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Abstract: Broadly, understood additive manufacturing techniques expand the spectrum of production of machine parts that are used in various types of devices. However, the 
requirements to ensure dimensional and shape accuracy require the determination of appropriate material allowances or clearances to enable correct assembly. For the above 
reasons, the study presents an analysis of the impact of the assumed geometry modifications on the possibility of assembling a splined connection manufactured using selected 
AM techniques. The work focused on the analysis of changes in geometry resulting from the technology used. Using the Atos II Triple Scan optical measurement system and Gom 
Inspect software, the possibility of installation was determined for four variants of the splined shaft connection geometry, resulting from the technologies used. 
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1 INTRODUCTION  
 

Geometric accuracy is one of the fundamental qualifiers 
for the correctness of manufacturing processes for machine 
and device parts. It is the result of many components 
constituting the overall effect of the production process. In 
order to provide it, it is necessary to integrate CAD / CAM / 
RP / CMM (Computer Aided Design / Computer Aided 
Manufacturing / Rapid Prototyping / Coordinate Measuring 
Machine) systems, which create a holistic environment for 
the production of products, regardless of the field of 
application [1]. 

Determining the accuracy of manufacturing parts with 
complex geometry, produced in the RP process, can be 
carried out using coordinate measuring techniques. The 
integration of computer-aided design (CAD), manufacturing 
(CAM / RP) systems and coordinate measuring methods 
(CMM) allows for a significant acceleration of the 
production process of high-quality machine parts. This is 
especially important in the case of manufacturing assembly 
elements, for which the dimensions responsible for their 
correct assembly are extremely important [2, 3]. 

 The topic covered in this study aims to illustrate 
problems and phenomena affecting the accuracy of splined 
connections manufactured using selected additive 
techniques. The task undertaken in the research work resulted 
from the lack of reliable information regarding the size of 
geometry deviations resulting from the manufacturing 
techniques and materials used [4, 5]. The information 
provided by manufacturers of materials as well as 3D 
printers, does not offer a complete picture of geometry 
deformations resulting from the manufacturing method used. 
Moreover, there is a lack of studies containing guidelines for 
predicting appropriate assembly clearances when designing 
splined connections. This is an important issue because these 
connections are indirectly responsible for the correct 
operation of, for example, gear transmissions [6]. The 
research performed concerned the analysis of spline 
connections manufactured using Fused Filament Fabrication 
(FFF) and PolyJet technologies [7-9]. PLA and RGD720 
photopolymer resin materials were used for the 

manufacturing processes. Research models were developed 
for a gear mounted on a shaft. 

In the conducted research, considerations regarding the 
analysis of the accuracy of the gear ring geometry were 
omitted. The interpretation of the measurement results 
focuses on the impact of the size of the designed clearances 
of the splined connection on its correctness or the possibility 
of its assembly. The presented results were based on 
measurements of a series of 5 samples with the same 
geometry for each defined clearance size and manufacturing 
method. Due to the scope of the study, selected representative 
analyzes are presented. 
 
2 RESEARCH ISSUES   

 
The objective of this study was to assess the impact of 

the size of assembly clearances, predetermined at the stage of 
modeling the geometry of a spline connection dedicated to 
manufacturing using selected incremental manufacturing 
techniques. Due to the geometry deformations inherent 
during production, it was imperative to investigate the 
influence of base geometry shape on subsequent correct 
assembly of the splined connection. 

The scope of the study encompasses: 
•  Conducting the process of modeling the geometry of 

splines with nominal geometry and with assumed 
assembly clearances (Fig. 1). 

•  Production of 5 series of prototypes for each designed 
geometry and manufacturing method (Fig. 2) [10, 11]. 

•  Carrying out post-processing to properly prepare 
research samples. 

•  Carrying out measurement processes and analyzing 
model accuracy using the GOM Inspect software (Fig. 3, 
4). 

•  Comparative analysis of the results obtained in relation 
to real research models, considering nominal geometry 
without geometric correction. 
 
