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Abstract. In this paper, effect on spring back values of different materials before and after laser 
bending are studied. Four different alloys were selected for laser bending test: Aluminum Alloy 
Al-5052M, Stainless Steel Alloy-304M, Low Carbon Steel (perpendicular rolling direction) and 
Titanium Alloy Ti-6Al-4V (TCL4). Thickness of alloys sheet is almost same. The influence of 
different mechanical parameters like tensile strength and hardness on spring back values before 
and after pre-loaded laser bending were analyzed. The results were compared which showed that 
Al-alloys has large amount of spring back even at small amount of displacement before laser 
bending which is due to their low tensile strength. But after laser bending titanium alloys have 
high value of spring back as compare to before pre-loaded laser bending value proving that this 
laser bending technique can be a useful method for those alloys which are not easy to deform at 
normal temperature. 
Keywords: spring back, pre-load, laser bending process, titanium alloys. 

1. Introduction and background study 

Bending process is one of the important manufacturing techniques in sheet metal forming. 
Spring back is an important property of material during bending. Spring back occurs when 
material obtains its original shape during unloading of applied force. It is a complicated 
phenomenon which depends on material properties and process parameters [1-3]. Previously a lot 
of study has been done to calculate and find out the factors affecting the spring back. Mellor and 

Johnson [4] used ோ = 1 − 3 ቀడ௬ா் ቁ + 4 ቀడ௬ா் ቁଷ൨ equation to calculate the spring back. Where ݎ 
(mm) = internal radius curvature (before spring back), ܴ (mm) = real internal radius curvature 
(after spring back), ܶ  (mm) = thickness of plate, ܧ  (N/mm2) = modulus of elasticity and ߪ௬ 
(N/mm2) = yield stress. Values of ݎ ܴ⁄  vary depending on the mechanical properties of material. 
The above equation has been used in many researches to calculate the spring back. In V-metal 
bending process Chen et al. [5] studied the spring back property and analyzed the results using 
Abaqus software. Albut [6] researched the sheet thickness effect on spring back by simulation. 
Thomas Schonbach [7] formed a new model to calculate and reduce the spring back during early 
stages of forming process. Dilip kumar [8] explained a finite element method which can be used 
for bending process of soft ferrous material like Al-alloys. Dr. Hani Aziz Ameen [9] calculated 
the effect of thickness and types of materials on spring back values using cylinder die for bending 
process by using ݇௦ = ቂቀଶோ௧ ቁ + 1ቃ ቂቀଶோ௧ ቁ + 1ቃൗ  equation to calculate the spring back factor. 

During bending, metals are bound to show some amount of spring back due to their elastic 
recovery. Many practical attempts have been made to find out the spring back values as described 
earlier but those are on the basis of trial and error method. The current report is about the study of 
spring back of different alloys before and after pre-loaded laser bending process. Pre-loaded laser 
bending is a unique and relatively new forming technique in which at first by using mechanical 
clamp, a metal sheet is deformed then the elastic energy concentration region is scanned along a 
certain path by a laser beam as a heat source. Due to the heat treatment effect of laser beam, elastic 
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energy of deformed region is concerted into plastic energy. As a result, deformation process can 
be accurate [10-12]. In recent years, there has been a lot of study for laser forming technique for 
those alloys which are difficult to deform mechanically at room temperature due to their high 
strength and toughness like titanium alloys. 

2. Experimental study 

Four different alloys sheet were selected for laser bending test. Table 1 showed the material 
details and the laser parameters used. The alloy sheet was cleaned with alcohol to remove any 
kind of dust and grease etc. The experimental work mainly consists of two steps: (1) Pre-loading: 
Firstly, the sheet was clamped to measure actual length and then certain compression force were 
applied to get some displacement change which appeared in the form of curve on the sheet metal.  
After that sheet was removed from the clamp and spring back was calculated. (2) Laser scanning 
process: Then the laser beam was irritated on the certain area of sheet along a specific path in the 
laser setup and finally spring back was measured when sample was cooled down. The same 
experimental method was repeated on every understudy alloy sheet as shown in Fig. 1. 

