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Abstract Processing parameters of feed including moisture
content of feed (12, 15, 18, 21 and 24%), soy flour-rice
blend ratio (10:90, 14:86, 18:82, 22:78 and 26:74),
operational parameters of extruder like barrel temperature
(100, 110, 120, 130 and 140 °C), die head temperature
(160, 170, 180, 190 and 200 °C) and screw speed (100,
110, 120, 130 and 140 rpm) were optimized for physical
and textural properties of soy-rice blend extrudates. The
minimum value of longitudinal expansion index lied near
185 °C die head temperature at about 120 rpm. The
minimum value of bulk density was observed in between
18:82 blend ratio and 115 °C barrel temperature.

Keywords Extrusion - Snacks - Response surface
methodology

Introduction

Extruded snacks contribute as an important part for many

consumers in daily nutrient and calories intake (Teltweiler
1991). The defatted soybean (Glycine max L.) meal is the
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by-product of solvent extraction plant and rice brokens
(Oryza sativa L.) are the by-product of rice milling industry.
Rice flour prepared out of rice brokens can be used as an
important ingredient for many ready-to-eat breakfast cereals
and snacks. Soybean, the first vegetable proteinaceous feed
material was used for making protein rich extruded food
(Harper 1981). Extrusion cooking is capable of converting
soluble globular legume protein into material having fibrous
and chewy texture (Harper 1981). Indian soybean industry
produces about 3 million tons of meal every year (SOPA
1999). Defatted soy flour contains about 50% protein and its
protein digestible index is 60. In the extrusion of snacks and
other food products, proper control of the extrusion process
is important to quality of final product. In cereal-based
products, the degree of starch processing is important for
major quality aspects such as taste, digestibility, texture and
appearance. Patil et al. (1990) studied on a dry extrusion
cooker Insta Pro 2000 for extrusion of soy-rice blend. It was
observed that extrusion at lower level of moisture (12% wb)
is most suitable. The highly puffed product having bulk
density of 266.23 kg/m®, water absorption index of 4.09 was
obtained at this level of feed moisture. Dahlin and Lorenz
(1993) examined seven whole grain cereals to study
extrusion processing effects on in vitro protein digestibility.
Eight extrusion conditions were applied and effects of cereal
variety, extrusion temperature and feed moisture on protein
digestibility were studied. The most protein-digested prod-
ucts were produced at 15% feed moisture, 100/150 °C
product temperature and screw speed of 100 rpm. Bhatta-
charya et al. (1999) observed that incorporation of chickpea
into rice flour decreased product expansion but increased
bulk density and peak shear force of extrudates. Boonyasi-
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nikool and Charunuch (2000) developed a nutritious soy
fortified snack with good texture and protein quality from
18% of soy flour (9% defatted soy flour+9% full fat soy
flour) in rice broken and corn grits blend, with 2% soybean
oil fortified with vitamins, minerals and amino acid. The
product obtained had expansion ratio, bulk density and
compression force of 3.9, 58 g/m’ and 60.17 N, respec-
tively. Protein content in the developed snack was 9.9%,
which was 46.7-70.7% higher than the market snacks.
Chang and EI-Dash (2003) studied some physical charac-
teristics of extruded cassava starch using a single—screw
extruder, by varying acid concentration, feed moisture
content and barrel temperature and evaluated using surface
response methodology. Singh et al. (2006a) optimized the
processing parameters of extruded food prepared from
Bengalgram broken and sorghum blends. They optimized
parameters for maximum values of specific length,
sectional expansion index and minimum value of mass
flow rate. They suggested that the best quality extruded
snacks were found at 100 °C barrel temperature, 15:85
blend ratio of Bengalgram broken to sorghum and 15%
moisture content. Singh et al. (2006b) found that the
physical properties and textural analysis of snacks pre-
pared at 20% blending of soybean, 15% moisture content
and 85 °C temperature was found as the best quality
extrudates. The present study was undertaken to study the
effect of moisture content, blend ratio and temperature
(barrel and die head) on the physical properties (moisture
content of extrudates, specific length, longitudinal expan-
sion index, and bulk density) of rice and defatted soy flour
based ready-to-eat extrudates.

Materials and methods

The study was conducted at soy processing lab of
Department of Post-harvest Process and Food Engineer-
ing, College of Agricultural Engineering, Jabalpur, India.
The single-screw extruder (D47055 Duisburg, Brabender,
Germany), consisted of grooved barrel covered with
heating and cooling elements. The constructional ele-
ments of the extruder included motor and gear unit,
coupling, loading unit, extruder barrel with screw and
control cabinet. The length to diameter ratio of the
extruder was 20:1. During experimentation the compres-
sion ratio (3:1) temperature of barrel zone I (90 °C) and
barrel zone II (120 °C) were kept constant. The defatted
soy-flour and rice flour were procured from local market.
The experimental design is dependent on the symmetrical
selection of variation increments about the centre
composition (Cochran and Cox 1957; Myres 1976).
These levels of variation were selected to be within the

range of reasonable formulations and the increments were
carefully selected. The selected levels were also based on
the conclusions of previous studies (Chauhan and Bains
1988; Patil et al. 1990; Singh et al. 2006b) and preliminary
trails.