The design work carried out included the development 

of the geometry of a splined connection, the geometry of 
which is the same for the hole and the shaft. Then, 
manufacturing clearances were assumed at the level of 0.1 
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mm, 0.15 mm and 0.2 mm, respectively, which were taken 
into account on the designed shaft (Fig. 1). The gear wheel 
was treated according to the principles of a constant hole, and 
thus the hole parameters were constant. 
 

 
Figure 1 STL models of test bodies 

 
Using FFF and PolyJet additive manufacturing methods, 

a series of 5 test models of gears and shafts for each designed 
geometry were manufactured using the Prusa MK3 device 
and 3D Objet 350 Connex [12]. 

 

 
Figure 2 Research prototypes produced in technology: a) FFF, b) PolyJet 

 
 

 
Figure 3 Measurement using the optical 3D scanner Atos II Triple Scan: a) Gear, 

b) shaft 
 
The measurement processes were conducted using the 

Atos II Triple Scan optical 3D scanner (Fig. 3, 4). 
Consequently, in order to be able to digitize the contact 
surface of the detail with the measuring table and the 
geometry located outside the camera observation area, it was 
necessary to measure it in two independent measurement 
series. The measurement process was configured in such a 

way that each of the two series was carried out for the 
position of the part placed in a given plane of the table as well 
as in a plane rotated by 180 degrees [13]. However, this 
required the arrangement of reference points such that at least 
three of them are visible in both measurement series to enable 
individual geometries to be aligned [14]. 

 

 
Figure 4 Measurement data 

 
3 EXPERIMENTAL AND RESULTS 
 

The Atos II Triple Scan optical coordinate scanner 
software enables analysis of the accuracy of machine parts, 
presenting results both quantitatively and through colorful 
deviation maps. The use of an optical 3D scanner and the 
methodology developed for measuring gears [14] is 
adaptable to other geometrically complex machine parts 
manufactured using additive techniques. The software 
ensures metrologically precise measurement of characteristic 
geometric features determining measured geometry 
accuracy. 

 By overlaying the surface geometry obtained 
through optical scanning onto the reference 3D-CAD model, 
a global analysis was conducted to visually assess the impact 
of spline geometry modification on dimensional shape 
changes resulting from manufacturing technology and 
materials used. Additionally, geometry analyses in sections 
normal to the axis were presented for individual cases. These 
tests were conducted for all samples analyzed in relation to 
the nominal geometry (Fig. 5-24). The deviation maps 
provided in the drawings offer information about their 
distribution both visually and quantitatively, facilitating 
comparison with the nominal model for better analysis. 
 
3.1 Analysis of the Geometry of Prototypes Manufactured 

using PolyJet Technology 
 
First, prototypes made using PolyJet technology were 

analyzed. The geometry of the gear bore was used as the 
assembly reference base. It was in relation to it that analyzes 
of the possibility of correct installation were carried out. 
According to the tests conducted, the gear wheel hole was 
reduced by +0.03 to +0.13 mm (Fig. 5, 6). It depends on the 
complexity of the geometry and its location on the 
manufactured object. Additionally, the type of material and 
the degree of its flow have an influence. To visualize 
geometry deformation better, analyses were performed in 
three sections. However, due to space limitations, only one 
example is presented, depicting deviation maps in half the 
width of the opening (Fig. 6), with similar values observed in 
other cross-sections. Preliminary information obtained from 
the analysis indicates the inability to achieve correct 
connection for models without geometry correction. 
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Figure 5 Global analysis of the gear geometry – PolyJet nominal model 

 

 
Figure 6 Cross-sectional analysis of the gear model– PolyJet nominal model 

 

 
Figure 7 Global analysis of the shaft geometry – PolyJet nominal model 

 
In order to determine the values of clearances necessary 

for the correct assembly of the splined connection, the 
geometry of individual shafts was analyzed. Initially, global 
surface deviation maps were prepared for each geometry 
(nominal and offsets of 0.1 mm, 0.15 mm, 0.2 mm) (Fig. 7-

10). These revealed that only increasing clearance to 0.15 
mm enabled connection assembly (Fig. 9). 

The deviation values for the nominal geometry and an 
offset of 0.1 mm do not ensure connection mounting 
feasibility. Modifying geometry by 0.2 mm (Fig. 10) results 
in excessive play, leading to incorrect assembly. 
 