Table 1. Material details and laser parameters 

Materials 
Dimensions 
(L×W×T) 

mm 

Laser parameters 
Output 

power (W) 
Scanning 

speed (mm/s) 
Laser spot 

diameter (mm) 
Aluminum Alloy Al-5052M 68×32×1 700 10 4 
Stainless Steel Alloy-304M 65.86×32×1.7 400 30 5 

Low Carbon Steel 
(perpendicular rolling 

direction) 
69×31.5×1 400 30 5 

Titanium Alloy Ti-6Al-4V 
(TCL4) 68×32×1 400 30 5 

 

 
a) 

 
b) 

 
c) 

 
d) 

Fig. 1. Experimental setup: a) clamping, b) spring back measurement before laser, c) laser irritation,  
d) spring back measurement after laser 

3. Results 

The design scheme of the experimental work was to calculate and compare the spring back 
values of different alloys sheet in preloaded laser bending process.  
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3.1. Spring back before laser application 

The experimental calculations of spring back using preload clamping are shown in the form of 
graphs in Fig. 2. Spring back happens when the bent material tries to gain back its original form 
to a certain angle. During fabrication, material is usually over bend to the bending degree which 
is over past the required bending angle in order to compensate the spring back. In this way, over 
bending permits to acquire the desired bending angle and shape when the pressure is released from 
the material. Predicting the efficient values of spring back is quite critical. There are so many 
factors which influence on spring back: (1) The tensile strength of material (2) Thickness of the 
material (3) Type of tools being used during fabrication process (4) Types of bending [10, 13]. 
Metal sheets thickness and types of materials are major factors affecting on spring back values but 
in these experiments thickness of every metal sheet is almost same so we can eliminate the effect 
of thickness during bending on spring back.  Bending process here is simple air forming when the 
force or pressure is applied on the metal sheet, it starts to bend and the material slightly springs 
back when the force is released. 

Fig. 2(a) showed the spring back of Aluminum alloy Al-5052M, at even low displacement 
there is large amount of spring back. Behavior of Al-alloys can be explained on the fact that these 
alloys are malleable, light weight, low hardness 47B and ultimate tensile strength of 228 MPa and 
their compression modulus is about 2 % greater than tensile modulus. When material is bent, the 
inner part of the bend is compressed condition while the outer part is in stretched condition so as 
a result of this; the density of molecules is greater on inside of the bend as compare to the outer 
surface. The compressive forces are less on the outside surface of the bend which causes the 
material to try to return to its original position [13]. These properties make Al-alloys easy to bend 
and return to its original shape while giving high values of spring back. The mechanical properties 
of understudy alloys are given in Table 2.  

Table 2. Mechanical properties of understudy alloys 

Alloys Mechanical properties 
Hardness (HRB) Ultimate tensile strength (MPa) 

Aluminum alloy 47 228 
Stainless steel alloy 170 515 
Low carbon steel 71 440 
Titanium alloy 334 993 

In case of low carbon steel in Fig. 2(b), rolling direction is perpendicular to the applied bending 
force which also has opposing effect on values of spring back. Due to opposite rolling direction it 
is hard for molecules to move during bending causing more tensile force application. These low 
carbon steels have ultimate tensile strength in range of 440 MPa and hardness 71 HRB which are 
more than Al-alloys. But due to low carbon contents in these steels they have good ductility which 
also contributes to spring back values. Fig. 2(c) showed the spring back values after releasing from 
mechanically clamping of stainless steel 304M. It is standard 18/8 stainless steel grade which has 
outstanding forming characteristics. These alloys have ultimate tensile strength of 515 MPa and 
high hardness (170 HRB).  

Fig. 2(d) explained the spring back behavior of Titanium (Ti-6Al-4V) alloys. These alloys are 
not easy to deform at low temperature due to bad plasticity but when enough force is applied that 
the material approaches to its yield point then the deformation of the material occurs. Titanium 
alloys have high ultimate tensile strength of 993 MPa and very high hardness (334B) then 
Al-alloys. All these factors attribute to the values of spring back. It is clear from the figure as well 
that at low displacement amount of spring back is almost neglect able but after large amount of 
force application at high displacement, spring back values increased even at room temperature. 
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a) 

 
b) 

 
c) 

 
d) 

Fig. 2. Spring back before laser: a) Al-alloys, b) low carbon steel, c) stainless steel, d) titanium alloys 

3.2. Spring back after laser application 

The laser parameters were selected on the basis of material properties and the Gaussian 
distribution was used. To set the values of laser bending process, following steps calculation were 
used. Laser spot moving time by: ݐ = ݔ∆ ⁄ݒ , (1)

where ∆ݔ – distance travelled, ݒ – laser scanning speed. The distribution of heat flux density is 
considered to have uniform values with laser spot moving time ݐ can be calculated by using 
following formula: ݍ = ܲܣ4 ⁄݀ߨ . (2)

Here ܣ – absorption coefficient of metal sheet, ܲ – Laser output power. The energy lost during 
the heat transfer can be found by ݍ = ܶ)ߚ − ܶ°) equation, where ߚ – heat exchange coefficient 
(radiation and convection), ܶ° – Room temperature at test time. In Fig. 3 spring back values are 
shown in form of graphs after laser scanning. It is obvious that spring back values are high than 
the preload condition for all kind of understudy work pieces after laser scanning process. There 
are so many factors in laser bending process which effect on the spring back values which are: 1) 
input power (P), 2) scanning speed (S), 3) laser spot diameter (D), 4) laser scanning path [14-16]. 

