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Abstract 
The aim of this work was to study the behavior of sugarcane bagasse submitted to cutting, as a function of its moisture content, angle of 
the blade edge and cutting speed. The specific cutting energy and peak cutting force were measured using an experimental facility developed 
for this series of experiments. An analysis of the results of the full factorial experimental design using a statistical analysis of variance 
(ANOVA) was performed. The response surfaces and empirical models for the specific cutting energy and peak cutting force were obtained 
using statistical analysis system software. Low angle of the blade edge and low moisture content are, in this order, the most important 
experimental factors in determining a low specific cutting energy and a low peak cutting force respectively. The best cutting conditions are 
achieved for an angle of blade edge of 20.8° and a moisture content of 10% w. b. The results of this work could contribute to the optimal 
design of sugarcane bagasse pre-treatment systems. 
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Estudio del comportamiento del bagazo de caña de azúcar sometido 
a corte 

 
Resumen 
El objetivo de este trabajo fue estudiar el comportamiento del bagazo de caña de azúcar sometido a corte, como función de su contenido 
de humedad, ángulo de filo de la cuchilla y la velocidad de corte. La energía de corte específica y la fuerza de corte pico fueron medidas 
empleando un dispositivo experimental desarrollado para estos experimentos. Se realizó el análisis de los resultados del diseño factorial 
completo utilizando un análisis de varianza (ANOVA). Las superficies de respuestas y los modelos empíricos para la energía de corte 
específica y la fuerza de corte pico se obtuvieron mediante software estadístico. Un ángulo de filo pequeño junto con una baja humedad 
son, en ese orden, los factores experimentales más importantes para lograr bajos valores de energía de corte específica y de fuerza de corte 
pico respectivamente. Las mejores condiciones de corte se alcanzan para un ángulo de filo de la cuchilla de 20.8° y un contenido de 
humedad de 10% b. h. Los resultados de este trabajo pueden contribuir al diseño óptimo de sistemas para el pre-tratamiento de bagazo.       
 
Palabras clave: bagazo de caña de azúcar; energía de corte especifica; modelo experimental, biomasa; pre-tratamiento. 

 
 
 

1.  Introduction 
 
According to Larsson et al. [1], pelletized biomass is 

rapidly becoming an important renewable source of energy 
production. Several researchers have found that the 
mechanical integrity of the densified biomass was better in 
general for moisture contents of less than 15% (w.b.) and 
fiber sizes less than 19 mm [2]. Densification has encouraged 
significant interest around the world as a technique for 
utilization of agro and forest residues as an energy source [3], 

and pellets/briquettes production has grown rapidly in 
Europe, Northern America and China in the last few years. 
Mechanical densification of biomass into fuel 
pellets/briquettes has been shown to significantly reduce 
storage and transportation costs [4]. The cutting process is 
one of the most important steps for biomass preparation prior 
to densification. This stage helps to homogenize the raw 
material and therefore facilitate handling, feeding and filling 
in the briquetting equipment. Nowadays, for by-product 
industry, a better knowledge of material behaviour during 
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cutting is needed for economical and productive reasons. 
Biomass machinery and tool manufacturers require reliable 
information on the main factors influencing biomass cutting, 
i.e. the specific cutting energy and peak cutting force [5-7]. 

The sugarcane industry generates large amounts of biomass, 
such as bagasse and straw, which can be used for power or 
thermal energy generation and for other engineering 
applications [8]. Processing the bagasse into a densified fuel 
through pelletisation will be an economically attractive option 
for this by-product. It is common practice to conduct a pre-
treatment to biomass before pelletising, like cutting and drying. 
From an engineering viewpoint, few papers on biomass cutting 
process have been published, especially with respect to 
sugarcane biomass [9]. Also, the research that has been carried 
out in general on the pre-treatment of sugarcane bagasse and 
cutting machinery for bio-briquette production is very limited 
at this time [10-12]. Habib et al. [13] categorized the different 
parameters affecting the performance of the cutting process. 
They showed that the main parameter of the cutting tool is the 
knife-edge angle, and that of the biomass is the moisture 
content, whereas, for the operation machine conditions, the 
main parameter is the cutting speed. 