 
Figure 8 Global analysis of the shaft geometry – PolyJet offset 0.1 mm 

 

 
Figure 9 Global analysis of the shaft geometry – PolyJet offset 0.15 mm 
 
In order to detail the analyzes performed, additional 

detailed maps of deviations were prepared in the form of 
inspection cross-sections (Fig. 11-14). This article includes 
representative analyzes performed at half the length of the 
shaft. In total, three cross-sections along the entire length of 
each prototype were made, and the results obtained are 
consistent with those presented. 

As a result of comparing sample analyzes performed for 
individual research models, it is possible to observe the 
occurrence of geometry changes confirming and specifying 
the global analyzes (Figs. 9-11). The distributions of 
deviations presented in the figures below do not require 
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detailed commentary, as they clearly illustrate the differences 
between the individual cases examined. 

 

 
Figure 10 Global analysis of the shaft geometry – PolyJet offset 0.2 mm 

 

 
Figure 11 Cross-sectional analysis of the shaft model – PolyJet nominal model 

 

 
Figure 12 Cross-sectional analysis of the shaft model – PolyJet offset 0.1 mm 

 

 
Figure 13 Cross-sectional analysis of the shaft model – PolyJet offset 0.15 mm 

 
Additional analyzes in the form of inspection sections 

showed that a geometry correction of 0.15 mm ensures 
correct assembly of the connection. As depicted in Fig. 13, 
the geometry deviations in the range ‒0.14 to ‒0.03 mm 
provide compensation for hole production errors. Thanks to 
this, preliminary analyzes in the form of global deviation 
maps were confirmed. Additionally, this was confirmed by 
tests on real models. The result was the inability to assemble 
the connection for nominal geometries as well as models 
made with an offset of 0.1 mm, and excessive clearance for 
prototypes made with an offset of 0.2 mm. 
 

 
Figure 14 Cross-sectional analysis of the shaft model – PolyJet offset 0.2 mm 

 
3.2 Analysis of the Geometry of Prototypes Manufactured 

using FFF Technology 
 
Similar to prototypes manufactured using PolyJet 

technology, analyses were conducted for models produced 
using the FFF method. Analyzes performed for the geometry 
of the gear wheel hole showed geometry deviations ranging 
from ‒0.14 to +0.1 mm (Fig. 15, 16). These results suggest 
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the occurrence of partial shrinkage for the material and 
manufacturing technology employed. 

To determine necessary clearance values for correct splined 
connection assembly, individual shaft geometries were 
analyzed. Initially, global surface deviation maps were 
generated for each geometry (nominal and offsets of 0.1 mm, 
0.15 mm, 0.2 mm) (Fig. 17-20). The findings indicated that 
increasing clearance to 0.1 mm might facilitate connection 
assembly (Fig. 18). 
 

 
Figure 15 Global analysis of the gear geometry – FFF nominal model 

 

 
Figure 16 Cross-sectional analysis of the gear model – FFF nominal model 

 
In this case, only deviation values for nominal geometry 

do not ensure the possibility of mounting the connection. 
With geometry modifications of 0.15 mm and 0.2 mm (Fig. 
19, 20), connections exhibit excessive looseness, resulting in 
incorrect assembly. 

For detailed analyses, additional deviation maps were 
prepared in the form of inspection cross-sections (Fig. 21-
24). 

Comparing sample analyses for individual research models 
reveals geometry changes, confirming and specifying global 
analyses (Figs. 17-20). Similar to previous analyses, 

deviation distributions in the figures below do not require 
detailed commentary, as they clearly illustrate differences 
between examined cases. 
 

 
Figure 17 Global analysis of the shaft geometry – FFF nominal model 

 

 
Figure 18 Global analysis of the shaft geometry – FFF offset 0.1 mm 

 

 
Figure 19 Global analysis of the shaft geometry – FFF offset 0.15 mm 
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Figure 20 Global analysis of the shaft geometry – FFF offset 0.2 mm 

 

 
Figure 21 Cross-sectional analysis of the shaft model – FFF nominal model 

 

 
Figure 22 Cross-sectional analysis of the shaft model – FFF offset 0.1 mm 
 
Further analyses through inspection sections indicated 

that a 0.1 mm geometry correction ensures correct 

connection assembly. As depicted in Fig. 22, geometry 
deviations ranging from ‒0.25 to ‒0.02 mm compensate for 
hole production errors, confirming preliminary analyses 
through global deviation maps. Additionally, this was 
confirmed by tests on real models. The result was the 
inability to assemble the connection for nominal geometries 
and excessive clearance for prototypes manufactured with 
offsets of 0.15 mm and 0.2 mm. 

