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Abstract 
 
Nitinol, a shape memory alloy (SMA), is manufactured from titanium and nickel, and is employed in various fields for use in devices 

such as micro sensors, ultra-precision devices and satellite wings. It is also highly recommended as a material in medical stents for inser-
tion into the human body because it has excellent organic compatibility. However, because they are intended to be inserted into the hu-
man body, products such as medical stents require a high-quality surface. Because nitinol has more of the characteristics of titanium than 
of nickel, one of its drawbacks is that heat generated in nitinol during machining is not discharged smoothly and inner stress occurs when 
traditional machining methods are used. To overcome this difficulty, various non-traditional machining methods, including non-contact 
machining, have been investigated for use with nitinol. To further explore non-traditional machining methods that may be appropriate for 
use with nitinol, this study investigates the application of electrochemical polishing to the machining of nitinol. Characteristics of the 
electrochemical polishing (EP), a representative non-traditional machining, for nitinol SMA are studied. Nitinol SMA of the EP machin-
ing parameters such as electrolyte composition, applied current, machining time and inter electrode gap (IEG) are researched and the 
machined surface state is analyzed according to each parameters parameter. So, the most suitable EP machining conditions for nitinol 
SMA are derived. 
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1. Introduction 

Smart materials are being developed and studied in the 
manufacturing fields due to increasing requirements for minia-
turized components. A smart material is a material with char-
acteristics that change according to specific conditions, such 
as temperature, pH, stress, electric current and moisture. Smart 
materials that have been developed include piezoelectric mate-
rials, magnetic shape memory alloy, pH-sensitive polymers 
and shape memory alloys [1, 2]. 

One of those smart materials, shape memory alloy (SMA), 
has a special characteristic called the shape memory effect 
(SME) that is under active research. SME refers to the recov-
ery of a deformed alloy to its original state through the appli-
cation of temperature or stress to the alloy [3].  

With the development of smart materials, non-traditional 
machining methods, such as laser machining, ER/MR fluid 
machining and Electro Chemical Machining (ECM), have 

been researched for smart materials [4]. 
Especially, electrochemical polishing (EP), a type of ECM, 

can machine locally with high precision using electrochemical 
reactions. EP has thus far been investigated for use in micro 
scale machining by applying ultra-short pulse current [5]. EP 
is a particularly useful machining method because, as a non-
contact machining method, it produces neither machining heat 
nor internal stress in the machined materials [5-6]. 

In this paper, to find the most suitable EP machining condi-
tion for nitinol SMA, an EP machining process was conducted 
on nitinol SMA under a variety of machining conditions and 
the machining results were analyzed according to each ma-
chining condition. 
 
2. Nitinol SMA 

Generally, metals that suffer plastic deformation cannot be 
restored to their initial shape when a force exceeding their 
elasticity restoration stress is applied. However, an SMA can 
be restored to a specific memorized shape when a specific 
stress or temperature is applied, even if the applied force ex-
ceeds the elasticity restoration stress. This effect is called 
SME, and an SMA has not only SME but also super elasticity 
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[4]. 
Nitinol has more tensile strength, greater fatigue limits and 

higher corrosion resistance than a Cu-based alloy that is also 
an SMA. Nitinol also has high elongation, caused by its high 
tensile strength and low yield strength. Moreover, its SME 
ability is not diminished by more than a million repetitions of 
a shape restoration test. Nitinol is more widely applied than 
the Cu-based SMA because of its better shape restoration 
ability [7]. Fig. 1 shows the chemical composition of nitinol 
SMA by EDX and Table 1 illustrates the physical and me-
chanical properties of nitinol SMA. 

Nitinol is applied not only in high-tech industrial applica-
tions such as satellite parts and micro sensors, but also in 
medical devices such as artificial joints, coronary stents and 
orthodontics, because nitinol has excellent organic compatibil-
ity [4]. 