In present report, results showed that after laser bending spring back values increased as 
compared to the mechanically clamping. Heating effect in laser bending plays an important role. 
High temperature helps in the movement of molecules/ atoms of material causing more plastic 
deformation. Previous studies showed that the as the laser power (P) increases, tensile strength of 
material decreases. The bending of materials decreases with the increase of scanning speed (S). 
Fig. 3(a) showed the Al-alloys spring back value after laser scanning. As it is explained earlier 
that due to malleable nature of Al alloys, it is easy to bend them even at low displacement (low 
application of force) at room temperature, but after laser scanning value of spring back increases. 
The output power for Al-alloys during the experiment is 700 W which helps to decrease the tensile 
strength causing more deformation. The scanning speed 10 mm/s is low which may have 
contributed to the low bending of Al-alloys here.  



EXPERIMENTAL STUDY OF SPRING BACK OF DIFFERENT SHEET ALLOYS BY PRE-LOAD LASER BENDING.  
SAIRA SAFDAR, GHAZALA SAFDAR, ALI RAZA, CHENGBAO JIANG 

432 © JVE INTERNATIONAL LTD. VIBROENGINEERING PROCEDIA. OCT 2016, VOL. 8. ISSN 2345-0533  

 
a) 

 
b) 

 
c) 

 
d) 

Fig. 3. Spring back after laser: a) Al-alloys, b) low carbon steel, c) stainless steel, d) titanium alloys 

For other understudy alloys in this experiment, the laser parameters laser power and scanning 
speed are same. Low carbon steel (perpendicular rolling direction) and stainless steel 304M alloys 
have shown high values of spring back in Figs. 3(b) and (c) respectively than spring back from 
preloaded clamping. In Fig. 3(d) there is a great improvement in spring back value of titanium 
alloys than room temperature values which showed that deformation increases while reducing the 
tensile strength and hardness of these alloys. And when laser power releases, elastic recovery 
improves.  

So the laser scanning method is more beneficial for those alloys that are more difficult to 
deform at low temperature. Since Al-alloys, low carbon steels and stainless steel have lower tensile 
strength and hardness, they can easily be shaped for different requirements. But titanium alloys 
have low plasticity so it is tough to use them. But laser bending technique could provide an 
efficient bending method for titanium alloys for practical applications. 

4. Discussion 

The comparison of spring back at room temperature and after laser application is given in bar 
graph form in Figs. 4(a) and (b). At room temperature after mechanically clamping in Fig. 4(a), 
all the understudy alloys except titanium alloys showed a large amount of spring back value even 
at low displacement. This showed that these alloys have a lot of deformation even after a small 
amount of force application. But titanium alloys have low spring back value at low displacement 
but as the applied bending force increased, these alloys have shown an increase in spring back. In 
Fig. 4(b) spring back values of the alloys increase which is due to the fact that laser power and 
scanning speed effect the tensile strength and hardness of materials. Which cause the more 
deformation of alloys even for titanium alloys which has highest tensile strength and hardness.  
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a) 

 
b) 

Fig. 4. Comparison of spring back of understudy alloys before and after laser application 

5. Conclusions 

From the above reported study, following conclusions can be drawn: 1) It is easy to deform 
Al-alloys, stainless steel and low carbon steels mechanically due to their low tensile strength and 
hardness but it is hard to deform titanium alloys at room temperature. 2) Thermal effect of laser 
helps to reduce the material resistance to deformation during bending process. 3) Spring back 
values increased during pre-loaded laser bending process for even titanium alloys. 4) Per-loaded 
laser bending is an ideal option for high strength alloys with poor plasticity. 

References 

[1] Gawade S., Nandedkar V. M. Spring back in sheet metal bending – a review. 2nd International 
Conference on Emerging Trends in Engineering, Journal of Mechanical and Civil Engineering, India, 
2009, p. 53-56. 

[2] Suchi Ivana Handbook of Die Design. McGraw Hill, 1998. 
[3] Ozgur T., Nedim G., Ulvi S. Determination of spring back of stainless steel sheet metal in V bending 

dies. Materials and Design, Vol. 29, 2008, p. 1043-1050. 
[4] Johnson W., Mellor P. B. Engineering Plasticity. Van Nostrand Co., London, New York, 1973. 
[5] Chan W. M., Chew H. I., Lee H. P., Cheok B. T. Finite element analysis of spring back of V-bending 

sheet metal forming processes. Journal of Materials Processing Technology, Vol. 172, 2006, p. 35-41. 
[6] Aurelian A. The Sheet Thickness Effect on Spring Back Phenomia. University of Galti Fascicle 

Technologies in Machine Building, 2008. 
[7] Thomas S. New Method to Calculate and Compensate Spring Back. Mashhad, Iran, 2008. 
[8] Dilip Kumr K. Thinning and spring back of aluminum sheet metal during L-bending operation. 

