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ABSTRACT. The joining of machine parts by plastic forming is a common 
method for transmitting forces and torque. In drive trains, the ‘knurled 
interference fit’ has a high transmission capacity through the combination of 
frictional connection and form fit. In the present study, the shaft specimen 
made of C45 steel is joined with an inner knurled hub made of 16MnCr5 
casehardened steel. The influence of the joining process parameters on the 
torsional fatigue strength of the shaft-hub connection is experimentally 
investigated in this paper. The most important parameter is the chamfer angle 
of the knurled hub, which determines the rate of strain hardening in the 
material and differs between the cutting and forming joining processes. This 
study shows that knurled interference fit connections, joined by forming, 
achieve a higher fatigue strength and a higher maximum static torque than 
connections joined by cutting. 
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INTRODUCTION  
 

 knurled interference fit (KIF) is a component connection that can be used in various applications, such as torque 
transmission connections. It combines the friction fit and form fit and creates a permanent part connection with a 
high power density of transmittable drive torques and axial forces. The connection of the components is established A 
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through the axial joining of a harder knurled component into a softer undersized component. While joining, a counter 
profile is incised by performing a plastic deformation on the surface of the softer component. 
For  decades, the principle of self-forming connections has  already been used for joining parts in fine mechanics [1]. 
Thomas [2] investigated a similar component connection back  in the late 60s. He estimated the fundamental joining of  
torque characteristics of the so-called “press fit with discontinuous groove” [2]. Not until 8 years ago, various approaches 
have been proposed to describe the static and cyclic torque and bending load capacity of the KIF. Bader reported the 
minimal hardness ratio of 1.8 [3] and developed empirical calculations for several material combinations. Further calculations 
of the static load capacity in studies reviewed by the authors are predicated on the shear failure or equivalent stress of the 
counter profile [3–6]. Some of these studies regard the strain hardening in relation to the shaft chamfer angle φ, which 
divides the joining process into cutting and forming joining [7]. Similar to chip removing processes, a sharp edge (φ = 90°, 
Figure 1b) of the harder knurled machine part cuts a groove into the softer part, forming a chip. In contrast, a chamfered 
edge (φ < 60°) generates a smooth radial forming process, which leads to a massive local plastic strain and an additional 
elastic radial pressure due to the Young’s-modulus-related spring-back effect. Depending on the contact pressure, axial loads 
can also be transmitted due to friction between the components. Concerning the high-cycle fatigue, the calculation approach 
in [5] is based on the local stress gradient according to the guideline Analytical Strength Assessment (FKM-Guideline) [8] 
in combination with the criterion of maximum shear strain. In [9], the authors of the industrial application of KIF in 
differential gear emphasize the high power density of the connection with simultaneous cost efficiency. 
In contrast to the introductory literature, the tool part in the present study is a harder hub with an inner-knurled bore hole 
(Fig. 1). The counter-profile formation is carried out on the shaft surface. Subsequently, the softer shaft component of the 
inversed knurled interference fit (I-KIF) is subjected to a more advantageous pressure stress state in contrast to the tensile 
stress portion of the softer component of the KIF (radial hub expansion). Only the authors in [10] investigated the load 
capacity and assembling characteristics of I-KIF. 
 

Knurled 
interference fit with ductile hub   

Knurled 
interference fit with hardened hub 

     
Figure 1: Geometry and material reversion of knurled interference fit 

 
Nevertheless, determining the fatigue strength of the KIF is challenging and has not yet been fully explored. 
In the present study, the high-cycle fatigue life of an inversed knurled interference fit (I-KIF) is investigated by means of 
experimental torque fatigue tests. Regarding the forming and cutting joining process, existing studies on fatigue strength of 
pre-strained specimen [11, 12] suggest a higher fatigue strength of the investigated materials.  
 
 
EXPERIMENTAL SETUP 
 

he aim of the experimental investigations is to estimate the fatigue limit of the I-KIF with steel-steel pairing, 
distinguishing between the two different joining processes.  
 