Despite of its advantages, nitinol is very difficult to machine 
by traditional machining methods like a milling, drilling and 
turning. This difficulty arises from the fact that nitinol, which 
is composed of approximately 45% titanium and 55% nickel, 
expresses the characteristics of titanium more than those of 
nickel. So it cannot emit machining heat and it makes internal 
stress. It has been reported that machining heat and the resul-
tant internal stress affect SME badly. As a result, the applica-
tion of nontraditional machining methods to nitinol SMA is 
being widely researched [3, 4]. 
 

3. Electrochemical polishing 

3.1 Theory of electrochemical polishing 

The theoretical removal rate of EP is predicted using Fara-
day’s law and the theoretical process is as follows: 

1. The eluted atom of the metal should be confirmed. 
2. The metal elution is only from the atom state caused by 

the electrochemical reaction. 
3. The metal elution is the only reaction at both ends. 
According to Faraday’s law, the necessary quantity of elec-

tricity to elute 1g of an element with the atomic value n and 
the atomic weight M is nF/M coulombs. Therefore, the eluted 
element quantity W [g] caused by I [A] current during t [s] 
time is as follows [7]. 

[ ]MItW g
nF

= ,  (1) 

 
where F is the Faraday constant. When the density of this 
atom is ρ, the theoretical removal volume V0 is as follows: 
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where M/nFρis the specific removal volume V0 that is the 
eluted volume per unit quantity of electricity (I=1A, t=1s), 
which differs according to metal type. 

The electrochemical equivalent of metal element k is as fol-
lows:  

 
Mk
nF

= .  (3) 

 
When the metal to be machined is an alloy, the electrochemi-
cal equivalent k’ is as follows: 
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where wi is each material allocation of alloy and ki is an elec-
trochemical equivalent of each metal element. 

The dissolved quantity and volume can be defined by using 
an electrochemical equivalent as follows. 

 
M Wη= ,  (5) 

0V Vη= ,  (6) 
realremovalrate

theoreticalremovalrate
η = .  (7) 

 
However, the theoretical removal rate of EP is less than the 

actual value, due to diverse machining conditions, environ-
mental conditions and material properties, etc. Thus, the re-
moval rate of EP can be calculated by multiplying the theo-
retical value by the current efficiency η  [7]. 

 
3.2 Mechanism of electrochemical machining 

As a finishing machining process, EP uses an electrochemi-

 
 
Fig. 1. Chemical composition of nitinol SMA by EDX. 

Table 1. Physical and mechanical property of nitinol SMA. 
 

Melting range (℃) 1240-1310 

Density (kg/mm3) 6450 
Mean Coef. Of Thermal Expansion 

(24~900 ℃), per ℃10-6 10.4 

Electrical Resistivity μΩ /cm ~55 

Young’s Modulus (MPa) 25000 

Tensile Strength (MPa) 1450 

Elongation Thickness (%) 60 

Hardness (HRA) 65~68 
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cal dissolution process. Through local dissolution of promi-
nent parts on a workpiece surface, EP can be used to obtain 
various effects such as a smooth surface, brightness, corrosion 
resistance, removal of hydrogen and removal of micro-burrs 
[4].  

In contrast with traditional machining methods, EP is a non-
contact machining process where the machining tool and the 
workpiece are not in contact with each other. Because the EP 
machining process does not result in a mechanical load, inter-
nal stress and machining heat are eliminated. Thus, EP is not 
only suitable for polishing thin workpieces and for machining 
complex shapes, but can also for machine materials that are 
neither hard nor strong. The EP mechanism has not yet been 
clearly determined, but it is usually explained as follows [8]. 

When the voltage is increased, an emulsion with high spe-
cific gravity, viscosity and electric resistance is created by the 
ion, which is eluted from the workpiece as shown in Fig. 2. 
Then, the emulsion covers the concave parts of the surface due 
to osmosis and interrupts the dissolution of depressed parts so 
that prominent parts are preferentially dissolved, resulting in a 
smooth workpiece surface. Ben Franklin verified the phe-
nomenon where current is concentrated on the edges and ir-
regular or sharp points of a piece of metal [8]. 

