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Abstract In this work a methodological scheme for a
reduction of both the try-out and lead-time of complex dies
is presented. The finite element simulation of the system
press/tool behaviour along the stamping process results in
criteria for the best design of high-cost dies/punches.
Modifications of the main geometry, components and
functional parameters are so recommended. Die deflection
during the pressing process is in this work investigated.
With the proposed methodology die manufacturers are able
to avoid errors coming from die deformation due to their
asymmetrical shape. At the same time, time of manual
adjustment and polishing is reduced in a 30%. Examples
are deeply explained as well as experimental evidences.

Keywords Try-out . Stamping dies . Numerical simulation .

Finite element . Press elasticity

1 Introduction

The problem analysed in this work is the extra deformation
that appears in the die, which is necessary to polish
manually, during the try-out phase. It is also necessary to
perform this manual operation in the large presses for the
final process. In this work the structural behaviour of the

tool and the press is considered, and a methodology for
their calculation is developed.

Sheet metal forming is an important production process
based on deep experience and involves several trial and
error loops. Tekkaya [1], analyses the industrial require-
ments for simulating sheet metal forming, the various
approaches in finite element methodologies, that is, element
types, and commercial programs for sheet metal simula-
tions, including expensive commercial software packages
used by industry in the simulation of sheet metal forming
processes. Nowadays the main software packages have
specially oriented tools for die makers and automotive. In
these software packages the forming process with rigid dies
is analyzed, but the deformation of the dies and the forming
presses are not taken into account [1].

To date, much of the research using FEM applied to the
analysis of metal deformation has focused on the simula-
tion of material flow sequence; however, the die is
assumed to be perfectly rigid to enable the computation
[2]. Chodnikiewicz et al. [3] expressed a method and
measurement system for the calibration of metal-forming
presses, since practitioners of metal-forming operations
know that the necessary force to produce the parts
additionally results in a deformation in the press; although
this is relatively small compared to the size of the
machine, it is bigger than the allowed tolerance for the
final part. Jian Cao et al. [4] proposed another approach
for sheet metal forming, by means of design and control of
variable binder force for the next generation of stamping
dies [5]. Rosochowski [6] used a procedure for taking into
account the die deflection and part springback, mainly in
net-shape forming processes. R. Lingbeek et al. [7]
presented a method for springback compensation in the
tools for sheet metal products, concluding that for
industrial deep drawing products the accuracy of the
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results has not yet reached an acceptable level. Thomas et
al. [8] recommended procedures for obtaining accurate and
reliable results from FE simulations for process simulation
in stamping. Hernández et al. [9] discussed an approach
combining the use of numerical simulation with the
design-aid system CAETROK.

López et al. [10] have experimentally studied the use of
newly developed utilities in the preparation stage, and the
elaboration of CNC programs using CAM software to solve
the special changes related to the forming tools due to the
advanced high-strength steels (AHSS) used for car body
parts currently. In [11] a similar treatment for forge presses
is done particularized for a screw press. Chen and Liao [12]
have reported an optimum die design for the purpose of
eliminating the wrinkles in the stamping of tapered square
cups and stepped rectangular cups, using finite-element
analysis by examination the effect of process parameters,
such as the die gap and blank-holder force. Tor et al. [13]
applied a knowledge-based blackboard framework for
stamping process planning in progressive die design in
spite of KBE’s lack a proper architecture for organizing
heterogeneous knowledge sources in a cooperative decision
making environment. Dequan et al. [14] analyzed a
knowledge-based system for intelligent stamping process
planning: feasibility of the stamping process, an optimal
algorithm for blank layout, intelligent strip layout and force
calculation. Tang et al. [15] addressed an intelligent feature-
based DFS (design for stamping) system for implementing
the stampability evaluation oriented to part shape analysis
and cost estimation, based on features, and a knowledge-
based system enable designers to carry out the stampability
evaluation automatically. Pilani et al. [16] found a hybrid
intelligent systems approach for die design in sheet metal
forming, as an integrated decision support environment for
simulation and analysis of the forming process, both during
the initial die design phase and during the tryout phase.

