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Micro-sized applications are gaining more and more relevance for NiTi-based shape memory alloys (SMA).
Different types of micro-machining offer unique possibilities for the manufacturing of NiTi components.
The advantage of machining is the low thermal influence on the workpiece. This is important, because the
phase transformation temperatures of NiTi SMAs can be changed and the components may need extensive
post manufacturing. The article offers a simulation-based approach to optimize five-axis micro-milling
processes with respect to the special material properties of NiTi SMA. Especially, the influence of the
various tool inclination angles is considered for introducing an intelligent tool inclination optimization
algorithm. Furthermore, aspects of micro deep-hole drilling of SMAs are discussed. Tools with diameters as
small as 0.5 mm are used. The possible length-to-diameter ratio reaches up to 50. This process offers new
possibilities in the manufacturing of microstents. The study concentrates on the influence of the cutting
speed, the feed and the tool design on the tool wear and the quality of the drilled holes.

Keywords machining, micro deep-hole drilling, micro-milling,
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1. Introduction

The potential of functional materials like NiTi SMA is of
great interest in various fields of scientific research. This
material offers many different application possibilities, espe-
cially in medical technologies, owing to its versatile properties
like biocompatibility, superelasticity, and shape memory.
Applications like medical implants that rely on these properties,
call for reliable manufacturing technologies to create and
machine various free-form surfaces or deep holes. For this
purpose, five-axis micro-milling offers unique possibilities,
especially, high material removal rates combined with good
surface quality and very little thermal damage of the peripheral
zone. In contrast to the conventional end milling cutters, the
ball end mills can also machine at an inclination, hence
allowing optimal process parameters instantaneously during
machining. Furthermore, the ball nose cutters offer the
possibility of five-axis machining processes that can realize
the machining of complex workpiece geometries. Five-axis
milling leads to varying loads on the tool that might result in
early tool failure and also poor surface finish due to a

continuously changing contact zone. In addition to these
challenges, NiTi is characterized by unsuitable chip formation.
In principle, micro-milling (Ref 1), five-axis milling (Ref 2-7),
and machining of NiTi SMA (Ref 8-10) have already been
amply researched and, thus, are established in daily industrial
practice. This work focuses on the development of a simula-
tion-based optimization for numerical control (NC) programs
which are based on the results of the fundamental experiments
concerning the tool inclination angles in micro-milling of NiTi
SMA using ball end mills (Ref 11, 12). The newly developed
algorithm is not only capable of detecting unfavorable tool
inclinations in the machining of free-form surfaces, but can also
readjust them. The verification of the algorithm is accomplished
by the machining of a reference workpiece. The second part of
this article shows the first results concerning the micro deep-
hole drilling of NiTi SMA obtained from experiments with
tools having diameters as small as 1.5, 1, and 0.5 mm. The
micro deep-hole drilling is challenging with regard to the tools
as well as the process strategy. This results in very different
characteristics of the processes if compared to that of the
conventional deep hole drilling. Challenges include the dras-
tically reduced stiffness of the tools and the chip evacuation out
of the hole. The special properties of NiTi SMA add to the task
of developing a reliable micro deep-hole drilling process
strategy for these smart materials.

2. Experimental

2.1 Simulation of Milling Processes

The optimization algorithm to adapt the tool inclination
angles is based on the simulation tool NCChip (Ref 13). There
is a multitude of factors influencing the results of five-axis
milling processes due to the complex tool engagement
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situations. Different inclination angles cause a varying time-
discrete chip cross section, thus creating varying chip thickness
gradients, cutting force gradients and a cutting speed profile.
To build up process models which can visualize and optimize
the machining of free-formed surfaces it is necessary to use a
geometric simulation that can produce accurate results even
using complex tool paths. This modeling is based on the NC-
programs generated by standard CAM-systems. For an accu-
rate analytical calculation of the process forces, it is also
necessary to take the rotation of the tool into account and to
have a look at the phenomena occurring at the cutting edge.
Therefore, the chip is converted into a chip-grid (Fig. 1)
(Ref 13).

The chip-grid is a two-dimensional array which carries the
process data for the corresponding points on the cutter hull. The
two directions of the grid are the angle u and the bow-length of
the cutting edge l. So each grid unit E(u, l) carries the process
information at an angle u and a distance l along the cutting
edge measured from the tip of the tool. Here, the gray scale
represents the chip thickness r, whereas black chip-grid-entries
represent the maximum chip thickness. This chip-grid carries
all information which is required to optimize the tool inclina-
tion angles.