During machining, oxygen is given off at the cathode with 
the dissolution of the workpiece, and hydrogen is given off at 
the anode without any dissolution. Thin oxidization films have 
formed on workpiece surfaces because of the electrochemical 
reaction of metallic ions (+) and electrolytic ions (-). This thin 
oxidization film is called differently insulating film, and it 
disturbs the electrochemical reaction on depressions on the 
workpiece surfaces. Thus, the EP condition, which is not as 
likely to produce an oxidization film on depressions on the 
workpiece surfaces and which requires high machining ability, 
should be researched [8-10]. 

Generally, the factors affecting machinability are the com-
position of the electrolyte, the applied current, the electrolyte 
temperature, the machining time, and the Inter Electrode Gap. 
However, the electrolyte and the applied current are the most 
influential factors affecting electrochemical machining. 

4. Experimental setup 

Fig. 3 shows the experimental system. The electrode for the 
cathode is made of copper and is connected to positive (+). 
The electrode for the anode is nitinol, is fixed by an electrode 
holder, and is connected to negative (-). The electrode holder 
is connected to a micro stage and the inter-electrode gap (IEG) 
is regulated through controlling the micro stage. 

The cathode and anode were inundated in an electrolyte 
bath and electrolyte was circulated by a pump and a sewage 
filter during machining. The power source used in this ex-
periment can apply a maximum current of 20A as well as a 
pulse current. The pulse on/off time was set as 800 ㎲/200 ㎲ 
by the result of the previous experiment, and its frequency was 
monitored with an oscilloscope. 

The initial surface roughness of the 20mm  20mm  
2mm nitinol sample was 2 ㎛. The workpiece and cathode 
electrode were opposite the IEG during machining. 

Table 2 describes the experimental conditions. Among the 
machining factors that affect machinability, the cathode mate-
rials, machining temperature, electrolyte temperature and 
pulse on/off ratio were set up as fixed conditions, and the 
composition of the electrolyte, the applied current, the IEG 
and the machining time were set up as the variable conditions. 
 
5. Result and discussion 

5.1 Machining characteristics of electrolyte composition 

The composition of the electrolyte chosen for the EP proc-
ess is important because it greatly affects machinability. 

The electrolyte has various roles in the general EP process. 
First, the electrolyte facilitates the flow of current between the 
electrode and the workpiece. Second, it fluxes the electro-
chemical products in the IEG. Third, it reduces the heat of the 
reaction during EP. 

The electrolyte applied should be suitable for the material of 
the workpiece, but the general requirements for an electrolyte 
can be explained as follows: 

 
• It should not make an insoluble product that adheres to the 

 
 
Fig. 2. Schematic of EP mechanism. 

 
Fig. 3. Schematic of EP experimental system. 
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workpiece surface. 
• It should not cause positive ions to be electrodeposited to 

the cathode surface.  
• It should have high electric conductivity and low viscosity 
• It should not corrode the workpiece, and should be a non-

poisonous solution. 
 
To find a suitable electrolyte for nitinol, an acid electrolyte 

made of sulfuric acid (17.8M of H3PO4), phosphoric acid 
(14.6M of H2SO4) and distilled water (H2O) was compared 
with a neutral electrolyte made of sodium nitrite (1.5M of 
NaNO2) and sodium tartaric (0.1M of Na2C4H4O6). Applied 
current was 12A and the IEG was 1mm [10-11]. 

The machining results showed that using the neutral electro-
lyte in the EP process is faster than using the acid electrolyte, 
as illustrated in Fig. 4. When the acid electrolyte was applied 
in the EP process, surface roughness improved to 0.98 ㎛ 
after 300sec of machining time. However, when the neutral 
electrolyte was applied in the EP process, the surface rough-
ness dropped precipitously, and was 1.38 ㎛ after 60sec of 
machining time. But surface roughness increased again to 
1.45 ㎛ with 300sec of machining time while using the neu-
tral electrolyte. 

