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Abstract

During the fabrication of very small or fine hole, usually referred to as micro-hole, technical difficulties often arise
due to limitation on the precision capability of tooling systems including those associated with alignment. The
present project attempts to develop a new process for piercing micro-hole, using high pressure water beam. In this
paper, a numerical model for the micro-hole manufacturing is developed which provides helpful insight into the
mechanics of the micro-hole forming process and the tooling design. The ALE (Arbitrary Lagrangian-Eulerian)
method of dynamic FEM model is used to simulate water hammer and the water beam penetration into the
workpiece material. An experiment for hydro-piercing process is also developed to validate the numerical model.
The effects of micro-hole parameters, diameter and workpiece thickness, and water pressure on the micro-hole
formation are investigated. It is found that the fracture occur near the die corner in workpiece material and that the
pressure increases dramatically when the ratio of hole diameter to thicknessislessthan 1.
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1. Introduction

There is an increasing demand for manufacturing micro holes. Micro holes have applicationsin,
electronic components, pneumatic sensors and manipulators, fluidic filters, fuel injection
nozzles, bio-medica filters, inkjet printer nozzles, optical apertures, high pressure orifices,
micropipettes, guides for wire-bonders and spinning nozzles [Masuzawa, T. et a., 2000].
Various micromachining methods such as microdrilling and micro-EDM can produce the holes
with a high degree of accuracy. However, their productivity is usually low and, this, limits
applicability. Micro forming processes due to their 160% average growth in world market of
electronic parts, will be of great importance, compared with the above less productive and
environmentally more polluting technologies [Geiger, 2001] [Kals, 1995] [Gieger, 1996]. There
have been many investigations about micro blanking and micropiercing processes, such as fine
hole piercing using viscoplastic pressure medium (VM process) [Kurosaki, 1990] [Rhim, 2005]
and ultra-fine piercing by fiber punch [Mori et a., 1998] [Kurimoto, 2004]. However, al these
research papers mostly discuss about technological problems like tool and machine accuracy,
punch material and piercing die making, and feasibility of piercing process.

Masuzawa [Masuzawa, 1990] developed a new method, called wire electro discharge grinding
(WEDG), for the machining fine pin shaped tools as small as 2.5um from tungsten carbide or
any other conductive material. He also made a special CNC micropunching machine, which
could also have WEDG and EDM functions. In this special micropunching system he made a
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punch, which also served as an electrode tool for EDMing the die. Therefore, this system was
free of an adjusting procedure and a very well aligned die set could be obtained in a very short
time, typically less than one hour. In this micro punching system no blank holder was used and
the die set had to be used on the CNC WEDG machine. Oh and his coworkers [Joo, 2001]
developed a micro hole punching system to make 100um diameter holes on brass sheet of 100um
thickness. In this work a downscaled conventional piercing die has been used, which consists of
a ground punch, a guiding blank holder and a micro electro discharge machined die. Among the
shortcomings of their method are difficult punch—die-blank holder alignment and difficulties
encountered in extension of their approach to multi punch dies. A new, rather simple and
economic ultra- fine piercing process using ceramic SIC fiber with a diameter of 14um, as a
punch has been proposed by Mori et al. [1998] and S. Kurimoto et al [2004, 2002]. However, it
was found that tool life was too short to put this method into practical use. In this method, SIC
fiber was used not only as a piercing punch but also a tool for making a die hole in perfect
alignment with the punch. There was no blank holder in this die set. Sasada et a. [2003, 2004]
conducted experiments and FEM analysis on small hole piercing. In their investigation, small
hole piercing is defined as piercing performed using punches that have smaller diameter than the
materia thickness. They reported that: 1) shearing force, stripping force and pushing force are
considerably affected by the friction between the punch flank and inner surface of pierced hole,
2) the use of tapered punch is effective for reducing frictional force, and 3) increasing the liner
portion at the punch tip increases the shearing force.

Small hole piercing by non-traditional manufacturing processes have been carried out by
researchers. Kurosaki et al. [1987, 1990] conducted the simultaneous punching on copper and
high-strength carbon steel foils of 5-100 um in thickness to fabricate holes of 50-100 um in
diameter with silicon polymer punch as a pressure medium and metal die. Takhashi et a. [1991]
carried out the blanking process on amorphous alloy sheets of 25um in thickness for large
complicate-shape products of several tens of mm in diameter with rubber punch and tungesen
carbide die. Watari et al. 2003] conducted punching of SUS304 sheets of 50 and 100 um in
thickness for single circular holes of 1-5 mm in diameter with urethane sheet as a pressure
medium and steel die.

