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Abstract—A NbTi superconducting joint technology applied for
MRI/NMR has been developed with a cold-pressing method. The
plastic deformation microstructure of the fabricated joint was
investigated by using scanning electron microscopy and optical mi-
croscope. The joint resistances were tested using coil current decay
method. The contact resistance properties of the superconducting
joint were investigated. The evolution of plastic deforming and
the electrical contact characteristics of the NbTi superconducting
joint are discussed. It is believed that the contact resistance is
composed of constriction resistance and film resistance. With the
pressure increasing, the dominant factor is changed from the
film resistance to the constriction resistance. Finally, the joint
resistance is inversely proportional to the cubic root of applied
pressure. The joint resistance correlates with the increase in plastic
deformation with increased pressure.

Index Terms—Cold-pressing, contact resistance, plastic defor-
mation, superconducting joint.

I. INTRODUCTION

R ECENTLY a series of superconducting magnets with the
characteristics of high homogeneity and high stability

were constructed in our laboratory, including the 400 MHz
superconducting nuclear magnetic resonance spectrometer
(NMR) magnet [1] and the 9.4 T large bore magnetic resonance
imaging (MRI) magnet [2], [3]. For MRI/NMR measurements,
field stability higher than ∼0.1 ppm/h is required. To achieve
this, the main coils of the magnet are joined in series with
superconducting joints and the magnets are operated in per-
sistent mode. Field stability of a magnet depends on the re-
sistance in the coil circuit and inductance. The total resistance
in the circuit is equal to the summation of wire resistance in
each coil and joint. The superconducting wire resistances can
be ignored in case there is a considerable current margin in
the magnet design. The contribution from joint resistance is
basically a summation of resistances of all interconnections
in the circuit. To achieve satisfactory magnetic field stability
in the MRI/NMR system, the joints between magnet and its
switch, and those between different sections of the magnet must
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be made with great care. It is necessary that the resistance
of the superconducting joints should be extremely low for the
persistent current decay.

There are three mainly methods to make the NbTi multi-
filamentary wire joints; they are cold-pressing, solder welding
and diffusion bonding. Among them, solder welding is com-
monly used [4], [5]. However, both the non-uniformity of solder
and temperature error will affect the joint quality. Especially, it
is difficult to prevent surface oxidation during heating. As to
the diffusion bonding method [6], the vacuum condition in fab-
rication process limits its application. Comparatively the cold-
pressing method is convenient and reliable. The mechanism of
cold-pressing joint is complicated. Theory and technology of
cold-pressing joint fabrication should be intensively studied.
However few presentations on this can be found in publications.
Recently the preliminary numerical simulation and electrical
properties studies on cold-pressing joint technologies have be-
ing done by Wang et al. [7], [8]. In this paper, contact resistance
properties of the cold-pressing superconducting joint were far-
ther studied by discussing the plastic deforming evolution and
the electrical contact characteristics.

II. EXPERIMENTAL

A. Joint Fabrication

A type of NbTi/Cu multifilament superconducting wire was
chosen for the cold-pressing joint experiment. The diameter of
the wire is 0.5 mm. The NbTi alloy filament number is 54. The
filament diameter is about 10 micron. The ratio of copper to
superconductor is 1.3.

A kind of NbTi/Cu composite tube was introduced in the
cold-pressing method jointing procedure. A layer of 99.99%
pure copper is located on the cylindrical surface of NbTi alloy
tube. The internal layer is NbTi superconducting alloy. The
purpose of the copper layer is to prove heat transfer and reduce
the electrical resistance.

The supporting die of the pressing machine is made of tool
steel. To increase pressure stability, there is an angle of 1–2◦

between the upper and the lower dies.
The cold-pressing joint was fabricated under open air condi-

tion using a hydraulic machine. Its pressure range is up to 60 ton.
The cold-pressing joint fabrication process includes five

steps.
Step 1) Remove the copper matrix of the wire by nitric acid

until only a brush-like bundle of NbTi filaments
was left;

Step 2) Clean and dry the filaments;
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Fig. 1. Configuration of some joints made by cold-pressing method.