2.2 Micro-Milling and Micro Deep-Hole Drilling

Ball end mills made of cemented carbide with a diameter of
d = 1.0 mm were used for verifying the milling optimization
algorithm. These tools were coated with a thin TiAlN-layer.
The milling experiments were conducted on a five-axis CNC
machining center ‘‘DMU 50 eVolution’’ with a maximum
spindle speed of 18,000 rpm. The measured accuracy of the
machine tool is ±2 lm.

The micro deep-hole machining center used was a TBT
ML-200. It is especially designed to apply single-lip drilling

tools having diameters of d = 0.5,…,6.0 mm with a maximum
available drilling depth of lt = 450 mm. Its spindle speed
reaches up to 36,000 rpm. The coolant can be applied with a
maximum pressure of p = 220 bar. The machine features two
separate working chambers. One of them contains a laser-drill
unit with a pulse power of up to pp = 8 kW. The workpiece can
be transferred between the two chambers automatically to
achieve a high accuracy. The tools that were used in the
experiments are single-lip drills having diameters of 1.5, 1.0,
and 0.5 mm. Various tool point angles as well as different
coatings (uncoated, TiN-, and TiAlN-coating) were tested.
Twist drills with a diameter of 1.0 mm were analyzed as well.
Figure 2 shows the machine tool and a single-lip drilling tool
with a diameter of 1.0 mm.

2.3 Machined Material

In this study, binary pseudoplastic NiTi bars (rolled,
Ø34.1 mm) with a Ni-content of 50.2 at.% (oxide free surface)
were examined. Its condition in the machining experiments was
as received without further heat treatment. Differential scanning
calorimetry (DSC) was performed, using a DSC Netzsch type
CC 204 F1 to determine the phase transformation temperatures
(Fig. 3). The material exhibits a one-step martensitic transfor-
mation upon cooling and a one-step reverse transformation back
to austenite upon heating, its MP temperature lies at 19,45 �C.

3. Results and Discussions

3.1 Analysis of the Milling Processes with the Chip-Grid
Method

The simulation software NCChip can be utilized for
manifold purposes. The applicability of the aforementioned

Fig. 1 Scheme for mapping the cutting edge points into a chip-grid (l) and chip-grid with the chip thickness (r) illustrated by a gray scale (Ref
13)

Fig. 2 (a) Machining center and (b) micro-single-lip drill with a diameter of d = 0.5 mm
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chip-grid method has been proven in a first step analyzing the
geometric engagement conditions of the cutting edges of the
ball end milling tools. Figure 4 depicts the three-dimensional
chip thickness in the chip-grid for varied inclination angles bf
(tool inclination along the feed direction) and bfN (tool
inclination across the feed direction).

A median chip thickness gradient can be identified that
proceeds from the center of the line with a chip thickness of
zero to the point with the maximum chip thickness. This
characteristic chip thickness gradient is orthogonal to the
cutting direction at a high tool inclination of bf = 50�. These
cutting conditions have been identified as the optimum in
earlier experiments, whereas inclinations of bfN = 50� generate
a high tool wear and a poor surface quality (Ref 11, 12). The
cutting direction parallels the median chip thickness gradient in
the latter case. If the chip form in the chip-grid is reduced to the

area of the one-time contact between the tool and the
workpiece, the resulting surface chip is a characteristic line in
the chip-grid with a certain slope (Fig. 5). Since this surface
chip is orthogonal to the median chip thickness gradient, it
offers the same analytical options. At the same time, its
numerical quantifiability is much easier to accomplish: At
optimal cutting conditions the slope is zero, suboptimal cutting
kinematics manifest in very high slopes.

This enables the definition of the objectives of the
optimization algorithm. Small inclination angles bf should be
increased to avoid center cut conditions. The algorithm can
detect too small inclination angles by defining a minimum limit
for the j-values in the chip-grid (Fig. 6). The adaptation of the
tool inclination is implemented by the definition of a rotary axis
in the simulation. Higher tool inclinations of bfN can be
detected by checking the slope of the surface chip form. The
tool inclination can be adapted by rotating the tool around the
surface normal. This causes a reduction in the slope of the
surface chip (Fig. 6). Since the chip-grid method always
considers the relative engagement situation of the tool with
respect to the workpiece, it can be applied on any free-form
surfaces and NC-programs.

3.2 Experimental Verification of the Simulation Algorithm

The described optimization algorithm is used to analyze and
to optimize a CAM-generated, three-axis NC-program of an
experimental workpiece made of NiTi SMA. Figure 7 depicts
the process results for a workpiece machined using a three-axis
strategy compared to the workpiece machined with the
optimized NC-program. This optimized program is then a
five-axis NC-program. The typical layerwise milling strategy of
the three-axis NC-program is expected to produce a poor
surface finish due to the ever increasing tool inclinations of bfN
that result from this strategy.Fig. 3 DSC-analysis of the machined NiTi samples

Fig. 4 Illustration of different chip-grid conditions for varied tool inclination angles
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The strongly differing quality of the workpiece surface is
quite obvious. As expected, the three-axis workpiece has a very
rough surface profile with a lot of adhesions of the workpiece
material; whereas the five-axis workpiece features a very

evenly structured surface that equals the theoretical profile. This
proofs the effectiveness of the optimization algorithm to control
the tool inclination in relation to the surface at any time during
the machining of the workpiece.