Some experimental tests carried out in three local
companies have verified that the tools deformation due to
these effects can reach the size of tenths of millimetre. A
process for producing mold is presented in the patent [17],
considering the press deformation in an empirical way, with
range of values of millimetres.

In this work, a global methodology [18] in order to take
into account the structural behaviour of the tools in the
mechanical group press-die is presented, assuming that both
components are not rigid solids, and that the deformation of
the press, although small, is in the order of magnitude of
the manufactured part tolerance. This method has been
proposed as a utility for the try-out of dies by stamping die-
makers [19].

Section 2 describes the deformation of large dies in
working. The proposed scheme for simulation of the press

die working behaviour is developed in Sect. 3. Section 4
explains how this deformation affects the machining of the
dies. In Sect. 5 this methodology is also tested with a
sample in an industrial application, where the calculated
deformation is proposed to machine the die surface. Finally
the conclusions are explained in Sect. 6.

2 Deformation of large dies in working

Due to the recent techniques for high speed machining
(HSM), it is possible to reach a great precision on the
manufacturing of dies. Nevertheless, due to the big loads in
the stamping process (400–1500 T), the deflection of dies is
suffered during the bending process, but it is not taken into
account.

A part of that deflection results from the deformation
experienced by the die material as a consequence of its
characteristics; however, most of the deformation is due to
the die structure and to its lack of rigidity. The combina-
tion of both factors is what defines the total deflection of
the die.

The magnitude of deformation experienced by the die is
considerable. Therefore, it is necessary to proceed to
manual operations with the purpose of modifying the shape
of the die surface in order to compensate the deflection.
This process of manual work-in-bench requires specialized
manpower, resulting in higher prices for the die.

In preliminary studies, the variation of parameters in die
design has been considered to obtain useful design criteria,
which allows the design of dies with maximum rigidity and
minimum deformation from the initial conceptual design
phase (see Table 1).

Results, shown in Fig. 1 are in the range of millimeters.
The hypotheses of this simulation contemplates that the
base die contact with the press is completely rigid. In this
case the range of values of the deformations is in the order
of millimeters.

According to DIN 55189, protocols of press geometric
verifications used for sheet metal forming are: the parallel-
ism between bolster and slider, the looseness in the guides
of the slider, the deflection of bolster. This latter measuring
protocol for a hydraulic press of 1200 T, reaching to 75% of
the load, gives values of 0.85 mm. This problem can be
compared to the flexion of a doubly supported beam under
the pressure of a load. This value has been calculated by the
finite element (FE) method.

With these premises it has been proposed the method
of simulating the behaviour of die in the press, because it
has been demonstrated that this effect has enormous
influence, and it is the sum of both deformations: die
and press.
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3 Proposed scheme for simulation of the press/die
working behaviour

This section explains the process shown in Fig. 2, regarding
the proposed scheme for simulation of the press/die
working behaviour.

On the column left of Fig. 2 the global flow in a typical
die manufacturing company is shown, and the proposed
methodology with their relations is shown on the right side.

The process in a typical die manufacturing company is
initiated with a 3D part model, and it ends with a test or try-

out of the tool and the acceptation of the pre-series of the
final part [20]. The process steps are:

1. The definition of the “method plan” or stamping process
is realized in the stamping process analysis. The analysis
is validated by the simulation of the stamping process in
order to check formability. Simulation tools (3D CAE)
are used, taking into consideration the press layout, the
material of the desired part and the number of
operations. The output is the process cycle sheet.

2. The complete die design is realized in the 3D design
system. The complete and detailed design of full set of
dies is realized for the production of casting moulds
and specific parts and elements of the system. This set
of dies is designed for all the operations (draw, trim,
conform, ...) defined in the method plan. Design (3D
CAD) tools are used. The output is the 3D design of
operations and the bill of materials.

3. The supply of material, which is related to three main
types of items: casting parts, blocks of material of
regular size and commercial elements.