 

 
Figure 23 Cross-sectional analysis of the shaft model – FFF offset 0.15 mm 

 

 
Figure 24 Cross-sectional analysis of the shaft model – FFF offset 0.2 mm 

 
4 CONCLUSIONS 
 

The methodology outlined in this article facilitates 
a swift  and efficient assessment of the impact of modifying 
the geometry of a spline connection on its assembly 
possibilities. The results of the analyzes were presented, 
taking into account the selected manufacturing technologies 
and materials used. Through comprehensive analyses and 
inspection cross-sections, any geometric irregularities were 
graphically visualized, allowing for the determination of their 
deformation extent. 
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Based on the conducted tests and the results presented, it 
is evident that the outcomes vary for the designed geometry, 
contingent upon the manufacturing technique and material 
employed. In the case of Fused Filament Fabrication (FFF) 
technology using PLA material, modifying the geometry by 
a 0.1 mm offset was sufficient to ensure proper assembly, as 
depicted by the deviations illustrated in Figs. 16 and 22. This 
resulting connection guarantees correct assembly with slight 
perceptible resistance, validated through physical model 
testing (Fig. 25). 
 

 
Figure 25 Checking the correctness of the prototypes geometry made using the 

FFF method 
 
Regarding the results pertaining to PolyJet technology 

with RGD720 material, achieving correct assembly 
necessitated modifying the geometry by a 0.15 mm offset, 
demonstrated by the deviations shown in Figs. 6 and 13. 
Similarly to PLA, the connection thus obtained ensures 
proper assembly with slight perceptible resistance, as 
confirmed through physical model testing (Fig. 26). 

 

 
Figure 26 Checking the correctness of the prototypes geometry made using the 

PolyJet method 
 
The research, analyses, and tests conducted on physical 

models demonstrate consistent findings. However, it should 
be noted that geometry deviations increased for prototypes 
manufactured using PolyJet technology. In the case of FFF 
technology, increasing the offset of the shaft spline profile by 
0.05 mm was necessary for proper connection assembly. 

The tests and examinations conducted exhibited 
repeatability and yielded convergent results across all 
samples. Building upon this foundation, further research 
endeavors are planned to explore various manufacturing 
clearance sizes across a broader range of spline connection 
dimensions. 

 
5 REFERENCES 
 
[1] Dziubek, T., Budzik, G., Kawalec, A., Dębski, M., Turek, P., 

Oleksy, M., Paszkiewicz, A., Poliński, P., Kochmański, Ł., 
Kiełbicki, M., Józwik, J., Kuric, I. & Cebulski, J. (2020). 

Strength of threaded connections additively produced from 
polymeric materials. Polimery, 67(6), 261-270.  
https://doi.org/10.14314/polimery.2022.6.4 

[2] Budzik, G., Woźniak, J., Paszkiewicz, A., Przeszłowski, Ł., 
Dziubek, T. & Dębski, M. (2021). Methodology for the quality 
control process of additive manufacturing products made of 
polymer materials. Materials, 14, 2202.  
https://doi.org/10.3390/ma14092202 

[3] Wieczorowski, M., Budzik, G., Gapiński, B. & Dziubek, T. 
(2022). Determining the Assumptions for the Selection of 
Measurement Methods for Products Manufactured with 
Incremental Methods. Tehnicki Glasnik, 16(2), 258-263.  
https://doi.org/10.31803/tg-20220408113840 

[4] Gibson, I., Rosen, D., Stucker, B. & Khorasani, M. (2021). 
Materials for additive manufacturing. Additive Manufacturing 
Technologies, 379-428. 
https://doi.org/10.1007/978-3-030-56127-7_14 

[5] Ian, C., Olaf, D., Joseph, K., Noah, M. & Terry, W. (2021). 
Wohlers Report 2019: Additive Manufacturing and 3D 
Printing State of the Industry. van Rensburg, J., Ed., Wohlers 
Associates, Inc.: Fort Collins, CO, USA. 