Step 3) Insert the filaments into NbTi/Cu composite tube;
Step 4) Place the tube together with filaments into the gap

between the two supporting dies of a hydraulic
machine;

Step 5) Press the joint. During this step, the NbTi filaments
are embedded in the composite tube to form the
joint.

Some of the joints we made are shown in Fig. 1.

B. Testing and Apparatus

The morphology and the microstructure of the joint were
studied by ZEISS ULTRA 55 field-emission scanning electron
microscope (SEM) and optical microscope (OM). The bound-
ary layer thickness and the space counts of the joints were
obtained using the image analysis software.

Generally, the MRI/NMR magnetic field decay is less than
0.05–0.1 ppm/h [9], [10]. The resistance of the individual joint
should be no more than 0.01 nano-ohm [11]. The resistance
of joint sample was measured by coil current decay method.
This method is to measure the decay of the magnetic field
produced by the current induced in a superconducting loop
which includes a joint.

The test system, which consists of a current transformer, a
bias field magnet, a cryogenic Hall probe and a small loop to
be tested, had been set up [12]–[14]. An AMI power supply
with nominal maximum output current of 200 Amp (model
12200PS-420) was used to charge the bias magnet and the cur-
rent transformer. The cryogenic Hall probe is from Lakeshore
(model HGCA-3020). Voltage taps across the Hall sensor
was connected to a Keithley model 2000 Multimeter, which
then transferred the voltage data to a PC based system using
LabView software through an IEEE- 88 bus.

III. RESULTS AND DISCUSSION

A. Evolution of Deformation of Filaments During Pressing

There are several different mold shapes to choose in cold-
pressing joint fabrication: plate mold, cap mold, square mold,
and radial compression mode [8], [13], [14]. To study the
effect of pressing process on the joint plastic deformation and
resistance evolution, the simple plate mold was adopted in
this paper. To study the evolution characters of the joints after
pressure deforming, several joint samples were fabricated under
different pressure values, from 520 to 1150 MPa [10].

The optical microscope micrographs of the cross section of the
joints are shown separately in Fig. 2. To observe the morphol-

Fig. 2. OM images of NbTi filaments in the joints by various pres-
sure conditions. (a) 520 MPa; (b) 650 MPa; (c) 820 MPa; (d) 990 MPa;
(e) 1040 MPa; (f) 1150 MPa.

ogy of the samples clearly, the cross-sections were polished and
etched.

From the micrograph of the cross-section of the 520 MPa
sample we can see that plastic deformation has happened in
the NbTi filaments. But the plastic deformation looks so slight
that the boundary thickness of the filaments looks very broad.
The even value of the boundary thickness reaches 0.5 micron.
It means that the boundary bonding is not stable enough.
Also the round cross section of the filaments only changed
to hexagon. These hexagon deformed filaments still kept the
equiaxed features. There are still some spaces between the
filaments, shown as the white dots in the micrograph. It can
be calculated that the space area is about 1.2% of the cross-
section. And the size of the largest space reaches 1.3 micron
in diameter. It is noticeable that the white dots all appeared in
the triangle intersection area among adjacent three filaments.
Obviously the triangle intersection area is the weakness of the
filament deformation and would affect the contact area ratio.
As a whole, it seems that the sample under 520 MPa pressure
loads has so little plastic deform that some surfaces between the
filaments still do not contact tightly. It shows that the 520 MPa
pressure is too low for the joint.

In the second micrograph of Fig. 2, the pressure load was
raised to 650 MPa. It shows that most of filaments in the joint
still keep the equiaxed features. However the most remarkable
characteristic of the sample is that the number of white dots
reduced considerably. The percentage of the total area of space
is reduced to about 0.7%. Also the thickness of boundary
between the filaments has been decreased to 0.1 ∼ 0.2 micron.
It implies that the interface bonding of NbTi filament was
stronger than the former sample.

When the pressure value increased to 820 MPa, the boundary
thickness of the filaments reduced continually to about 0.1 mi-
cron. Also a majority of filament cross sections changed shape
from round to approximate ellipse. This implies that there was
not any space in the joint and the bonding process between the
filaments had been completed under this cold press condition.