Results and discussion

Moisture Content of Extrudates (MCg) The second degree
polynomial equation obtained by response surface analysis
of the data showing the effect of MCg versus feed moisture
content (MCp), blend ratio (Bg), barrel temperature (Tg,),
die head temperature (Tp;.) and screw speed (Sg) resulted
in following equation

MCg = 7.546 + 0.863MCy + 0.014Bg + 0.03Tgy
—0.052Tpie — 0.082Ss 4 0.217Br* Ty
+0.269Tg*Tpic + 0.437MCr? — 0.321Bg?

— 0.224Tgy* — 0.096Tp;.> — 0.087Ss> (1)

The R? value was 0.93 and F-value was 7.31 for the
model. It is depicted from Fig. 1 that there is positive
correlation between the moisture content of feed and MCg.
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Fig. 1 Effect of feed moisture content and blend ratio on moisture
content of extrudates
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At the lower value of MCg and blend ratio, the value of
moisture content of extrudate was lowest and when the
value of moisture content of feed increased keeping blend
ratio at constant level, the value of moisture content of
extrudate also increased (Singh et al. 2005).

Specific Length (SL) of extrudates The second degree
polynomial model for SL versus feed moisture content
(MC¥), blend ratio (Bg), barrel temperature (Tgy), die head
temperature (Tp;.) and screw speed (Ss) resulted into an
equation

SL = 5.639 — 0.613MCF + 0.04Bg + 0.06Tg
+ 0.075Tpje + 0.057S; — 0.104MCg>
— 0.141Bg? — 0.048Tgy> — 0.056Tp;
—0.1218 (2)

The R? value was 0.922 for the model and F-value was
6.53, which implied that the model is significant. In this
case, linear term of moisture content of feed and square
terms of blending ratio, and screw speed were found
highly influencing variables on the SL of extrudates.
Singh et al. (2006b) reported that SL was highly affected
by moisture content and temperature of feed. Figure 2
shows the maximum value of specific length in the range
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Fig. 2 Effect of blend ratio and die head temperature on specific
length of extrudates
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of 18 to 20% blend ratio and 185 to 190 °C die head
temperature.

Longitudinal Expansion Index (LEI) Multiple regression
model of longitudinal expansion index LEI versus feed
moisture content (MCp), blend ratio (Bg), barrel tempera-
ture (Tgy), die head temperature (Tp;) and screw speed
(Sg) resulted into the following equation

LEI = 0.706 4+ 0.121MCf — 0.019Bg — 0.256Tg,
+0.007Tpie + 0.012Sg + 0.024MCg>

—0.034Bg? — 0.03Tgy%> — 0.008 Tp;e”

+0.017Ss? (3)

The R? value was 0.80 and F-value was 2.22 for the
model. The maximum value of LEI lies at 110-115 °C
barrel temperature and 18-20% blend ratio beyond that the
value of LEI decreased (Fig. 3). Manoharkumar et al.
(1978) reported that blending with legume flours decreased
the expansion ratio. Figure 3 shows the barrel temperature
has more effect on LEI in comparison to blend ratio. The
value of LEI was lowest at maximum value of barrel
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Fig. 3 Effect of blend ratio and barrel temperature on longitudinal
expansion index of extrudates
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temperature and blend ratio within the experimental
range.

Volumetric Expansion Index (VEI) Regression analysis of
VEI versus feed moisture content (MCg), blend ratio
(Br), barrel temperature (Tg,), die head temperature
(Tpjie) and screw speed (Ss) yielded following polynomial
model

VEI = 4.428 — 0.621MCf — 0.048Bg + 0.028Tgy
— 0.004Tp;e + 0.031Sg — 0.232MCf?
—0.414Bg? — 0.296Tg,% — 0.39Tp;c>
—0.247Sg> (4)

The R? was 0.895 and F-value was 4.70, which implies
that the model is significant. Figure 4 shows the look of
umbrella shape where the contours are spreading in
outward direction which means the highest value of VEI
lies near feed moisture content of 12%, 18:82 blend ratio,
120 °C barrel temperature, 180 °C die head temperature and
120 rpm screw speed, nearly in the centre of contour graph
and moving either side will increase the VEI (Patil et al.
1990).