[6] Zajdel, M., Pisula, J., Sobolewski, B., Sanocki, T., 
Majcherczyk, H., Budzik, G. & Oleksy, M. (2022). 
Geometrical accuracy of injection-molded composite gears. 
Polimery, 67(7-8), 324-336.  
https://doi.org/10.14314/polimery.2022.7.5 

[7] Budzik, G., Dziubek, T., Przeszłowski, Ł. P., Sobolewski, B., 
Dębski, M. & Gontarz, M. E. (2023). Study of unidirectional 
torsion of samples with different internal structures 
manufactured in the MEX process. Rapid Prototyping Journal, 
29(8), 1604-1619. https://doi.org/10.1108/RPJ-09-2022-0332 

[8] Buswell, R. A., Leal de Silva, W. R., Jones, S. Z. & 
Dirrenberger, J. (2018). 3D printing using concrete extrusion: 
A roadmap for research. Cement and Concrete Research, 112, 
37-49. https://doi.org/10.1016/J.CEMCONRES.2018.05.006 

[9] Fuwen, H., Mikolajczyk, T., Pimenov, D. Y. & Gupta, M. K. 
(2021). Extrusion-based 3D printing of ceramic pastes: 
Mathematical modelling and in situ shaping retention 
approach. Materials, 14, 1137.  
https://doi.org/10.3390/MA14051137 

[10] ISO/ASTM52921-13 (2019) Standard Terminology for 
Additive Manufacturing-Coordinate Systems and Test 
Methodologies. 

[11] ISO/ASTM52915-20 Specification for Additive 
Manufacturing File Format (AMF) Version1.2. 

[12] Turner, B. N. & Gold, S. A. (2015). Are view of melt extrusion 
additive manufacturing processes: II. Materials, dimensional 
accuracy, and surface roughness. Rapid Prototyp. J., 21, 250-
261. https://doi.org/10.1108/RPJ-02-2013-0017 

[13] Dziubek, T. (2018). Application of coordination measuring 
methods for assessing the performance properties of polymer 
gears. Polimery, 63(1), 49-52. 
https://doi.org/10.14314/polimery.2018.1.8 

[14] Dziubek, T. & Oleksy, M. (2017). Application of ATOS II 
optical system in the techniques of rapid prototyping of epoxy 
resin-based gear models. Polimery, 62(1), 44-51. 
https://doi.org/10.14314/polimery.2017.044 

 
 
Authors’ contacts: 
 
Grzegorz Budzik, Prof. PhD, DSc, Eng. 
Rzeszów University of Technology, 
Al. Powstańców Warszawy 12, 35-959 Rzeszów, Poland 
gbudzik@prz.edu.pl 
 



Grzegorz Budzik et al.: A Analysis of the Impact of Geometry Modifications on the Fit of Splined Shaft Connections Manufactured Using Selected AM Methods 

296                                                                                                                                                                               TECHNICAL JOURNAL 18, 2(2024), 289-296 

Tomasz Dziubek, PhD, DSc. Eng. Associate Prof. 
(Corresponding author) 
Rzeszów University of Technology, 
Al. Powstańców Warszawy 12, 35-959 Rzeszów, Poland 
tdziubek@prz.edu.pl 
 
Małgorzata Gontarz, MSc, Eng. 
Rzeszów University of Technology, 
Al. Powstańców Warszawy 12, 35-959 Rzeszów, Poland 
m.gontarz@prz.edu.pl 
 
Bartłomiej Sobolewski, DSc. Eng. 
Rzeszów University of Technology, 
Al. Powstańców Warszawy 12, 35-959 Rzeszów, Poland 
b_sobolewski@prz.edu.pl 
 
Małgorzata Zaborniak, DSc. Eng. 
Rzeszów University of Technology, 
Al. Powstańców Warszawy 12, 35-959 Rzeszów, Poland 
mzab@prz.edu.pl 

 
 
 
 



<<
  /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