Especially, when machining time was 300sec, the weight of 
the nitinol machined using the neutral electrolyte was reduced 
by about 0.05g, but the weight of the nitinol machined using 
the acid electrolyte was reduced by about 0.4g. This means 

that the electrochemical dissolution is faster and more exten-
sive when using the neutral electrolyte than when using the 
acid electrolyte. 

An unusual effect occurred on the surface of the nitinol 
electrochemically machined with neutral electrolyte. In gen-
eral, polishing techniques, including EP using an acid electro-
lyte, not only improve surface roughness but also brighten the 
surface. However, while EP using a neutral electrolyte did 
improve the surface roughness, it also blackened the surface. 

The nitinol surface was captured using scanning electron 
microscopy (SEM) after EP as shown in Fig. 5, with the EP 
result where acid electrolyte was used shown in Fig. 5(a) and 
the EP result where neutral electrolyte was used shown in Fig. 
5(b). The nitinol surface shows dense patterns after EP treat-
ment using the neutral electrolyte, but not after treatment with 
the acid electrolyte. This means that electrochemical dissolu-
tion is dependent upon the composition of the electrolyte in-
volved. 

To analyze this machining result, the EP process was con-
ducted under minimal machining conditions, which required 
use of a neutral electrolyte, a pulse on/off time of 1 ㎲/999 ㎲, 
an applied current of 1A and a machining time of 3sec, and 
machining results were captured using SEM as shown Fig. 6.  

Fig. 6(a) shows the partially machined surface after EP us-
ing the minimal machining conditions. Fig. 6(b) shows an 

Table 2. Experimental setup for electrochemical polishing. 
 

Conditions  
Composition of  

electrolyte 
A : H2SO4 (17.8M)+H3PO4 (14.6M)+ H2O 
B : NaNO2 (1.5M) + Na2C4H4O6 (0.1M) 

Workpiece Nitinol 

Electrode Copper (99%) 

Surface roughness tester Taylor Hobson 
Surtronic 3+ 

Pulse On/Off Time on time 800, off time 200 (㎲) 

Applied Current 3A, 6A, 9A, 12A, 18A 

Inter Electrode Gap 0.3, 0.5, 1, 2 (mm) 
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Fig. 4. The machining characteristic of acid electrolyte and neutral
electrolyte according to variation of machining time. 

 

(a) After EP using acid electrolyte 
 

 

(b) After EP using neutral electrolyte 
 
Fig. 5. A scanning electron microscope (SEM) image of the nitinol
surface after electrochemical polishing. 
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enlargement of ultra-microscopic holes on the machined sur-
face. There are innumerable ultra-microscopic holes on the 
surface. Because of the holes, improvement of the surface 
roughness was limited during EP using the neutral electrolyte.  

When EP was conducted using the neutral electrolyte, in-
numerable ultra-microscopic holes appeared. The differences 
in machining characteristics according to the composition of 
the electrolyte involved can be explained in two ways. 

First, the nitinol is dissolved more quickly and thoroughly 
when using the neutral electrolyte than when using the acid 
electrolyte because nitinol has an affinity to the neutral elec-
trolyte. 

The second explanation comes from EDX analysis. The 
quantity of oxygen on the nitinol surface after EP using the 
neutral electrolyte is more than is present before EP and more 
than is present after EP using the acid electrolyte. It is thought 
that the acid electrolyte might make an oxide film on the niti-
nol surface during electrochemical dissolution. Because of the 
oxide film, electrochemical dissolution does not occur exces-
sively, unlike EP when using the neutral electrolyte and pol-
ishing is conducted efficiently, as the prominent parts are 
preferentially dissolved. 

Thus, using the acid electrolyte is suitable for polishing and 
using the neutral electrolyte is more suitable for ECM than for 
polishing. In terms of traditional machining, using the neutral 
electrolyte is similar to rough grinding and using the acid elec-
trolyte is similar to the finishing process of machining. 
 