Bulk Density (BD) The multiple regression analysis of
BD versus feed moisture content (MCg), blend ratio
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Fig. 4 Effect of blend ratio and barrel temperature on volumetric
expansion index of extrudates

(Br), barrel temperature (Tg,), die head temperature
(Tpje) and screw speed (Sg) yielded following polynomial
model

BD = 0.189 + 0.066MCy -+ 0.001Bg — 0.001Tgy
— 0.006Tpie + 0.005Ss — 0.021MC*Tpic
+0.017Bg*Ss + 0.032MCg? + 0.019Bg2

+0.012Tgy? + 0.022Tp;.2 — 0.009Sg> (5)

The R? value was 0.93 and F-value was 7.4 for the
model. In this case, the linear terms of feed moisture
content, interaction term of moisture content and die head
temperature and square terms of moisture content, blend
ratio and die head temperature of feed were highly
influencing variable coefficients affected the model of bulk
density of extrudates. There was strong correlation between
the feed moisture content and bulk density of extrudates
(Fig. 5). As the value of feed moisture content increased the
value of bulk density decreased and vice versa (Kulkarni
and Joshi 1992). Hence the bulk density had positive
correlation with moisture content of feed.

Crispness The data showed that crispness was highest at
12% feed moisture content, 18:82 blend ratio of defatted
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Fig. 5 Effect of feed moisture content and blend ratio on bulk density
of extrudates
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soy flour to rice, 120 °C barrel temperature, 180 °C die
head temperature and 120 rpm screw speed. The second
degree polynomial was obtained and the effect of
crispness versus feed moisture content (MCpf), blend
ratio (Bg), barrel temperature (Tg,;), die head temperature

(Tpije) and screw speed (SS) resulted in following
relationship

Crispness = 54.989 — 0.292MCf — 0.375Bg
+0.375Tgy — 1.125Tpje + 0.458Ss
— 0.989MCF? + 0.739Bg> + 1.489Tg,>

+ 0.886Tpie” + 1.136Ss” (6)

The R? value was 0.932 for the model and F-value
was 7.48, which implies that the model is significant.
Figure 6 showed the shape of umbrella where the contours
are spreading in outward direction, which means, the
highest value of crispness lies nearly in the range of 16 to
18% blend ratio and 120-125 °C barrel temperature,
moving either side will reduce the value. Singh et al.
(2005) reported that crispness increased with increase in
temperature and decreased with increase in moisture
content.
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Fig. 6 Effect of blend ratio and barrel temperature on crispness of
extrudates
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Fig. 7 Effect of feed moisture content and blend ratio on hardness of
extrudates

Hardness The data showed that hardness was highest at
24% feed moisture content, 18:82 blend ratio of defatted
soy flour to rice, 120 °C barrel temperature, 180 °C die
head temperature and 120 rpm screw speed. The second
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Fig. 8 Effect of feed moisture content and blend ratio on cutting
strength of extrudates
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degree polynomial for hardness versus feed moisture
content (MCp), blend ratio (Bg), barrel temperature (Tg,),
die head temperature (Tp;.) and screw speed (Sg) resulted
in the following model

Hardness = 3.369 + 0.760MCy + 0.093Bgr
+0.079Tg, + 0.134Tp;e + 0.01Sg
+ 0.496MCp? + 0.109Br2 + 0.056Tg,>

4 0.009Tp;e> + 0.082Ss> (7)

The R? value was 0.877 with F-value was 3.93 for the
model, which implied that the model is significant. There is
a positive correlation between these parameters on hardness
of the extrudate (Fig. 7). The lowest value of hardness lies
nearly at 16% blend ratio and middle of 15 to 16.5%
moisture content of extrudates. When the value of moisture
content of feed increased by keeping blend ratio at constant
level, the value of hardness increased (Jha and Prasad 2003)
and when the value of blend ratio increased gradually by
keeping moisture content of feed at constant level, the value
of hardness also increased up to 18% moisture content and
beyond that it remained unchanged.

Cutting strength The observed data showed that cutting
strength was highest at 21% feed moisture content, 22:78
blend ratio of defatted soy flour to rice, 110 °C barrel
temperature, 170 °C die head temperature and 130 rpm
screw speed. Regression analysis of cutting strength versus
feed moisture content (MCp), blend ratio (Bg), barrel
temperature (Tgy), die head temperature (Tp;) and screw
speed (Ss) yielded following polynomial model

Cutting strength = 3.268 4+ 0.367MCf + 0.248Bg

—0.161Tgy + 0.07Tp;e

—0.063Ss — 0.418MCg*Tpje

+ 0.465MCg*Sg + 0.387Br*Sg

+ 0.485MCy” + 0.116Bg”

+0.215Tgg* + 0.051 Ty

+0.09Ss> (8)

The R? gave a value of 0.786 and F-value was 3.45,

which implied that the model is significant. There was
strong correlation between the feed moisture content and
cutting strength of extrudates (Fig. 8). As the value of feed
moisture content increased, the value of cutting strength

increased which means product becomes harder at higher
moisture content. Hence, the cutting strength had positive

correlation with moisture content of feed because the linear,
interactive and quadratic term had significant role over the
model (Singh et al. 2005).