International Journal of Engineering Science and Technology, Vol. 2, Issue 10, 2010, p. 5120-5129. 
[9] Hani Aziz Ameen Effect of sheet thickness and type of alloys on the spring back phenomenon for 

cylindrical die. American Journal of Scientific and Industrial Research, 2012, p. 480-486. 
[10] Xiang Y., Hu L., Peng D., Huijuan X. Study of laser bending of a preloaded Titanium alloy sheet. 

Research on Manufacturing Technology, Vol. 5, 2010, p. 20-25, (in Chinese). 
[11] Liu C., Liu Liu S. H. J. L., Hu K. P., Xiao P. Study on shape and size precision control of titanium 

alloy in laser bending. Applied Laser, Vol. 31, 2011, p. 50-56. 
[12] Zhang Y. C., Wang X. F., Wang X. B., Guo J. Laser prestressed bending of titanium alloy sheet. 

Applied Mechanics and Materials, Vol. 633, Issue 634, 2014, p. 773-776. 
[13] Chinese Aviation Materials Handbook. Second Edition, China Standard Press, Vol. 4, 2002, 

p. 104-132, (in Chinese). 
[14] Shidid D. P., Hoseinpour Gollo M., Brandt M., Mahdanian M. Study of effect of process parameters 

on Titanium sheet metal bending sing Nd: YAG laser. Optics and Laser Technology, Vol. 47, 2013, 
p. 242-247. 

[15] Li L. Q., Chen Y. B., Zhang L. W., Feng X. S. Laser bending characteristics of Ti-6Al-4V Titanium 
alloy. The Chinese Journal of Nonferrous Metals, Vol. 15, 2005, p. 842-848, (in Chinese). 

[16] Wang X., Liu D., Li W., Xu L., Dong Y. Study of laser bending of a preloaded Titanium alloy sheet. 
Manufacturing Review, Vol. 1, 2014, p. 25. 



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles false
  /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 1.5
  /CompressObjects /Off
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /DetectCurves 0.1000
  /ColorConversionStrategy /UseDeviceIndependentColor
  /DoThumbnails true
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams false
  /MaxSubsetPct 100
  /Optimize false
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments true
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts true
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 300
  /ColorImageMinResolutionPolicy /OK
  /DownsampleColorImages false
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 600
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /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
  /CropGrayImages true
  /GrayImageMinResolution 300
  /GrayImageMinResolutionPolicy /OK
  /DownsampleGrayImages false
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 600
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /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 true
  /CropMonoImages true
  /MonoImageMinResolution 1200
  /MonoImageMinResolutionPolicy /OK
  /DownsampleMonoImages false
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 1200
  /MonoImageDepth 8
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages false
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /CreateJDFFile false
  /Description <<

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

    /HRV (Za stvaranje Adobe PDF dokumenata najpogodnijih za visokokvalitetni ispis prije tiskanja koristite ove postavke.  Stvoreni PDF dokumenti mogu se otvoriti Acrobat i Adobe Reader 5.0 i kasnijim verzijama.)
    /HUN <>
    /ITA <>
    /JPN <FEFF9ad854c18cea306a30d730ea30d730ec30b951fa529b7528002000410064006f0062006500200050004400460020658766f8306e4f5c6210306b4f7f75283057307e305930023053306e8a2d5b9a30674f5c62103055308c305f0020005000440046002030d530a130a430eb306f3001004100630072006f0062006100740020304a30883073002000410064006f00620065002000520065006100640065007200200035002e003000204ee5964d3067958b304f30533068304c3067304d307e305930023053306e8a2d5b9a306b306f30d530a930f330c8306e57cb30818fbc307f304c5fc59808306730593002>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020ace0d488c9c80020c2dcd5d80020c778c1c4c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /LTH <>
    /LVI <>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor prepress-afdrukken van hoge kwaliteit. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /POL <>
    /PTB <>
    /RUM <>
    /RUS <>
    /SKY <>
    /SLV <>
    /SUO <>
    /SVE <>
    /TUR <>
    /UKR <>
    /ENU (Use these settings to create Adobe PDF documents best suited for high-quality prepress printing.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
  >>
  /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 [4000 4000]
  /PageSize [612.000 792.000]
>> setpagedevice