5.2 Characteristics of applied current 

Fig. 7 shows machining characteristics according to applied 
current. In this experiment, an acid electrolyte composed of 
sulfuric acid, phosphoric acid and distilled water was used. 
The IEG was 1mm and machining time was 300sec. 

When the applied current is increased, the surface rough-
ness is improved. However, when excessive current is applied, 
the machining state becomes unstable. Further, there is little 
difference in the result achieved at 12A, a surface roughness 
of 0.98 ㎛, and the result at 18A, a surface roughness of 0.9 ㎛. 
Also, if the applied current is over 18A, machining control is 
too difficult and excessive nitinol is removed. This means that 
the process is no longer a polishing process, but a machining 

 

(a) The Partially machined surface 

 

(b) Ultra-microscopic holes on the machined surface 

 
(c) Chemical composition of nitinol shape memory alloy by EDX
(Wt.%)  
 
Fig. 6. SEM image of workpiece surface after EP using minimal ma-
chining conditions (pulse on/off time is set 1 ㎲/999 ㎲, applied cur-
rent is 1A and machining time is 3sec). 
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Fig. 7. The machining characteristic of applied current according to 
variation of machining time. 
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Fig. 8. Machining characte ristics according to IEG. 
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process. 
 
5.3 Machining characteristics of inter-electrode gap (IEG) 

Fig. 8 shows the machining characteristics according to IEG. 
In this experiment, the acid electrolyte was used. The applied 
current was 12A and machining time was 300 sec. 

Generally, a smaller IEG is better, as it results in better sur-
face roughness. However, similar results were achieved with 
an IEG of 0.3mm as with an IEG of 0.5mm, and it was found 
that an IEG that is too tight causes unstable machining     
and results in bubble marks on the nitinol surface, as shown in 
Fig. 9. 

These bubble marks can be explained as damage to the 
nitinol from hydrogen gas. As mentioned above, hydrogen 
gas appears in the form of bubbles on the cathode during EP. 
During electrochemical dissolution, this bubble form of hy-
drogen gas does not affect machining due to the continual 
formation and explosion of the hydrogen bubbles. However, 
when the IEG is too tight, this process of formation and ex-
plosion is discontinued, because the nitinol is machined 
while hydrogen bubbles are attached to the cathode and the 
nitinol. The nitinol is partially interrupted by the attached 
hydrogen bubbles, and partial bubble marks are created on 
the nitinol. Therefore, a suitable IEG is required for effective 
machining. 
 
5.4 Machining characteristics of initial surface roughness of 

anode  

Fig. 10 shows the machining characteristics according to 
initial anode surface roughness. In this experiment, the acid 
electrolyte was used, the applied current was 12A, the IEG 
was 1mm and the machining time was 300sec. For this ex-
periment, a nitinol sample with 2 ㎛ of initial surface rough-
ness was machined to a roughness of 0.97 ㎛ by the polishing 
machine. 

The workpiece with 2 ㎛ of initial surface roughness im-
proved gradually, and 0.98 ㎛ of surface roughness was ac-
quired after 300sec. However, after 300 sec of machining time, 
the surface roughness did not continue to improve signifi-
cantly. The other workpiece, which had 1 ㎛ of initial surface 
roughness, improved rapidly until 50sec, but after 50sec of 

machining time, the surface roughness did not significantly 
improve. 

This result shows that the EP effect has limitations. There-
fore, for fast and effective machining, the surface should be 
initially machined using a polishing machine, and then EP 
should be conducted.  

Fig. 11 shows successful results of EP machining. Fig. 
11(a) shows the nitinol surface before the EP process, and Fig. 
11(b) shows the nitinol surface after the EP process using the 
most suitable machining conditions, where the initial surface 
roughness of the nitinol was 1 ㎛, the electrolyte used was an 
acid electrolyte, the applied current was 18A, the pulse on/off 
time was 800 ㎲/ 200 ㎲, the IEG was 0.5mm and the ma-
chining time was 300sec. The resulting surface roughness 
obtained was 0.31 ㎛. 
 