The scope of this work was to assess the suitability of the 
cutting process for sugarcane bagasse. Extensive cutting tests 
were carried out in order to assess the physical variables 
involved. The variables explored included the moisture 
content, the angle of the blade edge and the cutting speed. 
Specific cutting energy and peak cutting force are both 
important parameters describing the cutting process, for that 
reason, the surface responses and empirical expressions for 
these parameters were obtained. 

 
2.  Material and method 

 
2.1.  Sugarcane bagasse biomass 

 
The sugarcane bagasse was obtained from agricultural 

lands in the Cundinamarca Department, Colombia in January 
2013 and stored for two weeks in the laboratory. The 
recollecting process was conducted carefully in order to 
avoid contamination of the samples with other process 
materials. This sugarcane bagasse came from 18-month-old 
plantations that use Colombian traditional cultivation 
processes. 

 
2.2.  Sample preparation 

 
These samples were completely dehydrated in a muffle at 

a temperature of 80ºC for 10 hours. Once the samples were 
completely dried, they were weighted and hydrated in 
moisture percentages on a wet basis of 10%, 20% and 30%, 
accordingly, and left in a sealed recipient for three days. The 
determination of moisture content was carried out according 
to the EN 14774-3 Technical Standard [14]. Simultaneously, 
a mechanical mixing process was carried out at regular time 
intervals to guarantee the even distribution of the water. Each 
experimental treatment is labelled in the following way, 
W##A##V#, where: W [moisture content, %], A [angle of 
the blade edge, °] and V [cutting speed, ms-1]. 

Table 1.  
Experimental design arrangement 

N Code 
Moisture 
content 
W (%) 

Angle of 
the 

blade 
edge  
 (°) 

cutting 
speed 

V (ms-1) 

Number of 
replicates 

1 W10A20V1 10 20 2.3 7 
2 W10A20V2 10 20 3.4 7 
3 W10A20V3 10 20 4.5 7 
4 W10A40V1 10 40 2.3 7 
5 W10A40V2 10 40 3.4 7 
6 W10A40V3 10 40 4.5 7 
7 W10A60V1 10 60 2.3 7 
8 W10A60V2 10 60 3.4 7 
9 W10A60V3 10 60 4.5 7 
10 W20A20V1 20 20 2.3 7 
11 W20A20V2 20 20 3.4 7 
12 W20A20V3 20 20 4.5 7 
13 W20A40V1 20 40 2.3 7 
14 W20A40V2 20 40 3.4 7 
15 W20A40V3 20 40 4.5 7 
16 W20A60V1 20 60 2.3 7 
17 W20A60V2 20 60 3.4 7 
18 W20A60V3 20 60 4.5 7 
19 W30A20V1 30 20 2.3 7 
20 W30A20V2 30 20 3.4 7 
21 W30A20V3 30 20 4.5 7 
22 W30A40V1 30 40 2.3 7 
23 W30A40V2 30 40 3.4 7 
24 W30A40V3 30 40 4.5 7 
25 W30A60V1 30 60 2.3 7 
26 W30A60V2 30 60 3.4 7 
27 W30A60V3 30 60 4.5 7 

Source: Self-elaboration 
 

2.3.  Design of experiment 
 
A systematic study was conducted where three factors 

were varied according to a three level full factorial design. 
The factors were: angle of the blade edge, cutting speed and 
bagasse moisture content. Finally, 27 experimental 
treatments were obtained. The experiments were replicated 
seven times for a total of 189 experimental units. Table 1 
shows the experimental design arrangement. An analysis of the 
results of the full factorial experimental design using a statistical 
analysis of variance (ANOVA) was performed, an F test was 
conducted and the results evaluated at a 95% confidence level 
[15]. The response surfaces and empirical models for the 
specific cutting energy and peak cutting force were obtained 
using statistical analysis program developed in Matlab.  

 
2.4.  Cutting test 

 
The energy and force required for cutting may vary 

depending on the raw material moisture content, the blade 
geometry and the speed of the cutting process. Laboratory 
experiments were conducted to evaluate the performance of a 
single edge knife, with different edge angles (20°, 40° and 60°) 
and cutting speeds (2.3 ms-1, 3.4 ms-1 and 4.5 ms-1) respectively, 
under controlled conditions. Most of the agricultural machinery 
employed for the cutting process use blades with edge angles in 
this range. On the other hand, the cutting speed range was 
limited for the operation of the experimental facility; 
nevertheless, the cutting speed range of the experiments 
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matches the low range of speed found in several cutting 
agricultural machinery. The cuts were made by a lab scale-
cutting unit able to control the process parameters shown in Fig. 
1. The facility consists of a structure, a biomass sample holder 
and a pendulum with a blade holder. The bagasse samples are 
fixed in cantilever into the biomass sample holder and a mobile 
single blade executes the cut. An encoder, fixed in the 
pendulum rotation axis, allows the measurement of the initial 
and final angular positions; then a data acquisition system 
calculates the energy consumed during cutting.  

