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In this study, dynamic recrystallization during nonisothermal hot compression test was numerically simulated by finite element

analysis using new grain aggregate model for dynamic recrystallization. This model was developed based on mean field approach

by assuming grain aggregate as representative element. For each grain aggregate, changes of state variables were calculated using

three sub-models for work hardening, nucleation, and nucleus growth. A conventional single parameter dislocation density model was

used to calculate change of dislocation density in grains. For modeling nucleation, constant nucleation rate and nucleation criterion

developed by Roberts and Ahlblom were used. It was assumed that the nucleation occurs when the dislocation density of certain grain

reaches a critical nucleation criterion. Conventional rate theory was used to model nucleus growth. The developed dynamic

recrystallization model was validated by comparing with isothermal hot compression of pure copper. Then, the finite element analysis

was conducted to predict the local changes of microstructure and average grain size by using the grain aggregate model. The

predicted results were compared with nonisothermal hot compression results. The simulation results were in reasonably good

agreement with experimentally obtained microstructures and the calculation time was much shorter than cellular automata-finite

element method.
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1. Introduction

Dynamic recrystallization (DRX) is one of the key processes that

governs the final microstructure during hot deformation. Metals with

low or medium levels of stacking fault energy such as copper and

nickel undergo the DRX while metals with high stacking fault energy

undergoes dynamic recovery. During the DRX process, new grains

originate at high-angle grain boundaries such as prior grain boundaries,

the boundaries of recrystallized grain, and deformation bands and twins.

The new grains grow to the high dislocation density of the original

grain due to the driving force, which is driven by the difference in the

dislocation density. However, recrystallized grains will cease to grow

as the material deforms further, resulting in reducing the dislocation

density difference. The resulting microstructure and material behavior

during the DRX vary with the deformation condition. Differences in

grain size, texture, and material behavior affect in final mechanical

properties and deformation aspect of final product. Therefore, predicting

the DRX better is essential when attempting to control mechanical

properties and deformation process of final product.

Various models have been proposed thus far to predict microstructural

changes and material behavior during the DRX. Typically, the Johnson-

Mehl-Avrami-Kolmogrov (JMAK) theory1 was widely used to model

homogeneous recrystallization kinetics. This empirical mathematical

model was widely used to model the flow behavior and microstructure

for industrial applications.2-4 In these works, microstructure evolution

was described as a function of strain, strain rate, temperature, and initial

grain size. However, these applications only concentrated on the hot strip

and plate rolling processes because of the difficulties that arise in exact

thermo-mechanical modeling of bar rolling or hot forging processes.

Therefore, such modeling was extended by integrating with a finite

element analysis to provide more realistic description of local process

parameters such as strain, strain rate, and temperature.5-7 However,

these methods predicted local microstructure as an average grain size

only and local heterogeneity was not considered properly. In addition,
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it is not applicable to complex problem because of phenomenological

characteristics.

To describe heterogeneous nature of the DRX and predict local

microstructure evolution in detail, many mesoscale modeling methods

such as the Monte Carlo model,8,9 the phase field model,10,11 and the

cellular automata model12-14 have been proposed as well. Although

these models successfully described microstructure evolution during

the DRX, most studies have focused on the DRX of ideal process like

isothermal compression with a constant strain rate because of difficulty

in modeling the deformation.

Recently, there have been attempts to combine mesoscale

microstructure simulation with macroscale finite element (FE) method

for describing deformation during DRX more accurately. Lee et al.15

combined cellular automata and the finite element (CA-FE) method to

predict microstructural changes by DRX during a nonisothermal hot

forging process and validated the proposed model by comparing its

results with the experimental results obtained by electron backscattered

diffraction (EBSD). The proposed model generally predicted

microstructural changes accurately. However, industrial application of

this multiscale method is difficult owing to the long calculation time

due to the large scale of problem.

To overcome the limitation of JMAK model and multiscale model,

grain scale model using mean field theory has been proposed recently.16,17

In these models, the dynamic recrystallization was modeled by using

grain as a representative element and mean field theory was used to

simulate interaction between grain during dynamic recrystallization.