With the pressure continually increasing to 990, 1040 and
1150 MPa, we could find that the boundary thickness of the
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Fig. 3. SEM images of bonding morphologies between the NbTi filament
and the tube under different pressure conditions. (a) 520 MPa; (b) 650 MPa;
(c) 820 MPa; (d) 990 MPa; (e) 1040 MPa; (f) 1150 MPa.

filaments remains a constant small value. The only change is the
ellipse cross section become more and more flat. The ratio of
the major axis to short axis increases from one to two roughly.

B. Bonding Between Filament and Tube

The plastic deformation evolution between the filament and
the tube is also studied. The bonding morphologies between
the filament and the tube under different pressure conditions
are shown in Fig. 3.

It can be seen from Fig. 3 that there exists a gap between
filaments and the tube in the 520 MPa sample. When the
pressure increased to 650 MPa, the width of the gap decreased
obviously. A few cold weld bonding in the sample was found.
When the pressure increased to 820 MPa, cold weld bonding
formed in most areas except a few spaces at the boundary. When
the pressure was increased to 990 MPa, the space in the sample
were completed disappeared, as shown in Fig. 3(d). Also there
is no space found in the two samples with the higher pressure,
as shown in Fig. 3(e) and (f). The severe plastic deformation of
the materials contributes to the increased contact area and better
surface bonding.

In summary, at the beginning of the joint plastic deformation,
the space between the filaments is filled up and the contact
area increases with the increase of pressure. After then, the
contact area enhances continually by the ellipse cross section
becoming more and more flat with the increase in pressure. The
above mentioned mechanical evolution strongly influences the
electrical contact characteristics.

C. Contact Resistance of the Joint

The joint resistance comes from the electrical contact of
interface of the joint by cold pressing. There are two types
of the electrical contact in the joint. One is the contact among
the filaments; the other is the contact between the filament and
the tube. According to electrical contact theory [10], contact
resistance is the resistance to current flow, due to surface con-
ditions and other causes, when two solid surfaces are touching

each other. Contact resistance, Rk, is defined as the sum of the
constriction resistance, RE , and the film resistance, RF , as the
following equation [15],

Rk = RE +RF . (1)

The constriction resistance caused by the decreased contact
area is due to the imperfect contact of the two bodies at the
interface. In the cold-pressing joint, the actual contact areas are
smaller than the surface areas of the filaments. The constriction
resistance is expressed as [15],

RE =
ρ

πrk
(2)

where, ρ is the resistivity of NbTi alloy, rk is the diameter of the
contact area. Under conditions of severe plastic deformation,
the diameter of the contact area is expressed as [15],

rk =
3

√
Fk

πH
(3)

where, H is the hardness, Fk is the contact pressure.
From (2), it could be seen that the constriction resistance

of the joint directly is inversely proportional to the diameter
of the contact area. So, to reduce constriction resistance, the
contact area should be increased. Equation (3) shows that
the contact pressure is directly proportional to the cubic of the
diameter of the contact area assuming the hardness is constant.
From the two equations, it may be deduced that the constriction
resistance of the joint is inversely proportional to the cubic root
of contact pressure.

The film resistance is caused by the resistive film covered
on the contact surface. If the film is produced only by physical
sorption of gas molecule on the contact surface, the film breaks
down during severe plastic deformation. In this deformation
condition, the film resistance may be ignored. However, if the
gas molecule is chemically combined with the metal molecule
to form an inorganic film, such as an oxide, nitride and sulfide,
the film resistance of the film must be considered. The film
resistance, RF , is expressed as [15],

RF =
ρFd

πr2k
(4)

where, ρF is the film resistivity, d is the thickness of the film.
Combined with the above equations, the contact resistance may
be expressed as [15],

Rk =
ρ

πrk
+

ρFd

πr2k
. (5)

Assuming the film resistivity is constant, Equation (5) may
be simplified as [15],

Rk = KF−m
k (6)

where, K is a constant value, m is a coefficient with the range
of 0.33 to 3, or larger. The value of coefficient corresponds to
the severity of the film destruction. The more seriously the film
is broken, the larger the coefficient is.

Equation (6) may be converted to (7) by applying logarithm
function on both sides,

ln(Rk) = lnK −m ln(Fk) (7)
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Fig. 4. Pressure dependence of the joint resistance.