The energy consumed in shearing a unit area of biomass is 
called the specific cutting energy. This response variable is 
calculated as the mechanical energy consumed during cutting 
divided by the transverse section of each biomass specimen. The 
mechanical energy was measured by means of the difference 
between angular positions of the pendulum; while the transverse 
section of the biomass specimen was measured by digital image 
processing (CAD software). Furthermore, the force involved in 
the cutting process is measured with a precision load cell located 
in the knife holder. The maximum force reached in the plane of 
cut is called the peak cutting force. Fig. 2 shows a biomass 
specimen secured in the sample holder. The biomass specimen 
is an array of circular shaped biomass bagasse fibers , which are 
joined at the base with adhesive tape. The cut is performed in the 
transverse direction to the fibers. The length of specimens was 
100 mm and the diameter was 10 ± 2 mm. 

 
3.  Results and discussion 

 
3.1.  Specific cutting energy results 

 
An analysis of the results of the full factorial experimental 

design using a statistical analysis of variance (ANOVA) was 
 

 
Figure 1. Experimental facility for the determination of specific cutting 
energy and peak cutting force. a) Rotary encoder; b) acquisition data system; 
c) shaft; d) pendulum; e) load cell; f) blade holder; g) biomass sample holder; 
h) blade  
Source: self-elaboration. 

 
Figure 2. Biomass specimen secured in the sample holder  
Source: self-elaboration. 

 
 

performed. Only the angle of the blade edge and the moisture 
content are statistically significant for the specific cutting 
energy achieved in the cutting process for 95% of probability. 
Table 2 shows the degree of significance of the coefficients 
for the factors and their interaction. The expression of the 
empiric model for the behaviour of the specific cutting 
energy in function of the angle of the blade edge and the 
moisture content of the sugarcane biomass obtained by 
applying the statistical software from experimental data is: 

 
݁ ൌ 0.242135 െ 	0.00901554α  	0.000119362αଶ െ
	0.00287758W௧  	0.000150395αW௧				ሺܴଶ ൌ 68.6ሻ      (1) 

 
Where:  
ec: Specific cutting energy (Jmm-2). 
: Angle of the blade edge (°). 
Wt: Moisture content of the sugarcane bagasse (%). 
Fig. 3 shows the main effects graph for specific cutting 

energy. The main effects graph is used to examine 
differences between level means for the three experimental 
factors. There is a main effect when different levels of an 
experimental factor affect the response differently. The main 

 
Table 2. 
ANOVA for specific cutting energy . 

Source Mean square Rate-F Valor-P 
A:Vc 0.00109155 0.62 0.4312 
B:Alpha 0.449191 256.17 0.0000 
C:Wt 0.0323553 18.45 0.0000 
AA 0.00140461 0.80 0.3720 
AB 0.00108699 0.62 0.4322 
AC 0.00190095 1.08 0.2992 
BB 0.0957422 54.60 0.0000 
BC 0.0759982 43.34 0.0000 
CC 0.00237216 1.35 0.2464 
Blocks 0.000134424 0.08 0.9982 

Source: self-elaboration 
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Figure 3. Main effects graph for specific cutting energy  
Source: self-elaboration. 

 
 

Figure 4. Response surface for the specific cutting energy (Vc=3.4 m/s)  
Source: self-elaboration. 

 
 

effects test is suitable for inspecting differences amongst the 
levels of a single experimental factor, averaging over the 
other factors. The steeper the slope of the curve, the greater 
the magnitude of the main effect. Fig. 4 shows the response 
surface for the specific cutting energy. It can be concluded 
that a low angle of the blade edge is the most important factor 
in determining a reduction in the specific cutting energy. 
Additionally, the cutting speed is not statistically significant 
for the specific cutting energy response. 