Conclusion

After complete evaluation of all the attributes for physical
parameters like moisture content, specific length, longitu-
dinal expansion index, volumetric expansion index and
bulk density and textural properties like crispness, hardness
and cutting strength of extrudates, it was found that there
were strong positive correlations between the moisture
content of feed and blend ratio, while barrel temperature,
and die head temperature had significant influence and
screw speed had the negligible influence on the physical
and textural properties of extrudates. The maximum value
of specific length existed at 18:82 blend ratio, 125 °C barrel
temperature, 185 to 190 °C die head temperature and 120—
125 rpm screw speed. The minimum value of longitudinal
expansion index was near 185 °C die head temperature and
about 120 rpm. The highest value of volumetric expansion
index was near 120 °C barrel temperature and 180 °C die
head temperature and near 120 rpm screw speed. The
minimum value of bulk density was observed between
18:82 blend ratio and 115 °C barrel temperature the
maximum value of crispness was found near higher side
of die head temperature i.e. 185-190 °C and 120 rpm screw
speed. The lowest hardness was obtained near 16% blend
ratio and middle of 15 to 16.5% moisture content of
extrudates. The minimum cutting strength was observed at
170 °C die head temperature and 120-130 °C barrel
temperature. The optimum conditions for maximum accept-
able extrudates were 16.0-16.5% moisture content, 22:78
blend ratio, 130 °C barrel temperature, 190 °C die head
temperature and 110 rpm screw speed followed by 171
moisture content, 22:78 blend ratio, 130 °C barrel tempera-
ture, 190 °C die head temperature and 110 rpm screw speed.

References

Bhattacharya S, Sudha ML, Rahim A (1999) Pasting characteristics of
an extruded blend of potato and wheat flours. J Food Eng
40:107-111

Boonyasinikool P, Charunuch C (2000) Development of nutritious soy
fortified snack by extrusion cooking. J Kasetsart Nat Sci 34:279-288

Chauhan GS, Bains GS (1988) Effect of some extrudes variables on
physico—chemical properties of extended rice-legume blend.
Food Chem 27:213-224

Chang YK, EI-Dash AA (2003) Effects of acid concentration and
extrusion variables on some physical characteristics and energy
requirements of cassava starch. Brazil J Chem Eng 20(2):129—
137

@ Springer



612

J Food Sci Technol (Nov—Dec 2010) 47(6):606—612

Cochran WG, Cox GW (1957) Experimental design. Wiley, New York

Dahlin K, Lorenz K (1993) Protein digestibility of extruded cereal
grains. Food Chem 48:13-18

Harper JM (1981) Starch-based extended foods. In: Extrusion of
foods, Vol II, CRC Press Inc. Florida, p 83-87

Jha SK, Prasad S (2003) Studies on extrusion cooking of rice and
mung blend with salt and sugar. J Food Sci Technol 40:257—
261

Kulkarni SD, Joshi KC (1992) Potato starch soy-blends: possible
effects of starch properties on few aspects of and products. Indian
Food Pack 46:38-47

Manoharkumar B, Seileer K, Gerstenkorn P (1978) Pressure extrusion
of Indian maize and maize legume composite flours. J Food Sci
Technol 15:173-174

Myres HP (1976) Response surface methodology. Altyn and Bacon,
Boston

@ Springer

Patil RT, Singh DS, Tribelhorn RE (1990) Effect of processing
conditions on extrusion cooking of soy-rice blend with a dry
extrusion cooker. J Food Sci Technol 27:376-378

Singh DS, Garg SK, Singh M, Kalpana D (2005) Optimization of
processing parameters of soy-sorghum blends extrudates. J Agric
Eng 42(4):45-49

Singh DS, Garg SK, Singh M, Goyal N (2006a) Optimization of the
processing parameters of extrudate prepared from Bengalgram
brokens and sorghum blends by using Wenger X-5 extruder. J
Food Sci Technol 43:301-304

Singh DS, Garg SK, Singh M, Goyal N (2006b) Effect of major
processing parameters on the quality of extrudates made out of
soy-kodo blends. J Food Sci Technol 43:434-437

SOPA (1999) SOPA digest. Soybean Processors Association, Indore

Teltweiler P (1991) Snack food world wide. Food Technol 45(2):58—
61



	Optimization of extrusion conditions for defatted soy-rice blend extrudates
	Abstract
	Introduction
	Materials and methods
	Results and discussion
	Conclusion
	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