From (7), it is clear that the coefficient m is the slope of the
fitted curve of ln(Fk) vs. ln(Rk).

To validate the relationship between contact resistance and
contact pressure mentioned above, the resistances of series joint
samples with various pressures were measured in liquid helium
temperature. The joints resistances are shown in Fig. 4. It can
be seen that the joint has the resistance of less than 10−12 Ohm
which is acceptable for persistent operation. It is clear that the
resistance of the joint is reduced at a declining rate with the
increase of pressure.

To obtain the value of the coefficient m, the curve of log-
arithmic pressure vs. logarithmic resistance of the joints was
fitted in Fig. 4. The coefficient m is determined by the slope of
the curve. According to the slope-change trend, there are three
stages of the decreasing resistance.

During the first stage, the joint resistance decreased lin-
early form 5× 10−12 Ohm at the 520 MPa pressure to
8× 10−13 Ohm at the 820 MPa pressure. The fitted linear
expression is shown in Fig. 4. The slope of the fitted line is
4.66. Then the coefficient m, as high as 4.66, indicates that the
film is broken seriously under the applied force.

In the second stage, the reducing rate of the joint resistance
is much lower than that of the first stage. The reduced slope
indicates the smaller coefficient. It means that the broken effect
of the film was weakened. At this pressure, the role of the
constriction resistance is increased.

In the last stage, the coefficient is reduced to 0.36, closing
to the minimum value of 0.33. It indicates that the effect of the
film is almost insignificant. At this pressure, the joint resistance
is dominated by the constriction resistance.

The evolution of plastic deformation mostly matches the
reduction of joint resistance with the increase of pressure.
At the beginning of the cold-pressing, the filaments and the
tube are pressed together tightly. As pressure is increased,
the boundary of the filament becomes narrowed, the space is
reduced, and the film is broken gradually. In the first stage,
the sharp decline in resistance attributed to the film resistance
plays a major role. In the second stage, with the increased
pressure, the effect of the constriction resistance is enhanced
compared with the film resistance. In this stage, most of the
filaments and tube have been cold welded together. In the last
stage, both the space and film are disappeared wholly. The

severe plastic deformation of the materials contributes to the
increased contact area and better surface bonding. In this stage,
the constriction resistance is the only factor of the contact
resistance, and the film resistance may be ignored. Summarily,
the joint cold-pressing process can be divided into three stages
as above mentioned: film resistance stage, combined resistance
stage and constriction resistance stage.

IV. CONCLUSION

The contact resistance properties of the superconducting
joint by cold-pressing method were investigated. The plastic
deforming process and the electrical contact characteristics of
the NbTi superconducting joint were discussed. It is believed
that the cold-pressing joint resistance comes from the contact
resistance. The contact resistance is composed of the con-
striction resistance and the film resistance. With the pressure
increasing, the joint cold-pressing process can be divided into
three stages: film resistance stage, combined resistance stage
and constriction resistance stage. Finally, the joint resistance is
inversely proportional to the cubic root of applied pressure. The
joint resistance correlates with the plastic deformation which is
increasing with the increase of the pressure.

REFERENCES

[1] Q. Wang et al., “High magnetic field superconducting magnet for
400 MHz nuclear magnetic resonance spectrometer,” IEEE Trans. Appl.
Supercond., vol. 21, no. 3, pp. 2072–2075, Jun. 2011.

[2] Y. Dai et al., “Structural design of a 9.4 T whole-body MRI supercon-
ducting magnet,” IEEE Trans. Appl. Supercond., vol. 22, no. 3, Jun. 2012,
Art. ID. 4900404.

[3] Q. Wang, Practical Design of Magnetostatic Structure Using Numerical
Simulation. Singapore: Wiley, 2013.

[4] S. Liu et al., “Superconducting joint and persistent current switch for a
7-T animal MRI magnet,” IEEE Trans. Appl. Supercond., vol. 23, no. 3,
Jun. 2013, Art. ID. 4400504.

[5] C. A. Swenson and W. D. Markiewicz, “Persistent joint development for
high field NMR,” IEEE Trans. Appl. Supercond., vol. 9, no. 2, pp. 185–
188, Jun. 1999.