 
3.2.  Peak cutting force results 

 
The analysis of the results of the full factorial experimental 
design was performed using a statistical analysis of variance 
(ANOVA). It was proved that the three experimental factors 
(considering the interactions between factors) are statistically 
significant for the peak cutting force achieved in the cutting 
process for 95% of probability. Table 3 shows the degree of 
significance of the coefficients for the factors and their 
interaction. The expression of the empiric model for the 
behaviour of the peak cutting force in function of the 
experimental factors is: 

 

ܨ ൌ 0.0474551 െ 	0.0011553α  	0.0000126339αଶ െ
	0.00116605W௧  0.000191839V ௧ܹ 
	0.0000226658αW௧				ሺܴଶ ൌ 63.9ሻ     (2) 

Where: 
Fp: Peak cutting force (N). 

Vc: Cutting speed (ms-1). 

Fig. 5 shows the main effects graph for the peak cutting 
force. Fig. 6 shows the response surface for the peak cutting 
force. It can be concluded that both factors, low angle of the 
blade edge and low moisture content, are the most important 
factors in determining a decrease in the peak cutting force. 
Additionally, the cutting speed (single factor) is not statistically 
significant for the specific cutting energy response. 

 
Table 3. 
ANOVA for peak cutting force. 
Source Mean square Rate-F Valor-P 
A:Vc 0.0000317415 1.00 0.3198 
B:Alpha 0.00441394 138.44 0.0000 
C:Wt 0.00210402 65.99 0.0000 
AA 0.0000329728 1.03 0.3106 
AB 5.75361E-7 0.02 0.8933 
AC 0.000374057 11.73 0.0008 
BB 0.00107262 33.64 0.0000 
BC 0.00172617 54.14 0.0000 
CC 6.55832E-8 0.00 0.9639 
Blocks 0.00000709776 0.22 0.9691 
Source: self-elaboration 

 

Figure 5. Main effects graph for peak cutting force  
Source: self-elaboration. 

 

 
Figure 6. Response surface for the peak cutting force (Vc=3.4 m/s)  
Source: self-elaboration. 
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Despite there being no other found works on cutting 
sugarcane bagasse, several similitudes are found in this 
research with respect to other studies. For example, 
according with [9] the effect of cutting speed, there is little or 
nothing in the specific cutting energy required for cutting 
sugarcane trash by shearing, this behavior is similar in the 
current study. In another work [16], the researchers explain 
that the wheat straw is brittle and less viscoelastic to low 
moisture content and thus easier to cut; also they explained 
that the ideal moisture content to cut wheat straw was in the 
range of 8 to 10%. Similarly for the current study, it is 
possible to find that specific cutting energy for sugarcane 
bagasse is approximately doubled when the moisture content 
increases from 10% to 30%. 

 
4.  Conclusions 

 
In this study, results show a good statistical correlation 

between specific cutting energy, the angle of the blade edge 
and the moisture content respectively (R2=68.6). Also, results 
show a good statistical correlation between peak cutting force 
and the three experimental factors studied (R2=63.9). The 
analytical models of the sugarcane bagasse behavior and the 
energy and force involved during cutting were studied in 
order to choose the best cutting conditions. Low angle of the 
blade edge and low moisture content are, in this order, the 
most important experimental factors in determining a low 
specific cutting energy and a low peak cutting force. 
According to the analysis of the response surface for specific 
cutting energy, the best cutting conditions are achieved for an 
angle of blade edge of 20.8°, a cutting speed of 2.89 ms-1 and 
a moisture content of 10% (w.b.) respectively; the minimum 
specific cutting energy was obtained for this set of reference 
values (݁	 ൌ  ଶ). The results of this workି݉݉ܬ	0.00596	
could contribute to the optimal design of bagasse pre-
treatment systems. 

 
References 

 
[1] Larsson, S.H., Thyrel, M., Geladi, P. and Lestander, T.A., High 

quality biofuel pellet production from pre-compacted low density raw 
materials. Bioresour. Technol, 99, pp. 7176–7182, 2008.  DOI: 
10.1016/j.biortech.2007.12.065 

[2] Bissen, D., Biomass densification, document of evaluation. 
Agricultural Utilization Research Institute, Minneapolis: Zachry 
Energy Corporation, 2009. 

[3] Bhattacharya, S.C., Biomass energy use and densification in 
developing countries. Paper presented at the Pellets 2002: The First 
World Conference on Pellets, Stockholm, Sweden,  2002. 