6. Conclusions 

To determine a stable EP process for nitinol SMA, machin-
ing factors and machining conditions were researched by ex-
periment, and the resulting machining phenomena were ana-
lyzed according to machining conditions. 

Experimental results led to the following conclusions: 
(1) The effects of using an acid electrolyte and of using a 

neutral electrolyte were compared. First, performing EP using 
a neutral electrolyte causes innumerable ultra-microscopic 
holes on the nitinol surface and does not result in a precision 
outcome. However, the process is fast, so using a neutral elec-
trolyte is suitable for machining in which metal removal is the 
primary goal. Second, EP using an acid electrolyte is more 

 
 
Fig. 9. SEM image of bubble mark on nitinol. 
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Fig. 10. Characteristics of initial anode surface roughness according to 
variation of machining time. 
 

  
             (a) Before EP process              (b) After EP process 
 
Fig. 11. The effect of EP machining under the most suitable conditions.
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appropriate for slow machining than is using a neutral electro-
lyte. EP using an acid electrolyte is also more suitable for 
precision machining. 

(2) Final surface roughness is generally better when a 
higher current is applied, although the machining process state 
becomes unstable when too much current is applied. 

(3) Although surface roughness is generally better when the 
IEG is small, an excessively tight IEG causes an unstable ma-
chining state and results in bubble marks on the nitinol.  

(4) Machinability by EP should be evaluated according to 
initial surface roughness, and it is proposed that initial surface 
machining should be conducted using a polishing machine for 
very rough surfaces before EP is conducted as a finishing 
technique. 

(5) A nitinol surface was successfully polished to a surface 
roughness of 0.31 ㎛ under the most suitable conditions, 
where the initial surface roughness of the nitinol was 1㎛, the 
electrolyte used was an acid electrolyte, the applied current 
was 18A, the pulse on/off time was 800 ㎲/ 200 ㎲, the IEG 
was 0.5mm and the machining time was 300sec. The final 
surface roughness obtained was 0.31 ㎛. 
 

Acknowledgment 

This work was supported by INHA University Research grant. 
 

References 

[1] I. Roy and M. N. Gupta, Smart polymeric materials: emerg-
ing biochemical applications, Chemistry & Biology, 10 (12) 
(2003) 1161-1171. 

[2] A. B. Flatau and K. P. Chong, Dynamic smart material and 
structural systems, Engineering Structures, 24 (3) (2002) 
261-270. 

[3] R. Mukherjee, T. F. Christian and R. A. Thiel, An actuation 
system for control multiple shape memory alloy actuator, 
Sensor and Actuators A:physics, 55 (1996) 185-192. 

[4] M. J. Shin, S. Y. Baek and E. S. Lee, A study for improving 
surface roughness and micro-deburring effect of nitinol  

shape memory alloy by electropolishing, Transactions of the 
Korean Society of Machine Tool Engineers,16 (6) (2007) 49-
54. 

[5] R. Schuster, V. Kirchner, P. Allongue and G. Ertl, Electro-
chemical Micromachining, Science, 289 (2000) 98-101. 

[6] P. S. Pa, Design of continuity processes of electrochemical 
finishing and grinding following turning, Journal of Me-
chanical Science and Technology, 22 (11) (2008) 2197-2202. 

[7] W. M. Kim, A study on the development of the electrolytic-
deburring system and characteristics of the micro deburring, 
Graduate Thesis of In-ha Univ. (2006). 

[8] E. S. Lee, J. W. Park and Y. H. Moon, Development of Ultra 
Clean Machining Technology with Electrolytic Polishing 
Process, International Journal of the Korean Society of Pre-
cision Engineering, 2 (1) (2001) 18-25. 

[9] T. Hryniewicz, Towards a new conception of electropolish-
ing of metals and alloys, Proceedings of First East-West 
Symposium on Materials and Processes, UK, 243-252 
(1990). 