4. The CAM stage, where the work is concentrated in the
surfaces machining process. Probably the main problem
when machining stamping dies is the generation of
sculptured surfaces. Software tools (3D CAM) and
CNC machines are used. The sequence [21] are as
follow: previous work material set-up and preparation
of the blank, roughing of the main shape of the
stamping die, leaving an allowance ranging from 1.5
up to 5 mm, using bitangential tool path and rest
milling cutting strategies, semi-finishing with the
objective of leaving a nearly constant allowance of
about 0.2–0.3 mm, finishing pass with the objective of
machining of the previous allowance.

5. The assembly of systems where all elements coming
from material supplying are assembled to operate
mechanically in the press. This stage is realized for
the full set of dies defined in the method plan.

6. Try-out and acceptance, where manual polishing
operation is realized until the part is achieved, and the
dies are accepted by the customer.

The proposed methodology assumes that the two first
steps are realized [22]. In this way the start point is the
draw die with the surface of the target part and the 3D
design of the die elements: die, punch and blankholder. The
following are the steps for the methodology:

1. CAD 3D geometry of the draw die: die, punch and
blankholder, positioned according to their operation
(CATIA V5, Ideas, etc.). 3D geometry of the simpli-
fied press including bolster and slider also performed
in the same CAD.Fig. 1 Preliminary results: (a) 3D general view, (b) 3D bottom view

Table 1 Influence of parameters for die design in deflection

Die parameter / Impact in variation High Medium Low

Diameter of the fasten screws X
Application form of the load X
Height of the punch X
Increase the width of the punch X
Number of ribs in the inferior base die X
Ribs in lateral walls of the die X
Reinforcements in punch X
Curve forms in lateral walls X
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2. Based in the CAD geometry, a finite element (FE)
model for a static structural analysis is created with
the following items:

3. Mesh. The mesh is composed of two types: 3D
meshes on solids and 2D meshes for contacting
surfaces. The 3D mesh is composed of tetrahedral
elements with four nodes created from the compo-
nents of the mechanical group die-press: die, punch
and blankholder; bolster and slider. The 2D mesh is
composed of thin shell elements with three nodes

created from the contact surfaces: bolster-die, punch-
slide, die-punch. This latter surface is the objective
and thereafter the target contacting surface.

4. The boundary conditions considers the supporting of
press and fixtures (see Fig. 6), where the press is
considered as a doubly supported beam.

5. The loads is the applied force by the press through the
corresponding cylinders in their position.

6. The contact elements defined by the 2D meshes of the
contact surfaces, as created in step 2.

FE model mechanical group: die-press 
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- Casting moulds: draw, trim, cam 
- Blocks of material of regular size 
- Commercial elements 

3
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e
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3D part 
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process 
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3D Die design 
- 3D model of dies: 
draw, trim, form 

2 

CAM stage 
- Roughing of the main shape 
- Rest milling cutting strategies 
- Semi-finishing (0.2-0.3 mm) 
- Finishing pass (HSM) 
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Boundary conditions 
- Supporting of press sheet 
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Die-punch 
- CAD geometry of die corrected. 
-  Machining (Finishing) of die surface based 
on deformation map.

3D CAE Simulations tools 3D CAD tools

Operations
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Fig. 2 Proposed methodology
for the simulation

652 Int J Adv Manuf Technol (2008) 37:649–656



7. The material characteristics based on the die and press
components for the elements of the model: modulus of
elasticity, Poisson’s ratio, density, etc.

8. Solver. The solver for computation could be Ideas,
CATIA V5, NASTRAN, ANSYS, etc.

9. Results. The results from computation are the stress,
strain and deformation of the complete group. By
postprocesing the deformation results in the contact-
ing surface between die and punch, the predicted
deformation map of die surface is obtained.

10. Application. There are two possibilities of application
of this deformation map: the corrected geometry can
be obtained by applying the deformation map of
contacting surface to the CAD geometry of the die, or
by applying to it the machining process, in the
finishing step, for the initial surface of the die, based
on this predicted deformation.