Therefore, we aim to develop a new dynamic recrystallization model,

grain aggregate model, that can predict microstructural changes and to

use this model for hot forging applications by combining it with FE

analysis. In the current model, the grain aggregate was used as a

representative element of mean field theory different with previous

grain scale model. This model provided a reduced calculation time as

compared to that required for simultaneous analysis by cellular automata

and the finite element method. Then, the results based on developed

model were compared with cellular automata results and experimental

result. Finally, the developed grain aggregate model will be combined

with FE analysis to predict microstructure change during nonisothermal

hot forging process and compared with CA-FE method.

2. Grain Aggregate Model for Dynamic Recrystallization

2.1 Model structure

The local microstructure during DRX is extremely heterogeneous.

The microstructure has both severely deformed grains and recrystallized

grains with different cycles of DRX. In the current model, the

microstructure was represented by certain number of representative grain

aggregate with different component and different cycle. Each grain

aggregate has state variables of the component number, dislocation

densities, surface boundary area, sum of grain diameter in the grain

aggregate, number of grains in the aggregate and volume fraction of

grain aggregate.

The major difference of cellular automata, grain scale model and

grain aggregate model is shown in Fig. 1. The cellular automata

generally used a cell which is much smaller than grain as a representative

element of microstructure. The grain scale model and grain aggregate

model used a grain and a grain aggregate as a representative element

of microstructure, respectively. Therefore, 1600 cells, 12 grains, and 3

grain aggregates are used for cellular automata, grain scale and, grain

aggregate models, respectively. The grain scale model and grain

aggregate model are based on mean field theory without spatial

distribution of grains available in cellular automata model. The

metallurgical phenomena between grains considered as an interaction

of a grain with mean field. Therefore, spatial distribution of grains was

Fig. 1 Schematic illustration of dynamic recrystallization model for

comparing representative element of microstructure between three

models

Fig. 2 Flow chart of the current grain aggregate model for calculating

dynamic recrystallization process
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not considered and actual microstructure is not visible like cellular

automata model. These models only calculated the change of other

state variables by assuming grain as a sphere.

The difference between grain aggregate and grain scale models is

representative element. The basic idea of grain aggregate model is to

reduce calculation time by combining similar grains into a grain

aggregate in average sense.

The current grain aggregate model numerically calculated DRX

with the following steps as shown in Fig. 2: Calculation of the minimum

time interval to ensure better results; calculation of dislocation density

changes by work hardening at each time interval; nucleation of the

recrystallization embryo by comparing the dislocation densities in the

grain boundaries with the critical dislocation density; simulation of the

growth of the nucleus to the high dislocation density area. The details

of each process will be given in the following sections.

2.2 Dislocation density evolution

To model the dislocation density changes by work hardening, the

conventional ‘one-parameter’ model by Kocks and Mecking18,19 was

used in the current study due to its simplicity and applicability in a hot

deformation process. The Kocks-Mecking (KM) model is based on the

assumption that the average dislocation density determines the kinetics

of the plastic flow. In the kinetic equation for hot deformation, the flow

stress (σ[j,i]) is proportional to the square root of the dislocation density

as follows:

(1)

In this equation, α is a numerical constant, µ denotes the shear

modulus, b is the magnitude of Burger’s vector of dislocation, and ρ is

the average dislocation density of grain aggregate [j, i]. Where, i and

j represents DRX cycle and component number, respectively.

The change in the dislocation density of a fine-grained material may

be considered to consist of two components as follows:

(2)

Here, ε represents strain, k1 is a constant, and k2 is a function of

temperature and strain rate. The k1 and k2 values were acquired from

the isothermal hot compression results of pure copper available in the

literature.14

2.3 Nucleation

Nucleation can happen when the stored energy due to dislocation

accumulation overcomes the boundary energy related to the curvature.

In the present investigation, the critical dislocation density proposed by

Roberts and Ahlblom20 was used.

(3)

In this equation, l is the dislocation mean free path, M represents the

grain boundary mobility, τ is the dislocation line energy, γ is the grain

boundary energy, and  is the strain rate.