 
Specimen specification and testing procedure 
Figure 1a-d shows the geometry of the investigated hub specimen made of 16MnCr5 case-hardened steel. Due to the pulsing 
axial forming procedure, the knurling is created prior to  the heat treatment as described in [6]. The hardness of the shaft 
specimen made of C45 untreated steel was 233 HV. The connection interference is adjusted by the shaft diameter DoS. The 
slightly oversized shaft shoulder (Figure 1c) defines the supporting length of the connection by the parameter Lj. Table 1 
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summarizes all parameters used in the present study. Table 2 lists the material properties of the investigated specimens. 
According to [13] and [14], cyclic properties for torsion were determined by  a standardized tensile test at room temperature  
Figure 1d illustrates the assembled I-KIF connection. The joining of the shaft and hub was  performed at a joining velocity 
of vj = 0.5 mm/s. The coaxiality of the parts was guaranteed by the use of a tight tolerated guiding appliance during the 
joining process. Additionally, the diameter of the end shaft section was adjusted for guiding purposes. 
Similar to the conventional KIF, the type of joining process was determined by the chamfer angle of the harder joining part. 
In [10], different hub chamfer angles in ranges of φ = 5° to 90° were examined with the aim of developing an empirical 
calculation algorithm for the estimation of the joining forces and the torque capacity of I-KIF. Analogous to the shaft 
chamfer angle of external knurling, higher hub chamfer angle of I-KIF leads to lower joining forces, lower axially 
transmittable forces and lower maximal torque [10]. 
 

a) b) c)  d) 

Figure 1: Geometry parameters of inner knurled KIF, a)-b) hub parameter, c) shaft parameter, d) assembled shaft-hub-specimen 
 
After a rest period of 24 hours, the assembled specimen (Figure 2b) was mounted on  a fatigue test bench and exposed to 
an alternating harmonic torsional load ( 1R   ) powered by a hydraulic drive (Figure 2a). In order to determine the torsional 
fatigue, the staircase method [15] with the logarithmic load gradation was used.  
The maximum number of load changes was defined as 107 cycles due to the late fatigue break point of contact-based 
specimens.  A typical thin-walled specimen geometry cannot be implemented because of application related specimen. 
Therefore, the switch-off criterion during testing was the defined loss of torsional stiffness resulting in a turning angle of 
2°. Afterwards, magnetic crack detection was performed with the aim of reviewing the failure mechanism. Only specimen 
without visible cracks (Figure 4c) were rated as a “run out”. 
 

a) b) 
 
 

 

Figure 2: a) Test bench, b) Assembled specimen 
 
The fatigue limit estimated according to the method of Hück [16] corresponds to 50% reliability. 
 

/
0

A F
a a d     

 

In this relation, a  is the fatigue limit, 0a  is the lowest level of the load staircase, and d  is the logarithmic interval depending 

on the standard deviation. Values F  and A  correspond to the sum of events at evaluated staircase levels as well as the 
multiplication with its ordinal numeral according to [15], [16]. 
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Parameter Symbol Value 

Hub diameter  DiH 45 mm 

Hub outer diameter  DoH 95 mm 

Joining length  Lj 5 mm 

Hub chamfer angle   φ 15°, 90° 

Geometric interference  Igeo 0.4 mm 

Shaft diameter  DoS 45.4 mm 
 

Table 1: Geometry parameters of investigated inner knurled interference fit connection 
 

 
Yield stress, 

 MPa 
Tensile strength, 

MPa 
Strain to 

rapture,  % Hardness 

16MnCr5  426 
(untreated) 

632 
(untreated) 

26.9 
(untreated) 

785 HV  
(case hardened) 

C45 387 
(untreated) 

664 
(untreated) 

25.7 
(untreated) 

233 HV  
(untreated) 

 

Table 2: Material properties. 
 