[10]   K. Fushimi, M. Stratmann and A. W. Hassel, Electropolish-
ing of NiTi shape memory alloys in methanolic H2SO4, 
Electrochimica Acta, 52 (3) (2006) 1290-1295. 

[11]   X. Z. Ma, L. Zhang, G. H. Cao, Y. Lin and J. Tang, Elec-
trochemical micromachining of nitinol by confined-etchant-
layer technique, Electrochimica Acta, 52 (12) (2007) 4191-
4196. 

 
 

Eun Sang Lee received B.S. and M.S. 
degrees in Mechanical Engineering from 
INHA University in 1985 and in 1987. 
Dr. Lee received a Ph.D. from the Korea 
Advanced Institute of Science and 
Technology in 1998. Dr. Lee is currently 
a Professor at the School of Mechanical 
Engineering at INHA University in 

Incheon, Korea. His research fields are in ultra-precision 
manufacturing, electrochemical micromachining and the de-
velopment of a semiconductor wafer polishing system. 



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Dot Gain 20%)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (U.S. Web Coated \050SWOP\051 v2)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.4
  /CompressObjects /Tags
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /DetectCurves 0.1000
  /ColorConversionStrategy /LeaveColorUnchanged
  /DoThumbnails false
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams false
  /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 true
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 150
  /ColorImageMinResolutionPolicy /OK
  /DownsampleColorImages false
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 300
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages true
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.15
    /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 150
  /GrayImageMinResolutionPolicy /OK
  /DownsampleGrayImages false
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 300
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.15
    /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 1200
  /MonoImageMinResolutionPolicy /OK
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 1200
  /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 ()
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName (http://www.color.org)
  /PDFXTrapped /Unknown

  /CreateJDFFile false
  /Description <<
    /ENU (Use these settings to create PDF documents with higher image resolution for high quality pre-press printing. The PDF documents can be opened with Acrobat and Reader 5.0 and later. These settings require font embedding.)
    /JPN <FEFF3053306e8a2d5b9a306f30019ad889e350cf5ea6753b50cf3092542b308030d730ea30d730ec30b9537052377528306e00200050004400460020658766f830924f5c62103059308b3068304d306b4f7f75283057307e305930023053306e8a2d5b9a30674f5c62103057305f00200050004400460020658766f8306f0020004100630072006f0062006100740020304a30883073002000520065006100640065007200200035002e003000204ee5964d30678868793a3067304d307e305930023053306e8a2d5b9a306b306f30d530a930f330c8306e57cb30818fbc307f304c5fc59808306730593002>
    /FRA <>
    /DEU <>
    /PTB <>
    /DAN <>
    /NLD <>
    /ESP <>
    /SUO <>
    /ITA <>
    /NOR <>
    /SVE <>
    /CHS <FEFF4f7f75288fd94e9b8bbe7f6e521b5efa76840020005000440046002065876863ff0c5c065305542b66f49ad8768456fe50cf52068fa87387ff0c4ee575284e8e9ad88d2891cf76845370524d6253537030028be5002000500044004600206587686353ef4ee54f7f752800200020004100630072006f00620061007400204e0e002000520065006100640065007200200035002e00300020548c66f49ad87248672c62535f0030028fd94e9b8bbe7f6e89816c425d4c51655b574f533002>
    /CHT <FEFF4f7f752890194e9b8a2d5b9a5efa7acb76840020005000440046002065874ef65305542b8f039ad876845f7150cf89e367905ea6ff0c9069752865bc9ad854c18cea76845370524d521753703002005000440046002065874ef653ef4ee54f7f75280020004100630072006f0062006100740020548c002000520065006100640065007200200035002e0030002053ca66f465b07248672c4f86958b555f300290194e9b8a2d5b9a89816c425d4c51655b57578b3002>
    /KOR <>
  >>
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [545.000 394.000]
>> setpagedevice