[4] Mani, S., Sokhansanj, S., Bi, X. and Turhollow, A., Economics of 
producing fuel pellets from biomass. Appl Eng Agric, 22 (3) pp. 421-
426, 2006.  DOI: 10.13031/2013.20447 

[5] Méausoone, P.J., Choice of optimal cutting conditions in wood 
machining using the coupled tool–material method, in: Proceedings 
of the 15th International Wood Machining Seminar, pp. 37-47, 2001. 

[6] Davim, J.P., A note on the determination of optimal cutting conditions 
for surface finish obtained in turning using design of experiments. J. 
Mater. Process. Technol, 116 (2), pp. 305-308, 2001.  DOI: 
10.1016/S0924-0136(01)01063-9 

[7] Eyma, F., Méausoone, P. and Martin, P., Strains and cutting forces 
involved in the solid wood rotating cutting process. Journal of 
Materials Processing Technology, 148, pp. 220-225, 2004.  DOI: 
10.1016/S0924-0136(03)00880-X 

[8] Osorio, J.A., Varón, F. and Herrera, J.A., Mechanical behavior of the 
concrete reinforced with sugar cane bagasse fibers. DYNA, 74 (153), 
pp. 69-79, 2007. 

[9] Bianchini, A. and Magalhaes, P., Behavior of sugarcane trash 
submitted to shearing in laboratory conditions. Rev. bras. eng. agríc. 
ambient. Campina Grande, 8 (2/3), pp. 304-310, 2004. 

[10] Bianchini, A. and Magalhaes, P.S.G., Evaluation of coulters for 
cutting sugar cane residue in a soil bin. Biosystems Engineering, 100, 
pp. 370-375, 2008.  DOI: 10.1016/j.biosystemseng.2008.04.012 

[11] Bianchini, A., Desenvolvimento teórico experimental de disco de 
corte dentado passivo para corte de palhiço em cana-de-açúcar. Tesis 
Dr., Faculdade de Engenharia Agrícola, Universidade Estadual de 
Campinas, Brasil, 2002. 

[12] Marey, S.A., Drees, A.M., Sayed-Ahmed, I.F. and El-Keway, A.A., 
Development a feeding mechanism of chopper for chopping 
sugarcane bagasse. Misr J. Ag. Eng., 24 (2), pp. 299-317, 2007. 

[13] Habib, R.A., Azzam, B.S., Nasr, G.M. and Khattab, A.A., The 
parameter affecting the cutting process performance of agricultural 
plants. Misr J. Ag. Eng., 19 (2), pp. 361-372, 2002. 

[14] European Standard EN 14774-3:2009, Solid biofuel. Determination 
of moisture content, oven dry method. Part 3: moisture in general 
analysis sample, 2009. 

[15] Kuehl, R.O., Design of experiments: Statistical principles of research 
design and analysis. Second Edition, Duxbury/Thomson Learning, 
2000. 

[16] Kushwaha, R.L., Vaishnav, A.S. and Zoerb, G.C., Shear strength of 
wheat straw. Canadian Agricultural Engineering, Winnipeg, 25 (2), 
pp.163-166, 1983. 

 
 

N. Arzola-de la Peña, received the BSc. Eng. in Mechanical Engineering in 
1997 and the MSc. degree in Applied Mathematic in 1999, both of them from 
the Universidad de Cienfuegos, Cuba; after that received the PhD. degree in 
Technical Science in 2003 from the Universidad Central de las Villas, Cuba. 
From 1997 to 2004, he was an Assistance professor in the Mechanical 
Engineering Department, Universidad de Cienfuegos, Cuba; and since 2005 
he is an associate professor in the Department of Mechanical and 
Mechatronics Engineering, Universidad Nacional de Colombia, Bogotá, 
Colombia. His research interests include: modeling, design and optimization 
of machines; robust design; and failure analysis and structural integrity of 
machines. 
 
J.D. García-Vásquez, received the BSc. Eng. in Mechanical Engineering 
2008, the MSc. degree in Mechanical Engineering in 2015 all of them from 
the Universidad Nacional de Colombia.  From 2008 to 2012, he worked for 
the Dairy Industry in the Maintenance Department. In 2012 and 2013 he was 
a full professor in the Metalworking Center, Capital District, SENA. 
Currently, he is a Project Engineer in the Engineering and Integral Services 
of Colombia. 



<<
  /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