In this paper, a numerica model for hydro-piercing micro-hole is developed by using ALE
method of dynamic FEM model to simulate the penetration of water beam into the workpiece
material. An experiment for hydro-piercing process is also developed to validate the numerical
model. The effects of micro-hole parameters, diameter and workpiece thickness, and water
pressure on the micro-hole formation are investigated.
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2. Development of the Numerical Model

High speed penetration of water beam into metallic workpiece introduces large deformations in
both the water and target involving solid-fluid interaction. The solid-fluid interaction can be
effectively modeled by ALE (Arbitrary Lagrangian-Eulerian) formulation. In ALE formulation,
the Lagrangian domain deals with the movement/deformation of the structure part, and Eulerian
domain handles the movement of fluid. Therefore, the ALE capability is used to model the solid-
fluid reaction between high speed water beam and metallic workpiece in this research. All
simulations are performed using the explicit non-linear FEA code LS-DYNA 970. The most
significant aspects of the FEM model includes geometrical discretization, applied boundary
conditions, material modeling and contact modeling and are detailed below.

21  Geometrical discretization

Five parts are required to model the hydro-piercing process, namely workpiece (sheet or foil), die
container, piercing die, and water beam as well as void mesh. Figure 1 (a) shows the ALE model
which presents the half of piercing process due to axi-symmetric nature of the process, while the
Figure 1 (b) and (c) present the Lagraingian and Eulerian domains respectively. The Lagrangian
domain covers die container, sheet/foil and piercing die. The void mesh and water beam define
the Eulerian domain. The numerical geometry is governed by the experiment set-up where the
sheet/foil thicknesses are 0.025 and 0.05 mm respectively,  diameters of water beam (also
diameters of micro-hole) are 0.015, 0.025, 0.05 and 0.1 mm, and piercing die corner angle is
0.005 mm. The sheet/foil is composed of 1200 elements characterized as single-point integration
solid Eulerian elements with single material and void, while the die container and piercing die
are modeled using Belyschko-Tsay elements of the Lagrangian formulation [Hallquist, 1998]
[LSDYNA 970 KEYWORD USER'S MANUAL]. In the ALE formulation the material is not
constrained to the original workpiece, therefore an void mesh is constrained to allow the water
flowing to penetrate the sheet/foil throughout the simulation. As the void mesh initially did not
contain any material, it is set as a void medium. It is necessary to model this void mesh large
enough to provide ample space for any possible materia flow, therefore it consists of 1300
Eulerian elements of single-point quadrature.

RiEETT
g
HIH Die Container
Piercing Die
() ALE model (b) Lagrangian Domain (c) Eulerian Domain

Figurel FEM Model for hydro-piercing
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2.2 Applied boundary conditions

To properly reflect the experimental set-up, all element nodal points of the piercing die and die
container are restricted from motion in all degree of freedom and the material of sheet/foil is
constrained along its outside nodal pointsin horizontal direction. The water beam is assigned the
appropriate velocity to form high speed water pressure effect. Material on noda points of the
void mesh and sheet/foil lying on the symmetric plan are constrained to move only within the
symmetry plane.

2.3  Workpiece material modeling

Workpiece materials used in this research are: aluminum foil and copper foil. Materia type
employed in defining workpiece behavior in this ALE-FEM simulation is an elastic-plastic
isotropic hardening with a bilinear stress-strain response. Material data of the aluminum is
obtained from Ref. [Chen, 1995] while the copper from Ref. [MatWeb], Table 1. Figure 2
illustrates the bilinear behavior of the flow stress vs. strain for aluminum. In comparison to the
power-law model the bilinear model provides excellent agreement at large strains while
discrepancies are evident at true strain levels less than 0.2. Because penetration produces large
strains in the target, the discrepancies at low strain levels are not expected to have an adverse
effect on the solution. Hence, the bilinear model is considered acceptable Ref. [Chen, 1995].