Results 
In comparison to the presented references, the maximum joining force (Figure 3a) of connections joined by cutting (φ = 
90°) is also lower than the one of the formed connection (φ = 15°). In contrast to the cutting method, where material is 
separated through chip formation, forming methods generate a higher friction force due to higher deflected radial forces. 
Characteristic curve features of the joining forces can be extracted as well as described in [14]. Compared to forming joining, 
for  cutting I-KIF a higher slope can be determined at the beginning of the joining process (Figure 3a). The bend at approx. 
1 mm of the stroke represents the pure cutting force. The following increase of the force can be linked to the increasing 
friction force due to the passive cutting force and growing contact area.  

 

 
                                                             (a)                                                                                                   (b) 
                   

Figure 3: a) Joining forces of cutting and forming I-KIFs, b) Fatigue test results related to smooth surface of Ø45 
 
According to the Coulomb friction and the pressure-force-area-expression, the frictional force will grow with stroke. The 
last section of the joining curve (φ = 90°) corresponds to the pure friction force at fully shaped joining length Lj. This force 
level also corresponds to the maximal axially transmittable force of the connection. 
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At the end of the joining section at joining length Lj the chip folds over (Figure 4) and remains a part of the shaft. The lower 
joining forces of cutting I-KIF indicate a lower local plastic strain at the groove root, which leads to lower strain hardening 
(Figure 3a). As reported by Lätzer [4], cutting joining of a KIF leads to a lower static torsional capacity. It is therefore 
assumed that both, the lower plastic strain and lower radial residual pressure, affect the cyclic properties of the cutting I-
KIF. 

 

 
                                                      a)                                             b)                                                   c) 
 

Figure 4: Detected fatigue cracks at the shaft notch, material C45, Igeo = 0.4 mm, a) φ =90°, b) φ =15°, c) Global cracks. 
 
Figure 3b compares the results from fatigue testing, where the stress values are related to the smooth shaft surface of 
Ø45 mm. The arrow points represent a run-out specimen related to 107 cycles. Below this cycle limit, the depicted points 
correspond to a failure in the low-cycle fatigue region. The results of the magnetic crack detection show a typical crack 
propagation of 45° for the applied torsional load (Figure 4c). 
An approximately 14% higher fatigue limit of the strain-hardened test samples (φ = 15°) is observed in comparison to the 
broaching type (φ = 90°). This is similar to the static torque transmissibility of the I-KIF.  
Referring to the fatigue limit of the smooth shaft net area, the estimated high-cycle limits result in a fatigue notch factor of 
1.7 for the cutting I-KIF, compared to 1.4 for a formed connection according to the German standard for load capacity 
calculation of shafts and axles DIN 743 [14].  
Although a  positive effect of plastic pre-strain on fatigue strength was observed in basic research [11], [12] the grain structure 
evaluation in Figure 5 shows similar grain refinement on the surface near the area of both, cutting and forming joining 
process. Therefore, the increase of fatigue limit rather has to be linked to the higher groove pressure of formed knurling. In 
[14], higher residual pressure stresses were estimated for the presented connection. Additionally in Figure 5b, the grain 
structure underneath the surface of the formed shaft knurling shows a stretched pattern, which can also be associated with 
higher radial pressure. 
 

 
                                       a)                                                         b)                                                             c) 
 

Figure 5: Grain structure of a) the cut shaft knurling (φ =90°), b) the formed shaft knurling (φ =15°). c) Location of grain evaluation 
 
 
CONCLUSION 
 

he present work has introduced the experimental investigations of the inversed knurled interference fit, which is a 
novel connection type for transmitting torque with high power density. By moving away from the pairing conditions 
of the well-known knurled interference fit (knurled and harder shaft) to the connection of the inner-knurled 

hardened hub with the softer smooth shaft, beneficial residual compression stresses are achieved in the shaft. The presented 
results also show the influence of the hub chamfer angle on the high-cycle fatigue of the connection. Concerning forming 
joining, a 14% higher endurance limit was achieved by using a hub chamfer angle of φ = 15° due to higher radial residual 
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stresses achieved during the joining process. As a result, not only a higher fatigue limit is achieved but also a higher capacity 
of axial forces in forming I-KIF is reached. 
Despite the limitations of the cutting I-KIF, some applications with thin-walled hubs require a small radial expansion, which 
a forming I-KIF cannot perform. In addition, the designing of a hub chamfer angle above φ =15° can lead to less radial 
stresses due to a better cutting edge. Appropriate geometry parameters can therefore be chosen depending on the 
requirements of the component connection. 
 