In Eq. (3), the grain boundary mobility is given as follows shown

in the literature.21

(4)

Here, δ is the characteristic grain boundary thickness, D0b denotes

the boundary self-diffusion coefficient, Qb is the activation energy for

boundary diffusion, k represents the Boltzmann’s constant, R is the gas

constant, and T is the absolute temperature.

The nucleation rate was assumed to be constant during the whole

DRX process and a function of temperature. Then, number of nuclei for

grain aggregate [j, i] can be defined as follows:

(5)

where n, m, and Qnucl are constants, f[j,i] is the volume fraction of grain

aggregate [j,i], and ∆t is a time interval.

As shown in Fig. 3, it was assumed that new grain of grain aggregate

[j, i+1] is nucleated at the prior grain of grain aggregate [j, i].

Therefore, the changes of volume fraction in the grain aggregate [j,

i] during nucleation can be described as multiplication of number of

nuclei and ratio of volume of nuclei to the total volume as follows:

(6)

where V0 is the volume of nucleus and Vtot is the total volume of domain.

The sum of grain diameter ( ) and surface boundary area (S[j, i])

changes according to the volume fraction during nucleation while

dislocation density of deformed aggregate did not change as follows.

(7)

(8)

(9)

The dislocation density of newly formed nucleus (ρ0) is almost zero

although it will change during further deformation. Therefore, the

dislocation density at the time t+∆t can be described as follows.

(10)

The sum of grain diameter and surface boundary area was calculated

using following equation by assuming the spherical grain shape.

(11)
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Fig. 3 Schematic illustration of nucleation process in the DRX model
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(12)

where D0 represents the diameter of nucleus.

2.4 Nucleus growth

The driving force for nucleus growth of dynamically recrystallized

grains is the difference of stored strain energy between recrystallized

grains and prior deformed grains as shown in Fig. 4.

A grain boundary moves with a velocity (v) in response to the net

pressure (P) on the boundary. It is generally assumed that the velocity

is directly proportional to the pressure, the constant of proportionality

being the mobility (M) of the boundary as follows:1

(13)

(14)

where r denotes radius for grain.

However, the second term in Eq. (14) is omitted in the current model

because it is negligible compare to the first term.

During nucleus growth, the volume fraction of grain aggregate

changes as follows by considering volume swept by nucleus surface

boundary (S[l,k]v∆t):

(15)

In this equation, the changes of volume fraction between aggregate

[j, i] and [l, k] are only considered by multiplying volume fraction of

aggregate [l, k] to avoid duplication of calculation.

The sum of grain diameter in the aggregate was calculated using

following equations.

(16)

(17)

The change of surface boundary area during nucleus growth was

calculated as follows:

(18)

(19)

3. Numerical Prediction

In the current study, the microstructure evolution by dynamic

recrystallization during hot forging was analyzed with the aid of a

numerical analysis by combining physically based dynamic

recrystallization model with FE model as shown in Fig. 5. The

thermomechanical modeling was conducted with a two-dimensional FE

analysis to predict the thermal and deformation history accurately.

Then, the microstructure simulation based on grain aggregate model

was conducted to calculate the microstructural changes using the

calculated strain rate and temperature histories from the FE analysis.

The temperature and strain rate were discretized with time so that the

DRX model could be applied to the nonisothermal process.

The current FE analysis was conducted with CAMPform-2D,22

which was developed based on the rigid thermoviscoplastic FE

formulation proposed by Lee and Kobayashi.23 An axisymmetric

condition was assigned to simulate nonisothermal hot forging process.