The first solution is not accepted by the customers, that
is, the modification of the punch and die CAD design.
Therefore the only way to solve the deformation problem is
to make modifications of the CAM tool parts, according to
the deformation predicted value.

The idea is to eliminate by machining the previously
explained deformation, since generally the punch surface is
machined reproducing exactly the manufactured part, and
the die surface is machined to an offset equal to the thick-
ness of the blank. The die-punch behaviour, due to the
flexion of press, shows that the punch is opposing to the
close of the die (see Fig. 3). At the moment, the only way to
avoid this problem of lack of matching is by manual
polishing. This is why the procedure is so labour intensive
and expensive.

4 Influence of the deformation on machining

Some measurements can be performed on the die-punch,
after the part is successfully obtained. In this way the
distance between die and punch (part thickness plus
tolerance) in its operating position can be obtained, this

Fig. 5 Geometry CAD of die: (a) 3D-down (bottom view), (b) 3D-up
(general view). The bottom view shows the cavities and ribs for
lightweight dieFig. 4 Measurements of deflection between die-punch

Fig. 3 Die-punch behaviour
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distance is due to deflection, and is called “clearance/
allowance” (see Fig. 4). The clearance between die-punch
shows that, although the part is symmetrical, its values are
not constant and they are asymmetrical. This is due to the
ribs structure applied to the die-punch in order to
lightweight.

The measurement process is performed using plumb pins
with a defined dimension length. These plumb pins are
fixed with plasticine in points located in quasi-horizontal
zones of the die surface. The press is activated without
force until the ram touches all the plumb pins, and after the
press is opened the length of plumb pins can be measured
with a coordinate measuring machine (CMM). The differ-
ence between the initial value of the length and the
measured length of the plumb pins shows the clearance
between die and punch, after the manual polishing
operation. This method has the following disadvantages:
the measurements are realized “a posteriori”, when the
part’s shape is achieved, only a few points can be measured

in the surface because the plumb pins require a quasi-
horizontal area. The deviations between the measured
values and the predicted ones by the proposed methodology
are very small and in the range of hundredths of millimetre.

5 Industrial application

In order to validate the methodology this section shows an
industrial sample case according to the previously described
steps. The press was a hydraulic one with a nominal force
of 1200 T. The bolster dimensions are 5,000×2,500 mm.
The material was ASTM60 [23]. The applied force in the
process, based in the plan-method, was: punch 500 T, and
holding 120 T. The contacting surface (die-punch) was
0.84 m2 (1,275×850 mm).

3D CAD model of the geometry of the die includes all
the elements: ribs, holes, exact surface of the part modelled
with CATIA V5 in solids (see Fig. 5).

The complete 3D mesh of the mechanical group in Ideas
Master Modeler, includes the holes and ribs made in the

Fig. 9 Contacting surface deformation (z direction)

Fig. 6 Complete 3D mesh model

Fig. 7 Comparison of tools deformations

Fig. 8 Deformation of die surface and behaviour, arrows show the
main deformations
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die, punch and blankholder in their operational position
(see Fig. 6).

Once the analysis is completed the comparison of the
deformation in the press can be seen: bolster and slider; and
draw die components: die and punch. The upper part of the
die (in this case the punch) shows a small deformation, but
the central part of the group shows a big deformation, the
contacting surface between die and punch (see Fig. 7).

In addition, the analysis results show the deformation of
the die surface and its behaviour during process in a front
view (see Fig. 8). Arrows show the main deformations as
explained in Section 3.

Finally the deformations map shows that these deforma-
tions are not equals or proportional in the contacting
surface. In this case, they depend on the location of ribs.
The value range is in term of tenths of millimetre, 0.3 mm
for this industrial case, calculated as the difference between
the maximum (0.9 mm) and the minimum (0.6 mm)
deformation in the contacting surface (see Fig. 9 and
Table 2).