Table 1 Material properties of workpiece

00 ' ' ' Aluminum Copper
“ /”' - | Density 2.7 glo? 7939/ cn?
K Young's modulus 68.9 GPa 115 GPa
§ 200 ’ . Poisson ratio 0.33 0.33
.g ~—-—— Bilinear fit Hardening modulus 25.78 MPa 137.5 MPa
1oor Power law fit | Yield stress 340 MPa 195 MPa
) Plastic failure strain 0.8 0.8

Il 1 L
0.0 0.2 0.4 0.6 0.8 1.0
True strain

Figure2 Flow stressof Al foil [Chen, 1995]

During the piercing process, severe distortions of elements take place in the sheet/foil along the
interface of water-workpiece. Physically, these elements contain material which has been
severely deformed and provide little or no resistance to further penetration. However, severe
distortions in these elements can cause inversion of elements and hence numerical instability.
Numerical stability can be maintained by deleting these highly distorted elements based on a
selected failure criterion. If the deleted elements are indeed physically insignificant, then
elimination of them from further computation should not have an adverse effect on the fina
result. For the present research, because the workpiece behaves as an elastic-plastic material, a
failure criterion based on equivalent plastic strain (EQPS) is chosen to control element deletion.
In other words, when the EQPS of an element in the workpiece attains a critical value, this
element is instantly deleted from the further calculation. Based on the experimental data and
computational efficiency, the critical EQPS value for all subsequent calculationsisfixed at 0.8.
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Since the deformation of the tool is negligible in comparison to the workpiece and the water
beam, the tool was modeled as arigid entity. Properties of the tool material used in the material
model arelisted in Table 2.

3. Resultsand Discussion
FEM simulations are carried out with two different sheet/foil thickness, namely 0.025 mm and
0.05 mm (25 um and 50 um), and four hole diameters, namely 0.015, 0.025, 0.05 and 0.1 mm
(15, 25, 50 and 100 wm). During the simulation, the water beam is given a high initial velocity to
create enough pressure to deform the sheet/foil material and penetrate into the sheet/foil material
to make a hole. The simulation results are compared to the experimental data and are illustrated
in the following sections.

3.1  Some observation from FEM simulation and experiment

Table 2 shows the deforming behavior and shearing process of the workpiece foil during
penetration of water beam for different hole-diameters. It is seen from listed deformation pictures
that that shearing occurs and the fracture of workpiece material takes place near the die corner
area.

Tablel
Piercing FEM simulation (t = 0.025 mm)
time D/t=1.67 D/t=1.0 D/it=2.0 D/it=4.0 D/t=6.0

0.084 um % o %; f
0.11 um H % Fif
0.13 um wl %

The observed deformation behavior is different from that in conventional piercing process where
the shearing starts near the punch corner area and the fracture takes place inside the workpiece in
the shearing zone. This is because there exist a strong hydrostatic effect (compressive stress
state) on the upside of the workpiece foil which retards the shearing failure, while there exists a
tensile stress state around die corner area which is favorable for the occurrence of fracture.

PR

HEEEE

HoE

3.2  Piercing pressure
Figure 3 and 4 illustrate the relationship between the minimum pressure for the start of piercing

(critical pressure) and the ratio of diameter to foil thickness.
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Figure 3 Critical piercing pressure vs. D/t ratio for aluminum foil
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Figure4 Critical piercing pressure vs. D/t ratio for copper fail

It is seen that with the decrease of ratio of diameter to foil thickness, the piercing pressure
increases sharply. It is found that the pressure increases dramatically when the ratio of the hole
diameter to thickness is less than 1. For aluminum foil, the critical pressure to start piercing a
hole with diameter of 15 um (thickness of 25 um) is about twice that of 150 um with the same
foil thickness. In piercing copper foil, the critical pressure for 15 um hole is about 3 times that
for 150 um hole with the same foil thickness.

4. Conclusion

In this research, the feasibility of hydropiercing microhole by high pressure water is established.
A numerical model is develop for process optimization.

The process of hydro-piercing for micro-hole was analyzed by both analytical and numerical
methods. The deformation and shearing process of workpiece foil during the hydro-piercing
process are investigated. It is observed that the shearing and fracture occur near the die corner in
workpiece material which is different from that in conventional piercing process. The working
pressure obtained from the developed model can be used to design the micro-piercing/perforating
die

8-28



9" International LS-DYNA Users Conference Simulation Technology (2)

Acknowledgement

This work is supported by U.S. National Science Foundation under award No. DMI — O418683.
Authors would like to thank LSTC for using their FEA software LS-DYNA, and Dr. M. Farzin
for initial work in hydropiercing.