The workpiece has a radius of 20 mm and a height of 40 mm. The total

number of quadrilateral elements used was 800. The radius and height

of the dies was the same as 50 mm, and the number of quadrilateral

elements used was 2116 for the upper and lower dies, respectively. The

elements for the dies were used only for the temperature analysis. A

constant shear friction model with a friction factor of 0.3 was used for

the friction modeling.23 The ram speed was 4 mm/s and the total stroke

was 21.2 mm. For the nonisothermal FE analysis, the flow stress of

pure copper and the interface heat transfer coefficient between dies and

workpiece was acquired from the literature.15

4. Results and Discussion

4.1 Validation of developed DRX model

To verify the developed physically based model, flow stress curves

and final grain sizes at various temperatures and strain rates were

compared with the experimental results and cellular automata results in

the literature,14 as shown in Figs. 6 and 7, respectively. The proposed

S∆ j i 1+,[ ] N πD
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2
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Fig. 4 Schematic illustration of growth process during dynamic

recrystallization

Fig. 5 Numerical procedures for predicting microstructure evolution by

DRX during hot forging
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grain aggregate model predicted the flow stress generally well, although

it exaggerated the oscillating flow curves at 600oC and 0.01 s-1.

A cellular automata model generally shows better accuracy compared

to the current physically based DRX model for the all conditions. This

is due to assumption of grain aggregate model such as representative

element of microstructure and mean field.

The error in current grain aggregate model occurred because the

characteristics of dynamic recrystallization in the single- and multi-

peak curves were rather different from each other. To represent both

curves accurately, the model should be considered differently in some

manner. However, the predicted grain sizes were generally in good

agreement with the experimental results, although some error existed in

the results.

The majority of current grain aggregate model is short calculation

time. The CPU time of grain aggregate model is compared with cellular

automata model as shown in Table 1. The calculation time of grain

aggregate model was extremely short and the difference in order of

magnitude was more than 4. This time efficiency of grain aggregate

model is high enough to compensate the low accuracy compared to the

cellular automata model.

4.2 Characteristics of flow curves predicted by DRX model

The shape of the flow stress curves is related to the ratio of the prior

and recrystallized grain sizes. The flow stress curve at high Zener-

Hollomon parameter (Z) showed a broad single peak (e.g., 500oC and

0.1 s-1 in Fig. 6). On the other hand, the flow stress curves at low Z

values showed multi-peak curves under low strain and steady curves

under high strain (e.g., 700oC and 0.1 s-1 in Fig. 6).

It is known that if the prior grain size is greater than two times the

recrystallized grain size, a single-peak curve may occur.24 Therefore,

the characteristics of the flow curves were investigated in detail in this

study.

The flow curves and recrystallized fraction curves during DRX for

the single-peak and multi-peak curves are represented in Figs. 8 and 9

respectively. In Fig. 8, the slope of the flow stress was changed past the

critical strain (about 0.47) and reached its peak at a strain of about 0.5.

The flow curves then softened and hardened again from the strain value

of 0.65 and recrystallized fraction of 0.7.

This re-hardening is related to low nucleation rate due to the small

grain boundary area at the higher recrystallized fraction. The average

grain size curve changed rapidly due to the DRX process as shown in

Fig. 10. The average grain size was held constant up to the critical

Fig. 6 Comparison of flow stress curves between the experiments,14

cellular automata model,14 and grain aggregate model

Fig. 7 Comparison of average recrystallized grain sizes obtained from

the experiments,14 Cellular automata,14 and grain aggregate model

Table 1 CPU time required for simulations based on cellular automata

model and grain aggregate model and information on simulation

system

Simulation

conditions

Temperature

(oC)
500 600 600 600 700

Strain rate

(s-1)
0.1 0.01 0.1 1 0.1

CPU time

(s)

Grain

aggregate
0.125 0.905 0.140 0.078 0.187

Cellular

automata
2160 17640 10920 4320 18240

Tested system: 2cpu (Intel Xeon E5-2680v2), 64GB RAM, Windows 7

x64
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strain, decreased rapidly directly past the critical strain, and then became

saturated. The rapid decrease in the average grain size is due to the

difference between recrystallized and initial grain sizes.

In Fig. 9, the multi-peaks flow stress also showed a curve similar to

that of the single-peak DRX up to a strain of 0.1. However, the flow

stress increased again past a strain value of 0.12 owing to the lack of

nucleation between the DRX cycles. The next DRX cycle was then

initiated past a certain deformation, and the stress decreased again by

further nucleation. The average grain size also oscillated owing to the

several cycles of the DRX that were run as shown in Fig. 10.