Table 3 shows four industrial cases corresponding to
large draw dies where the use of the methodology has been
considered due to the part’s complexity and large dimen-
sions of them. The table summarizes parameters in the
process for the press and for the die. The press parameters
are bolster dimensions (mm), nominal load (T) and applied
force (T). The die parameters are die dimensions (mm), area
of contacting surface (mm2), predicted deflection (mm) and
measured deflection (mm). The material of the dies was
ASTM60. The nominal force of each press is 2000 T,
1200 T, 650 T and 1200 T, respectively. The applied force

in each case is 1200 T, 1200 T, 650 T and 650 T. The die
dimensions are 3940×2380×670 mm, 3,780×1,700×
668 mm, 2,370×1,650×700 mm and 2,210×1,300×
750 mm, of which the area of contacting surface is
4.33 m2, 1.9 m2, 0.9 m2 and 0.84 m2. The predicted
maximum deflection was 0.6 mm, 0.4 mm, 0.3 mm and 0.3
and the measured maxima deflection using plumb pins was
0.637 mm, 0.47 mm, 0.35 mm and 0.34 mm, respectively.
The predicted results obtained from the model range from
0.3 mm to 0.7 in these experimental cases, and confirm that
the deflection is not constant in the contacting surface. The
predicted results are checked with the measured plumb
pins.

6 Conclusions

A new methodology for an accurate manufacturing of
drawing dies has been presented. Real deformation of
punch/dies bolt on the press machines are usually bigger
than tenths of millimeter, that is similar to the part
tolerance.

One simply approach could be use the estimated values
of the maximum deformations in a very simplified model
(symmetrical distribution of ribs, constant relation of holes,
homogeneous dimensions of holes and thickness of ribs,
similar sizes of dies). Results values are those of Table 4.
However this would lead to the need to a long and hard

Table 4 Table load-deformation

Press load (Tm) Max. deformation z (mm)

100 0.053
200 0.105
300 0.157
400 0.210
500 0.262
600 0.313
700 0.369
800 0.414
900 0.470
1000 0.530

Table 3 Experimental and predicted deformation in industrial large draw dies

Part 1 Part 2 Part 3 Part 4

Bolster press [mm] 4,200×2,500 5,000×2,500 3,000×1,800 5,000×2,500
Nominal Press Load [T] 2,000 1,200 650 1,200
Applied force [T] 1,200 1,200 650 650
Die dimensions [mm] 3,940×2,380×670 3,780×1,700×668 2,370×1,650×700 2,210×1,300×750
Contacting surface [m2] 4,33 1,9 0,9 0,84
Predicted deflection [mm] 0.6 0.4 0.3 0.3
Measured deflection [mm] 0.637 0.47 0.35 0.34

Table 2 Deflection in z direction measured in possible points

Point Deflection measured (mm)

A 0.19
B 0.34
C 0.02
D 0.00
E 0.24
F 0.34
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hand polishing. To avoid this, a FEM simulation of the
draw die real geometry and punch can be performed.
The deformation estimated values can be introduced at the
CAM stage to modify the finishing tool paths. As result, a
punch and die shape which stamp the desired part are
directly machined, needing only little manual polishing.
Examples show some figures of the benefits of the proposal
approach.

Acknowledgements Thanks are addressed to the ROBOTIKER
Technological Aula in the Faculty of Engineering in the University
of the Basque Country for its support. Also thanks are addressed to the
Basque firm BATZ.

References

1. Tekkaya A (2000) State-of-the-art of simulation of sheet metal
forming. J Mater Process Technol 103:14–22

2. Balendra R, Qin Y, Lu X (2000) Analysis, evaluation and
compensation of component-errors in the nett-forming of engi-
neering components. J Mater Process Technol 106:204–211

3. Chodnikiewicz K, Balendra R (2000) The calibration of metal-
forming presses. J Mater Process Technol 106:28–33

4. Cao J, Kinsey B, Yao H, Viswanathan V, Song N (2001) Next
generation stamping dies-controllability and flexibility. Robot
CIM-Int Manuf 17:49–56

5. Martínez F (2004) Optimisation du serre flan de son pilotage pour
une amelioration de l’ecoulement du materiau en emboutissage,
Ph.D., Université de Nantes, France

6. Rosochowski A (2001) Die compensation procedure to negate die
deflection and component springback. J Mater Process Technol
115:187–191