References

Chen, E. P., Numerical simulation of penetration of aluminum targets by spherical-nose steel rods, Theoretical and
Applied Fracture Mechanics, 22/2, (1995) 159-164

Geiger, M.; Kleiner, M.; Eckstein, R.; Tieder, N.; Engel, U., Microforming, Annals of the CIRP, 50/2, (2001) 445-
462

Hallquist, J.O., LS-DYNA Theoretical Manual, Livermore Software Technology Corporation, Livermore 1998
Joo, B.Y. et d., Development of Micro Punching System, Annals of CIRP, 50/1 (2001), 191-194

Kals, R., M. Geiger, et a, Effects of specimen size and geometry in metal forming, 2™ Int. Conf. On Advancesin
Materials and Processes Technologies, (1995), 1288-1297.

Kurimoto S. et al, Improvement of ultra-fine piercing by means of vacuum system, Advanced Technology of
Plasticity, 1, (2002), Proceedings of the 7th ICTP, Oct. 28-31, 2002, Y okohama, Japan

Kurimoto, S.; Hirota, K.; Tokumoto, D.; Mori, T., Improving high precision and continuous process of ultra-fine
piercing by SiC fiber punch, JSME international Journal: Series C, 47/1, (2004) 398-404

Kurosaki, Y., Studies on Microplastic Working, Advanced Technology of Plasticity, 2 (1990) 1059-1064
Kurosaki, Y ., Studies on microplastic working, Advanced Technology of Plasticity, 2, (1990) 1059-1064

Kurosaki, Y.; Fuishro, I.; Bann, K.; Okamoto, A., A manufacturing process using the impact pressure medium:
application to the piercing of fine holes, JISME international Journal, 30/262, (1987) 653-660

LS-DYNA 970 KEYWORD USER’'S MANUAL, Livermore Software Technology Corporation, Livermore, CA,
2003

Masuzawa, T., Fujino, M., A process for Manufacturing Very Fine Pin Tools, SME Technical Paper, (1990) M S90-
307

Masuzawa, T., State of the Art of Micromachining, Annals of the CIRP, 49/2, (2000) 473-488

MatWeb, http://www.matweb.com
Mori, T.; Nakashima, K.; Tokumoto, D., Ultra-fine piercing by SIC fiber punch, Proceedings of the International
Symposium on Micromechatronics and Human Science, Nagoya, Japan, Nov. 25-28, (1998) 51-56

Rhim, S. H.; Son, Y. K.; Oh, S. I., Punching of ultrasmall size hole array, Annals of the CIRP, 54/1 (2005)

Sasada, M.; Aoki, |., Elastic-plastic FEM analysis for piercing of small holes, Transactions of the Japan Society of
Mechanical Engineers, Part C, 69/2, February (2003) 496-501

Sasada, M.; Kobayashi, H.; Aoki, I., Influence of punch geometry on small hole piercing characteristics,
Transactions of the Japan Society of Mechanical Engineers, Part C, 70/3, March (2004) 867-872

Takahashi, F.; Nishimura, T.; Suzuki, 1., A mehtod of blanking from amorphous alloy foils using rubber tool, Annals
of the CIRP, 40/1 (1991) 315-318

Watari, H.; Ona, H.; Yoshida, Y., Flexible punching method using an elastic tool instead of a metal punch, Journal
of Materials Processing Technology, 137, (2003) 151-155

8-29



Simulation Technology (2) 9" International LS-DYNA Users Conference

8-30




<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /All
  /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 /Warning
  /CompatibilityLevel 1.4
  /CompressObjects /Tags
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJDFFile false
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /DetectCurves 0.0000
  /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 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

  /Description <<
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000500044004600206587686353ef901a8fc7684c976262535370673a548c002000700072006f006f00660065007200208fdb884c9ad88d2891cf62535370300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef653ef5728684c9762537088686a5f548c002000700072006f006f00660065007200204e0a73725f979ad854c18cea7684521753706548679c300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /DAN <>
    /DEU <>
    /ESP <>
    /FRA <>
    /ITA <>
    /JPN <>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020b370c2a4d06cd0d10020d504b9b0d1300020bc0f0020ad50c815ae30c5d0c11c0020ace0d488c9c8b85c0020c778c1c4d560002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken voor kwaliteitsafdrukken op desktopprinters en proofers. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /PTB <>
    /SUO <>
    /SVE <>
    /ENU (Use these settings to create Adobe PDF documents for quality printing on desktop printers and proofers.  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 /NoConversion
      /DestinationProfileName ()
      /DestinationProfileSelector /NA
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure true
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles true
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /NA
      /PreserveEditing true
      /UntaggedCMYKHandling /LeaveUntagged
      /UntaggedRGBHandling /LeaveUntagged
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [612.000 792.000]
>> setpagedevice