The average grain size initially decreased immediately after the

initiation of the current cycle of the DRX as a consequence of the

nucleation stage. It then increased rapidly due to the growth and

decreased again by the next DRX cycle.

4.3 Numerical prediction of microstructure during hot forging

The numerical prediction of nonisothermal hot forging test was

conducted by combining grain aggregate model with FE analysis and

compared with experimental average grain size results and simulated

result by CA-FE method.15

The nonisothermal hot forging test as shown in Fig. 11 was

conducted with a varying strain rate using a hydraulic press. The

cylindrical specimen had a height of 40 mm and a diameter of 40 mm.

The specimen was heated to about 850oC in a furnace and then moved

to a lower die. The specimen was deformed up to a stroke of about 22

mm after a period of dwelling until the temperature reached 700oC. The

deformed specimen was water-quenched after about three seconds for

further microstructural investigation. The quenched specimens were cut

in parallel to the compression axis and polished for further EBSD

measurements.

Fig. 12 shows comparison of the average grain sizes at the quarter

of section parallel to compression axis after nonisothermal hot forging

test. The average grain size is generally in good agreement with the

experimental data for both CA-FE and current method, though the

grain sizes have some discrepancies at points 8 and 15 in the current

analysis and at points 4, 8 and 15 in the CA-FE analysis in the

Fig. 8 Flow curve (dot) and recrystallized fraction (line) at the high

Zener-Hollomon parameter

Fig. 9 Flow curve (dot) and recrystallized fraction (line) at the low

Zener-Hollomon parameter

Fig. 10 Changes of average grain size during dynamic recrystallization

for the single- and multi-peak flow curves

Fig. 11 Experimental set-up of simulated nonisothermal hot forging

process

Fig. 12 Comparison of average grain size distribution during hot forging

of pure copper acquired by experiment,15 predicted by CA-FE15 and

current grain aggregate model



INTERNATIONAL JOURNAL OF PRECISION ENGINEERING AND MANUFACTURING  Vol. 15, No. 6 JUNE 2014 / 1061

literature.15 The current simulation scheme predicted the microstructural

change by the DRX in average sense well although it takes much less

time compared to CA-FE method. Therefore, current numerical method

will be beneficial for predict microstructural change during industrial

process to save simulation time.

5. Conclusion

In the present study, the grain aggregate model for dynamic

recrystallization was successfully developed using mean field

approximation. It predicted general tendency of dynamic recrystallization

in flow stress and average grain size although it showed some errors in

specific conditions. The single-peak and multi-peaks flow curves due

to grain refinement and coarsening phenomena were also investigated.

In terms of grain refinement, the flow stress curves showed both a

single peak and multi-peak, although a multi-peak curve was also noted

during the grain coarsening phenomena.

The developed grain aggregate model is also combined with finite

element method and applied to nonisothermal hot forging test to predict

microstructure in an average sense. The predicted results are in good

agreement with experimental results. This physically based dynamic

recrystallization model will be very useful to combine with finite

element analysis for simulating industrial process compared to the

cellular automata-finite element model because of its fast calculation

speed and less memory use.

ACKNOWLEDGEMENT

This work was supported by the Basic Research Program of the

Korea Institute of Materials Science.

REFERENCES

1. Humphreys, F. and Hatherly, M., “Recrystallization and Related

Annealing Phenomena,” Elsevier, pp. 232-235, 2004.

2. Sellars, C. M. and Whiteman, J. A., “Recrystallization and Grain

Growth in Hot Rolling”, Met. Sci.,  Vol. 13, No. 3, pp. 187-194,

1979.

3. Hodgson, P. D. and Gibbs, R. K., “A Mathematical Model to Predict

the Mechanical Properties of Hot Rolled C-Mn and Microalloyed

Steels,” ISIJ International, Vol. 32, No. 12, pp. 1329-1338, 1992.