7. Lingbeek R, Huétink J, Ohnimus S, Petzoldt M, Weiher J (2005)
The development of a finite elements based springback compen-
sation tool for sheet metal products. J Mater Process Technol
169:115–125

8. Thomas W, Oenoki T, Altan T (2000) Process simulation in
stamping-recent applications for product and process design. J
Mater Process Technol 98:232–243

9. Hernández A, Vallejo J, Canales J, Albizuri J (1999) Stamping die
design based on numerical simulation and knowledge systemati-
zation. Int J Compute Integ M 12:427–438

10. López de Lacalle LN, Lamikiz A, Sánchez JA (2005) Improving
the high-speed finishing of forming tools for advanced high-
strength steels (AHSS). Int J Adv Manuf Technol 29:49–63

11. Ou H (2006) Prediction of dimensional errors in 3D complex
shapes due to press elasticity. Int J Adv Manuf Technol 31:61–70

12. Chen FK, Liao YC (2002) An analysis of draw-wall wrinkling in
a stamping die design. Int J Adv Manuf Technol 19:253–259

13. Tor SB, Britton GA, Zhang WY (2005) A knowledge-based
blackboard framework for stamping process planning in progres-
sive die design. Int J Adv Manuf Technol 26:774–783

14. Dequan Y, Rui Z, Jun Ch, Zhen Z (2006) Research of knowledge-
based system for stamping process planning. Int J Adv Manuf
Technol 29:663–669

15. Tang DB, Zheng L, Li ZZ (2001) An intelligent feature-based
design for stamping system. Int J Adv Manuf Technol 18:193–200

16. Pilani R, Narasimhan K, Maiti SK, Singh UP, Date PP (2000) A
hybrid intelligent systems approach for die design in sheet metal
forming. Int J Adv Manuf Technol 16:370–375

17. Akatsu J (1991) Process for producing mold, EP 0 417 311. 20-3-
1991

18. Del Pozo D, López JM (2002) Procedimiento de fabricación de
troqueles, solicitud de PCT/ES02/00230, 14-5-2002

19. Del Pozo D, Rentería A (2003) Herramientas para la puesta a
punto en la fabricación de troqueles. IMHE 285/286:139–142

20. Alzaga A, Yalniz Z (2003) Collaborative development of tools
and dies in SMEs networks, CIRP Design seminar, Grenoble

21. López de Lacalle LN, Lamikiz A, Sánchez JA, Arana JL (2002)
Improving the surface finish in high speed milling of stamping
dies. J Mater Process Technol 123:292–302

22. Del Pozo D, López de Lacalle LN, López JM, Hernández A
(2006) Machining of large dies based on the prediction of the
press/die deformation, 2nd IPROMS Virtual International Confer-
ence on Intelligent Production Machines and Systems

23. Smith DA (2000) Die design hand book, 3rd edn. Society of
Manufacturing Engineers, Michigan

656 Int J Adv Manuf Technol (2008) 37:649–656


	Prediction of press/die deformation for an accurate manufacturing of drawing dies
	Abstract
	Introduction
	Deformation of large dies in working
	Proposed scheme for simulation of the press/die working behaviour
	Influence of the deformation on machining
	Industrial application
	Conclusions
	References




<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (None)
  /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
  /ColorConversionStrategy /sRGB
  /DoThumbnails true
  /EmbedAllFonts true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 524288
  /LockDistillerParams true
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveEPSInfo true
  /PreserveHalftoneInfo false
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts false
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 150
  /ColorImageDepth -1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages false
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.76
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /ColorImageDict <<
    /QFactor 0.76
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasGrayImages false
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 150
  /GrayImageDepth -1
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.76
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /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
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 600
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /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)
  /PDFXOutputCondition ()
  /PDFXRegistryName (http://www.color.org?)
  /PDFXTrapped /False

  /SyntheticBoldness 1.000000
  /Description <<
    /ENU <>
    /DEU <>
  >>
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [5952.756 8418.897]
>> setpagedevice


