.5 MN after that the load
rapidly decrease. By a comparison between the two graphs is
possible to understand how the axial rolls affect the value of
the driving roll torque. Indeed as can be observed the slope
of the torque graph (Fig. 12) increases when the value of the
axial load (Fig. 11) starts to became considerable; moreover
the maximum value is achieved at the same step increment
after which both graphs decrease following a similar slope.
For the design and optimization of a ring rolling machine
this comparison is very helpful because it underlines which
ones are the highest values achieved during the ring
deformation and which part of the process is more critical
and must be optimized.

Conclusions

In this paper the effectiveness of a new numerical
subroutine was tested by a comparison with experimental

Driving Roll Torque
4,5E+08

4,0E+08
3,5E+08 +
3,0E+08 -
2,5E+08 -
2,0E+08
1,5E+08 +
1,0E+08
5,0E+07 -
0,0E+00 . . . . ,
0 20 40 60 80 100
step number * 108

Torque [N*mm]

Fig. 12 Driving roll torque
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values acquired from an industrial plant. The results show
that the model is able to predict with a good accuracy the
final geometric dimensions of the ring. The force used to
deform it was also compared and it showed a reasonable
result. So it is possible to state that the numerical approach
can be used to optimize the process parameters, to evaluate
some physical variable difficult to measure and to find, as
example, new milling curves able to work the same ring but
using less force. Actually more focused researches, based
on a numerical approach, are under development investi-
gating about the influence of the initial ring section
geometry on the power needed to work it.

References

. Shivpuri R, Eruc E (1995) Int ] Mach Tools Manufact 32:379-398

. Johnson W, Mamalis AG (1979) Int Metals Rev 24:137-148

. Johnson W, Needham G (1968) Int J Mech Sci 10:95-113

. Johnson W, Macleod I, Needham G (1968) Int J Mech Sci
10:455-468

5. Mamalis AG, Johnson W, Hawkyard JB (1976) J Mech Eng Sci

18:184-195
6. Utsunomiya H, Saito Y, Shinoda T, Takasu I (2002) J Mater
Process Technol 125-126:613-618

O R

@ Springer

10.

11.

12.

13.
14.

15.

17.

18.

20.

21.
22.

. Feng-Lin Y, Lin H, Yong-Qiao W (2007) Int J Mach Tool

Manufact 47:1695-1701

. Allwood M, Kopp R, Michels D, Music O, Oztop M, Stanistreet

TF, Tekkaya AE (2005) CIRP Ann 54:233-236

. Li CS, Liu XH, Wang GD (2007) J Mater Process Tech 183:425—

431

Chen JS, Roque C, Pan C, Button ST (1998) J Mater Process Tech
80:642-646

Chen JS, Wang HP (2000) Comput Methods Appl Mech Eng
187:441-468

Ryoo JS, Yang DY, Johnson W (1985) Adv Tech Plast 2:1292—
1298

Logura CE Bramley AN (1987) Int J Mech Sci 29:149-157
Sawamiphakdi K, Pauskar PM, Jin DQ, Lahoti GD (2002)
Proceedings of 7th ICTP, 1: 28-31

Yang H, Wang M, Guo LG, Sun ZC (2008) Comput Mater Sci
44:611-621

. Lim T, Pillinger I, Hartley P (1998) J Mater Process Tech 80—

81:199-205

Yea Y, Ko Y, Kim N, Lee J (2003) J Mater Process Technol
140:478-486

Song JL, Dowson AL, Jacobs MH, Brooks J, Beden I (2002) J
Mater Process Tech 121:332-340

. Wang M, Yang H, Sun ZC, Guo LG (2009) J Mater Process Tech

209:3384-3395

Sun Z, Yang H, Ou X (2008) Trans Nonferrous Met Soc China
18:1216-1222

Davey K, Ward MJ (2002) J Mater Process Tech 125-126:619-625
Davis JR (1996) ASM specialty handbook—carbon and alloy steels



	Validation of hot ring rolling industrial process 3D simulation
	Abstract
	Introduction
	FE modeling
	FE results and experimental comparisons
	Conclusions
	References



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Gray Gamma 2.2)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (ISO Coated v2 300% \050ECI\051)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.3
  /CompressObjects /Off
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJDFFile false
  /CreateJobTicket false
  /DefaultRenderingIntent /Perceptual
  /DetectBlends true
  /DetectCurves 0.0000
  /ColorConversionStrategy /sRGB
  /DoThumbnails true
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams true
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts false
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 150
  /ColorImageMinResolutionPolicy /Warning
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 150
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages true
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 1.30
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 150
  /GrayImageMinResolutionPolicy /Warning
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 150
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 1.30
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 600
  /MonoImageMinResolutionPolicy /Warning
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 600
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /Description <<
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e5c4f5e55663e793a3001901a8fc775355b5090ae4ef653d190014ee553ca901a8fc756e072797f5153d15e03300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc87a25e55986f793a3001901a904e96fb5b5090f54ef650b390014ee553ca57287db2969b7db28def4e0a767c5e03300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /DAN <>
    /ESP <>
    /FRA <>
    /ITA <>
    /JPN <>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020d654ba740020d45cc2dc002c0020c804c7900020ba54c77c002c0020c778d130b137c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor weergave op een beeldscherm, e-mail en internet. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /PTB <>
    /SUO <>
    /SVE <>
    /ENU (Use these settings to create Adobe PDF documents best suited for on-screen display, e-mail, and the Internet.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
    /DEU <FEFF004a006f0062006f007000740069006f006e007300200066006f00720020004100630072006f006200610074002000440069007300740069006c006c0065007200200037000d00500072006f006400750063006500730020005000440046002000660069006c0065007300200077006800690063006800200061007200650020007500730065006400200066006f00720020006f006e006c0069006e0065002e000d0028006300290020003200300031003000200053007000720069006e006700650072002d005600650072006c0061006700200047006d006200480020>
  >>
  /Namespace [
    (Adobe)
    (Common)
    (1.0)
  ]
  /OtherNamespaces [
    <<
      /AsReaderSpreads false
      /CropImagesToFrames true
      /ErrorControl /WarnAndContinue
      /FlattenerIgnoreSpreadOverrides false
      /IncludeGuidesGrids false
      /IncludeNonPrinting false
      /IncludeSlug false
      /Namespace [
        (Adobe)
        (InDesign)
        (4.0)
      ]
      /OmitPlacedBitmaps false
      /OmitPlacedEPS false
      /OmitPlacedPDF false
      /SimulateOverprint /Legacy
    >>
    <<
      /AddBleedMarks false
      /AddColorBars false
      /AddCropMarks false
      /AddPageInfo false
      /AddRegMarks false
      /ConvertColors /ConvertToRGB
      /DestinationProfileName (sRGB IEC61966-2.1)
      /DestinationProfileSelector /UseName
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure false
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles true
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /NA
      /PreserveEditing false
      /UntaggedCMYKHandling /UseDocumentProfile
      /UntaggedRGBHandling /UseDocumentProfile
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [595.276 841.890]
>> setpagedevice