Fig. 5 Display of the surface chip in the chip-grid for optimal and suboptimal cutting conditions

Fig. 6 Objective definition of the optimization algorithm in terms of surface chip conditions
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3.3 Micro Deep-Hole Drilling of NiTi SMA

The applicable cutting data for the micro deep-hole drilling
of NiTi is very limited. Overall, the quality of the drilled holes
is very good (Fig. 8a). Nevertheless, the single-lip drills suffer
from adhesion on the guide pads. This can occur spontaneously
after various drilling depths, or gradually over the total drilling
depth (Fig. 8b).

This unpredictable behavior of the tools is due to the
nature of their design and the properties of the NiTi SMA.
The tools have an asymmetrical design of the cutting edge.
This causes a radial force component that is absorbed by
the so called guide pad. During drilling NiTi SMA, the
friction between the guide pad and the wall of the hole leads
to an increasing adhesion. This results in a continuous

Fig. 7 Comparison of the process results: Three-axis versus five-axis machining

Fig. 8 (a) Drilled hole with a length of 15 mm (d = 0.5 mm) and (b) spontaneous adhesion wear at the guide pad
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microwelding process of the guide pad and the workpiece.
Its effects are shown in Fig. 9.

Different strategies can be applied to minimize this effect.
The use of single-lip drills with a smaller tip angle helps to

reduce the radial force component, thus reducing the adhesion
on the guide pad. Furthermore, a coating of TiN or TiAlN also
helps in decreasing the friction on the guide pads. The right
choice of the cutting speed is mandatory for the most efficient

Fig. 9 Adhesion of NiTi on the guide pad and the hole wall

Fig. 10 Tool life and feed force of the twist drills against the cutting speed
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use of the drilling tools as well. The speed should not exceed
vc = 30 m/min. A lower cutting speed causes the chipping of
the cutting edge due to high work-hardening. Higher speeds
enhance the adhesion processes again. The optimum feed for
tools with a diameter of d = 1.0 mm is f = 5 lm. If the tool
diameter is reduced to 0.5 mm, the feed has to be adapted to
only 0.5 lm to avoid tool breakage. This is true for all kinds of
drilling tool concepts. However, the twist drills do not show
adhesive wear at all. This is due to their symmetric design
without a radial force component and their TiAlN coating.
Without showing the main wear effects of the single-lip drills,
the twist drills with a diameter of d = 1.0 mm reached a total
drilling depth of up to 1200 mm; whereas the single-lip drilling
tools achieved a maximum total drilling depth of only 420 mm.
Figure 10 depicts the influence of the cutting speed on the
achievable total drilling depth with regard to the varied cutting
speeds.

The effect of the cutting speed concerning the tool life is
contrary compared to the single-lip drills. The highest total
drilling depth is achieved at a cutting speed of vc = 50 m/min.
Lower speeds lead to an earlier tool failure. Since the main
wear mechanism (adhesion) is not too much pronounced, the
cutting speed can be increased to reduce the work-hardening
effects of the drilling process, thus reducing the overall process
forces. Nevertheless, the feed force rises during the course of
the experiments due to an increasing rounding of the cutting
edge.

4. Conclusions

This article summarizes different aspects of the micro-
machining of NiTi SMA. A simulation algorithm is presented
that optimizes tool inclinations in the three- or five-axis micro
milling processes. It is based on the geometric analysis of the
various engagement conditions of the cutting edge. The
definition of a surface chip allows the numerical correlation
of the tool inclination in relation to the workpiece surface and
the quality of the machined workpiece, thus allowing the
programming of the optimization algorithm. Its effectiveness
has been proven by the machining of a reference workpiece.
The investigations of the micro deep-hole drilling showed
promising results. Holes having diameters as small as 0.5 mm
and a depth of up to 15 mm can be machined with a high
quality. The adhesion wear of the single-lip drills at the guide
pad reduces their tool life considerably. Twist drills reach a
much higher total drilling depth at much higher cutting speeds,
thus representing the most effective way to drill NiTi SMA.
The reason for their superior machining characteristics is the

presence of a symmetric load due to process forces without
radial components. This reduces the friction between the tool
and the hole wall. The minimization of adhesion wear allows
the higher cutting speeds which reduces the cutting forces due
to a decreased work-hardening.
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Strömungsflächen aus Nickelbasislegierungen,’’ Dissertation, RWTH
Aachen, 2005