 
ACKNOWLEDGEMENT 
 

he authors would like to thank the DFG (German Research Foundation) , which made the research project no. 
249500173 possible. 
 
 

 

REFERENCES 
 
[1] Hildebrand, S. (1980). Feinmechanische Elemente. Berlin: VEB Verlag Technik. 
[2] Thomas, K. (1969). Die Presspassung mit unterbrochener Fuge“, PhD-Thesis, Technische Universität Hannover. 
[3] Bader, M. (2009). Das Übertragungsverhalten von Pressverbänden und die daraus abgeleitete Optimierung einer 

formschlüssigen Welle-Nabe-Verbindung“, PhD-Thesis, Technische Universität Graz, Graz. 
[4] Lätzer, M. (2016). Joining and transmission behaviour of torsional stressed steel-aluminum knurled interference fits“, 

PhD-Thesis, Technische Universität Chemnitz, Chemnitz, Germany. 
[5] Mänz, T., Auslegung von Pressverbindungen mit gerändelter Welle, PhD-Thesis, Technische Universität Clausthal, 

Clausthal. 
[6] Suchý, L., Leidich, E., Gerstmann, T. and Awiszus, B.  (2018). Influence of Hub Parameters on Joining Forces and 

Torque Transmission Output of Plastically-Joined Shaft-Hub-Connections with a Knurled Contact Surface, Machines, 
6(2). 

[7] Kleditzsch, S., Awiszus, B., Leidich, E. and Lätzer, M. (2015). Numerical and Analytical Investigation of Steel–
Aluminum Knurled Interference Fits: Joining Process and Load Characteristics, Journal of Materials Processing 
Technology, 219, pp. 286–294. 

[8] Rennert, R., Kullig, E., Vormwald, M. and Siegele, D. (2012). Analytical Strength Assessment 6.th Edition, 6. Aufl. 
Forschungskuratorium Maschinenbau (FKM), 2012. 

[9] Coban, H., Silva, K. M. D., and Harrison, D. K. (2009). Mill-knurling as an alternative to laser welding for automotive 
drivetrain assembly, CIRP Annals, 58(1), pp. 41–44. 

[10] Suchý, L., Leidich, E., Hasse, A., Gerstmann, T. and Awiszus, B. (2018). Inner knurled interference fit as a further 
development of the conventional knurled interference fit, in VDI-Berichte 2337, Stuttgart. 

[11] Ruffing C. et alii (2015). Fatigue Behavior of Ultrafine-Grained Medium Carbon Steel with Different Carbide 
Morphologies Processed by High Pressure Torsion, Metals, 5(2), pp. 891–909. 

[12] Kang, M., Aono, Y. and Noguchi, H. (2007). Effect of pre-strain on and prediction of fatigue limit in carbon steel“, 
International Journal of Fatigue, 29(9), pp. 1855–1862. 

[13] ISO 6892-1, Metallic Materials—Tensile Testing—Part 1: Method of Test at Room Temperature,. Geneva: International 
Organization for Standardization, (2017). 

[14] DIN 743, Calculation of load capacity of shafts and axles. DIN Deutsches Institut für Normung e. V., (2012). 
[15] DIN 50100, Load controlled fatigue testing - Execution and evaluation of cyclic tests at constant load amplitudes on 

metallic specimens and components. (2016). 
[16] Hück, M. (1983). An improved procedure for the evaluation of staircase step tests (German: Ein verbessertes Verfahren 

fur die Auswertung von Treppenstufenversuchen)“, Zeitschrift Werkstofftechnik, 14, pp. 406–417. 

T 



<<
  /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 0.0000
  /ColorConversionStrategy /CMYK
  /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 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 true
  /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 300
  /GrayImageMinResolutionPolicy /OK
  /DownsampleGrayImages true
  /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 ()
  /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 [2400 2400]
  /PageSize [612.000 792.000]
>> setpagedevice