[6] H. Wen, L. Lin, and S. Han, “Joint resistance measurement using current-
comparator for superconducting wires in high magnetic field,” IEEE
Trans. Magn., vol. 28, no. 1, pp. 834–836, Jan. 1992.

[7] J. Liu, J. Cheng, and Q. Wang, “Evaluation of NbTi superconducting
joints for 400 MHz NMR magnet,” IEEE Trans. Appl. Supercond., vol. 23,
no. 6, Dec. 2013, Art. ID. 4802606.

[8] F. Zhou et al., “Numerical simulation of mold shape’s influence on NbTi
cold-pressing superconducting joint,” Physica C, Supercond., vol. 498,
pp. 9–13, Mar. 2014.

[9] J. Liu et al., “Electrical properties of cold-pressing welded NbTi persistent
joints,” Cryogenics, vol. 58, pp. 62–67, Dec. 2013.

[10] F. Zhou et al., “Numerical simulation of NbTi superconducting joint
with cold-pressing welding technology,” IEEE Trans. Appl. Supercond.,
vol. 23, no. 6, Dec. 2013, Art. ID. 4802706.

[11] Y. Lvovsky, E. W. Stautner, and T. Zhang, “Novel technologies and config-
urations of superconducting magnets for MRI,” Supercond. Sci. Technol.,
vol. 26, no. Sep. 2013, Art. ID. 093001.

[12] J. Cheng et al., “Fabrication of NbTi superconducting joints for 400-MHz
NMR,” IEEE Trans. Appl. Supercond., vol. 22, no. 2, Apr. 2012,
Art. ID. 4300205.

[13] Q. Wang, L. Yan, B. Zhao, and S. Song, “Development of wide-bore
conduction-cooled superconducting magnet system for material process-
ing applications,” IEEE Trans. Appl. Supercond., vol. 14, no. 2, pp. 372–
375, Jun. 2004.

[14] Q. Wang et al., “Open MRI magnet with iron rings correcting the lorentz
force and field quality,” IEEE Trans. Appl. Supercond., vol. 24, no. 3,
Jun. 2014, Art. ID. 4402305.

[15] H. Hoft and H. G. Schnerder, Electrical Contact. Berlin, Germany:
Akademie-Verlag, 1980.

Authorized licensed use limited to: Renmin University. Downloaded on October 08,2023 at 05:37:44 UTC from IEEE Xplore.  Restrictions apply. 



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles false
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Gray Gamma 2.2)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (U.S. Web Coated \050SWOP\051 v2)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Warning
  /CompatibilityLevel 1.4
  /CompressObjects /Off
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /DetectCurves 0.0000
  /ColorConversionStrategy /LeaveColorUnchanged
  /DoThumbnails true
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams true
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments false
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues false
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo true
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts true
  /TransferFunctionInfo /Remove
  /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 false
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 0.76
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /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 false
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 0.76
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /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 600
  /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 (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /CreateJDFFile false
  /Description <<
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e9ad88d2891cf76845370524d53705237300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc9ad854c18cea76845370524d5370523786557406300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /DAN <>
    /DEU <>
    /ESP <>
    /FRA <>
    /ITA <>
    /JPN <FEFF9ad854c18cea306a30d730ea30d730ec30b951fa529b7528002000410064006f0062006500200050004400460020658766f8306e4f5c6210306b4f7f75283057307e305930023053306e8a2d5b9a30674f5c62103055308c305f0020005000440046002030d530a130a430eb306f3001004100630072006f0062006100740020304a30883073002000410064006f00620065002000520065006100640065007200200035002e003000204ee5964d3067958b304f30533068304c3067304d307e305930023053306e8a2d5b9a306b306f30d530a930f330c8306e57cb30818fbc307f304c5fc59808306730593002>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020ace0d488c9c80020c2dcd5d80020c778c1c4c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor prepress-afdrukken van hoge kwaliteit. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /PTB <>
    /SUO <>
    /SVE <>
    /ENU (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 [600 600]
  /PageSize [612.000 792.000]
>> setpagedevice