8. M. Buschka, K. Weinert, and V. Petzoldt, Machining Properties of an
Austenitic NiTi Shape Memory Alloy. Production Engineering—
Research and Development, Ann German Acad Soc Prod Eng, 2002,
IX(1), p 9–12

9. V. Petzoldt and K. Weinert, Deep Hole Drilling of NiTi Shape Memory
Alloys, Proceedings of the International Conference on Shape Memory
and Superelastic Technologies SMST 2004, October 3-7, Baden-Baden,
M. Mertmann, Ed., 2006, p 259-264

10. V. Petzoldt and K. Weinert, Micromachining of NiTi Shape Memory
Alloys. Production Engineering—Research and Development, Ann.
German Acad. Soc. Prod. Eng., 2006, XIII(2), p 43–46

11. D. Biermann, F. Kahleyß, and T. Surmann, Micromilling of NiTi
Shape-Memory Alloys with Ball Nose Cutters, Int. J. Mater. Manufact.
Process., 2009, 24(12), p 1266–1273

12. D. Biermann, K. Weinert, F. Kahleyß, and A. Baschin, Simultaneous
5-Axis Micro-Milling of NiTi Shape Memory Alloys, Proceedings of
the International Conference on Shape Memory and Superelastic
Technologies, 3-5 December 2007, Tsukuba, Japan, S. Miyazaki, Ed.,
ISBN 978-0-87170-722-2, p 447-454

13. K. Weinert and T. Surmann, Geometric Simulation of the Milling
Process for Free Formed Surfaces. Simulation Aided Offline Process
Design and Optimization in Manufacturing Sculptured Surfaces,
January 2003, K. Weinert, Ed., p 21-30

Journal of Materials Engineering and Performance Volume 20(4–5) July 2011—751


	A Study on Micro-Machining Technology for the Machining of NiTi: Five-Axis Micro-Milling and Micro Deep-Hole Drilling
	Abstract
	Introduction
	Experimental
	Simulation of Milling Processes
	Micro-Milling and Micro Deep-Hole Drilling
	Machined Material

	Results and Discussions
	Analysis of the Milling Processes with the Chip-Grid Method
	Experimental Verification of the Simulation Algorithm
	Micro Deep-Hole Drilling of NiTi SMA

	Conclusions
	Acknowledgments
	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
  /CreateJobTicket false
  /DefaultRenderingIntent /Perceptual
  /DetectBlends true
  /DetectCurves 0.1000
  /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 149
  /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 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 149
  /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 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 599
  /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

  /CreateJDFFile false
  /Description <<

    /BGR <>
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e9ad88d2891cf76845370524d53705237300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc9ad854c18cea76845370524d5370523786557406300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /CZE <>
    /DAN <>
    /ESP <>
    /ETI <>
    /FRA <>
    /GRE <>

    /HRV (Za stvaranje Adobe PDF dokumenata najpogodnijih za visokokvalitetni ispis prije tiskanja koristite ove postavke.  Stvoreni PDF dokumenti mogu se otvoriti Acrobat i Adobe Reader 5.0 i kasnijim verzijama.)
    /HUN <>
    /ITA <>
    /JPN <FEFF9ad854c18cea306a30d730ea30d730ec30b951fa529b7528002000410064006f0062006500200050004400460020658766f8306e4f5c6210306b4f7f75283057307e305930023053306e8a2d5b9a30674f5c62103055308c305f0020005000440046002030d530a130a430eb306f3001004100630072006f0062006100740020304a30883073002000410064006f00620065002000520065006100640065007200200035002e003000204ee5964d3067958b304f30533068304c3067304d307e305930023053306e8a2d5b9a306b306f30d530a930f330c8306e57cb30818fbc307f304c5fc59808306730593002>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020ace0d488c9c80020c2dcd5d80020c778c1c4c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /LTH <>
    /LVI <>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor prepress-afdrukken van hoge kwaliteit. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /POL <>
    /PTB <>
    /RUM <>
    /RUS <>
    /SKY <>
    /SLV <>
    /SUO <>
    /SVE <>
    /TUR <>
    /UKR <>
    /ENU (Use these settings to create Adobe PDF documents best suited for high-quality prepress printing.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
    /DEU <>
  >>
  /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 /ConvertToCMYK
      /DestinationProfileName ()
      /DestinationProfileSelector /DocumentCMYK
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure false
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles false
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /DocumentCMYK
      /PreserveEditing true
      /UntaggedCMYKHandling /LeaveUntagged
      /UntaggedRGBHandling /UseDocumentProfile
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [595.276 841.890]
>> setpagedevice