4. Suehiro, M., Sato, K., and Yada, H., “Mathematical Model for

Predicting Microstructural Changes and Strength of Low Carbon

Steels in Hot Strip Rolling,” Proc. of International Conference on

Physical Metallurgy of Thermomechanical Processing of Steels and

Other Metals. pp. 791-798, 1988.

5. Karhausen, K. and Kopp, R., “Model for Integrated Process and

Microstructure Simulation in Hot Forming,” Steel Research, Vol. 63,

No. 6, pp. 247-256, 1992.

6. Cha, D. J., Kim, D. K., Cho, J. R., and Bae, W. B., “Hot shape

Forging of Gas Turbine Disk using Microstructure Prediction and

Finite Element Analysis,” Int. J. Precis. Eng. Manuf., Vol. 12, No. 2,

pp. 331-336, 2011.

7. Lee, H. W., Kwon, H. C., Im, Y. T., Hodgson, P., and Zahiri, S.,

“Local Austenite Grain Size Distribution in Hot Bar Rolling of AISI

4135 Steel,” ISIJ International, Vol. 45, No. 5, pp. 706-712, 2005.

8. Srolovitz, D., Grest, G., and Anderson, M., “Computer Simulation of

Recrystallization-I. Homogeneous Nucleation and Growth,” Acta

Metallurgica, Vol. 34, No. 9, pp. 1833-1845, 1986.

9. Peczak, P. and Luton, M. J., “A Monte Carlo Study of the Influence

of Dynamic Recovery on Dynamic Recrystallization,” Acta

Metallurgica Et Materialia, Vol. 41, No. 1, pp. 59-71, 1993.

10. Takaki, T., Hirouchi, T., Hisakuni, Y., Yamanaka, A., and Tomita, Y.,

“Multi-Phase-Field Model to Simulate Microstructure Evolutions

during Dynamic Recrystallization,” Materials Transactions, Vol. 49,

No. 11, pp. 2559-2565, 2008.

11. Takaki, T., Hisakuni, Y., Hirouchi, T., Yamanaka, A., and Tomita, Y.,

“Multi-Phase-Field Simulations for Dynamic Recrystallization,”

Computational Materials Science, Vol. 45, No. 4, pp. 881-888, 2009.

12. Ding, R. and Guo, Z. X., “Coupled Quantitative Simulation of

Microstructural Evolution and Plastic Flow during Dynamic

Recrystallization,” Acta Materialia, Vol. 49, No. 16, pp. 3163-3175,

2001.

13. Yazdipour, N., Davies, C. H., and Hodgson, P. D., “Microstructural

Modeling of Dynamic Recrystallization using Irregular Cellular

Automata,” Computational Materials Science, Vol. 44, No. 2, pp.

566-576, 2008.

14. Lee, H. W. and Im, Y. T., “Cellular Automata Modeling of Grain

Coarsening and Refinement during the Dynamic Recrystallization of

Pure Copper,” Materials Transactions, Vol. 51, No. 9, pp. 1614-

1620, 2010.

15. Lee, H. W. and Im, Y. T., “Numerical Modeling of Dynamic

Recrystallization during Nonisothermal Hot Compression by Cellular

Automata and Finite Element Analysis,” International Journal of

Mechanical Sciences, Vol. 52, No. 10, pp. 1277-1289, 2010.

16. Cram, D. G., Zurob, H. S., Brechet, Y. J. M., and Hutchinson, C. R.,

“Modelling Discontinuous Dynamic Recrystallization using a

Physically based Model for Nucleation,” Acta Materialia, Vol. 57,

No. 17, pp. 5218-5228, 2009.

17. Montheillet, F., Lurdos, O., and Damamme, G., “A Grain Scale

Approach for Modeling Steady-State Discontinuous Dynamic

Recrystallization,” Acta Materialia, Vol. 57, No. 5, pp. 1602-1612,

2009.

18. Kocks, U. F., “Laws For Work-Hardening and Low-Temperature

Creep,” Journal of Engineering Materials and Technology, Vol. 98,

No. 1, pp. 76-85, 1976.



1062 / JUNE 2014 INTERNATIONAL JOURNAL OF PRECISION ENGINEERING AND MANUFACTURING  Vol. 15, No. 6

19. Mecking, H. and Kocks, U. F., “Kinetics of Flow and Strain-

Hardening,” Acta Metallurgica, Vol. 29, No. 11, pp. 1865-1875,

1981.

20. Roberts, W. and Ahlblom, B., “A Nucleation Criterion for Dynamic

Recrystallization during Hot Working,” Acta Metallurgica, Vol. 26,

No. 5, pp. 801-813, 1978.

21. Stüwe, H. P. and Ortner, B., “Recrystallization in Hot Working and

Creep,” Metal Science, Vol. 8, No. 1, pp. 161-167, 1974.

22. CAMP Lab. ME. KAIST, “CAMPform-2D ver1.5,” http://camp.

kaist.ac.kr/campseries.html (Accessed 18 APR 2014)

23. Lee, C. H. and Kobayashi, S., “New Solutions to Rigid-Plastic

Deformation Problems using a Matrix Method,” Journal of

Engineering for Industry, Vol. 95, No. 3, pp. 865-873, 1973.

24. Sakai, T., Ohashi, M., Chiba, K., and Jonas, J., “Recovery and

Recrystallization of Polycrystalline Nickel after Hot Working,” Acta

Metallurgica, Vol. 36, No. 7, pp. 1781-1790, 1988.



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Gray Gamma 2.2)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (U.S. Web Coated \050SWOP\051 v2)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.3
  /CompressObjects /Off
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages false
  /CreateJDFFile false
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /ColorConversionStrategy /LeaveColorUnchanged
  /DoThumbnails false
  /EmbedAllFonts true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /SyntheticBoldness 1.00
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /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 /Remove
  /UsePrologue false
  /ColorSettingsFile (Color Management Off)
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 150
  /ColorImageDepth 8
  /ColorImageDownsampleThreshold 1.33333
  /EncodeColorImages true
  /ColorImageFilter /FlateEncode
  /AutoFilterColorImages false
  /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
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 150
  /GrayImageDepth 8
  /GrayImageDownsampleThreshold 1.33333
  /EncodeGrayImages true
  /GrayImageFilter /FlateEncode
  /AutoFilterGrayImages false
  /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
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 150
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.33333
  /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 ()
  /PDFXTrapped /False

  /DetectCurves 0.000000
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /PreserveDICMYKValues true
  /PreserveFlatness true
  /CropColorImages true
  /ColorImageMinResolution 290
  /ColorImageMinResolutionPolicy /Warning
  /ColorImageMinDownsampleDepth 1
  /CropGrayImages true
  /GrayImageMinResolution 290
  /GrayImageMinResolutionPolicy /Warning
  /GrayImageMinDownsampleDepth 2
  /CropMonoImages true
  /MonoImageMinResolution 800
  /MonoImageMinResolutionPolicy /Warning
  /CheckCompliance [
    /None
  ]
  /PDFXOutputConditionIdentifier ()
  /Description <<
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e9ad88d2891cf76845370524d53705237300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc9ad854c18cea76845370524d5370523786557406300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /DAN <>
    /DEU <>
    /ESP <>
    /FRA <>
    /ITA <>
    /JPN <FEFF9ad854c18cea306a30d730ea30d730ec30b951fa529b7528002000410064006f0062006500200050004400460020658766f8306e4f5c6210306b4f7f75283057307e305930023053306e8a2d5b9a30674f5c62103055308c305f0020005000440046002030d530a130a430eb306f3001004100630072006f0062006100740020304a30883073002000410064006f00620065002000520065006100640065007200200035002e003000204ee5964d3067958b304f30533068304c3067304d307e305930023053306e8a2d5b9a306b306f30d530a930f330c8306e57cb30818fbc307f304c5fc59808306730593002>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020ace0d488c9c80020c2dcd5d80020c778c1c4c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /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 <>
    /PTB <>
    /SUO <>
    /SVE <>
    /ENU <>
  >>
  /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 [2834.646 2834.646]
>> setpagedevice


