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Abstract 
 

Inconel 625 alloy is widely used in the aerospace industry because of its high strength, especially at high tempera-
tures, corrosion resistance and excellent weldability. The study presents modeling of the TIG welding process using 
a Gaussian heat source. The calculations were performed using our in-house software Mod_FEM_met, designed for mod-
eling, among others, welding processes using finite element method and employed as a service of PL-Grid+ infrastruc-
ture. The program has a modular structure, with the modules for solving the Navier-Stokes and heat transport equations 
together with a coupling super-module used in welding simulations. To increase computing speed and accuracy in areas 
with large error of approximation, adaptive meshes were used. Calculations were performed for plate made of Inconel 
625. In the calculations the temperature dependent properties of Inconel 625 alloy, as well as thermal phenomena at the 
edges and inside the weld pool were taken into consideration. The results of the calculations include the dimensions and 
shape of the weld pool, as well the velocity and temperature fields. The results indicate how the efficiency of heat source 
can be used as a parameter to optimize the fitting of calculations to the experimental data. 
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1. INTRODUCTION 

At present one of the most popular method of 
joining metals is welding by electrical arc. This pro-
cess provides excellent connection quality with rela-
tively small number of defects. In the last twenty 
years, based on experiments and computer model-
ling, there has been considerable progress in under-
standing the processes in the weld pool. Many mod-
els were created to calculate heat and mass flow in 
the welding area, which make it possible to predict 
the size of weld pool and area of the so called heat-
affected zone (Rońda et al., 1996; Rońda & Oliver, 
2000). Mass and energy flow in the welding area is 
driven by the interaction of the electromagnetic 
force, Marangoni forces, the forces of buoyancy and 
vapour friction on the surface of the weld pool. The 
coefficient of surface tension has strong influence on 

the direction of rotation of the molten metal in the 
weld pool. It is assumed that it depends on the tem-
perature and concentration of surface active ele-
ments. 

This paper presents the results of simulations of 
processes occurring in weld pool during welding by 
electric arc. To this end in-house software for nu-
merical simulations of metallurgical processes 
Mod_FEM_met was used. The program allows one 
to solve metallurgical problems in the following 
stages: defining the study area, creation of a mesh, 
specification of the physical phenomena, solution of 
the problem and visualization of results. In the case 
of welding the software was used for modelling heat 
transfer between the electric arc, weld pool and the 
rest of welded material as well as the flow of liquid 
steel. The accuracy of the calculations was increased 
by the built-in software module for finite element 
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adaptivity. It allows one to control the accuracy of 
calculations based on approximation error estima-
tion. 

2. MATHEMATICAL FORMULATION 

The mathematical model adopted in the numeri-
cal implementation includes some basic equations of 
physical phenomena occurring in the weld pool. The 
software used in our work applies some simplifica-
tions to the welding model. The weld pool surface is 
flat. The calculations do not include electromagnetic 
force generated by the electrical arc. Also the adopt-
ed analytical Gaussian distribution of the energy flux 
supplied to the material is only the rough approxi-
mation to the real interaction of the arc and the met-
al. Below we present the full mathematical model 
without the simplifications. We plan to implement 
numerical approximations of all the described pro-
cesses in future releases of the software. 

The first equation in the model is the classical 
equation of continuity, equivalent to the law of con-
servation of mass: 

 డఘడ௧ ൅	׏	 ∙ 	 ሺߩ	࢜ሻ ൌ 0 (1) 

where: ρ – density of alloy in the solid state and 
liquid state, v – velocity vector, t – time. 

In the case of incompressible fluids, equation (1) 
reduces to the condition of vanishing divergence of 
velocity vector field: 

	׏  ∙ ࢜ ൌ 0 (2) 

The second fundamental equation is the law of 
momentum conservation. The equation includes 
specific interactions for the welding process: ߩ଴ ቀడ࢜డ௧ ൅ ࢜ ∙ ቁ࢜׏ ൌ െܲ׏ ൅ ׏ ∙ ሼߤ	ሾሺ࢜׏ሻ ൅ሺ࢜׏ሻ்ሿሽ ൅ ࡶ ൈ ࡮ െ ࢜ܭ ൅ ሾ1ࢍ଴ߩ െ ሺܶߚ െ ଴ܶሻሿ (3) 

In the above formula, the left hand side shows 
the classic balance of momentum in the Euler de-
scription, containing time derivative of velocity and 
convection term, assuming constant fluid density ρ0. 
The right hand side of the equation is responsible for 
dynamic interactions. In the first term, the gradient 
of pressure P represents the isotropic part of stress 
tensor. The second term represents the effects of 
viscous forces, where μ is the dynamic viscosity of 
the fluid. The third term is related to electromagnetic 
interactions. It is assumed that the moving particles 
with electric charges, represented by the vector of 
electric current J, are influenced by the magnetic 
field of induction B. The next part of the momentum 

balance is related to the existence of a two-phase 
region (mushy zone). This two-phase region occurs 
between the liquid metal within the weld pool and 
the solid phase of welded material. In this area flow 
is slowed down as a result of dendrites crystalliza-
tion. Accurate modelling of the above process re-
quires multiscale analysis. In the numerical model 
adopted in the software, mushy zone influence is 
represented by the term Kv (Voller & Prakash, 
1987), where: 

ܭ  ൌ ஼ሺଵି௙ಽሻమ௙ಽయା௤  (4) 

In the above formula, the variable C is constant 
and it depends on the dendrite size. In the model we 
assume that C = 1.6×103. fL is the participation of 
liquid phase. For fL = 1, K is equal to 0, and for 
fL = 0, K is equal to C/q. In the code, the normalizing 
constant q is equal to 0.001. The last part of equation 
(3) corresponds to the gravity force and the buoyan-
cy force. The model assumes Boussinesq approxi-
mation for which the buoyancy force is proportional 
to the difference of densities and is calculated as the 
product of reference fluid density ρ0, the coefficient 
of thermal expansion β and the difference between 
the fluid temperature T and the reference tempera-
ture T0. In the Boussinesq approximation small den-
sity variations are assumed so that the density gradi-
ent can be eliminated from the momentum balance 
equation, assuming the constant medium density ρ0. 

The last equation, describing the process of heat 
transfer in weld pool, is the energy conservation 
equation. The equation written for temperature T as 
the independent variable has the from: ߩ଴ܿ ൬߲߲ܶݐ ൅ ࢜ ∙ ൰ܶ׏ ൌ																	׏ ∙ ሺ݇ܶ׏ሻ ൅ ࡶଵሺିߪ ∙ ሻࡶ ൅ ௙ܮ଴ߩ	 డ௙ಽడ௧  (5) 

The expression on the left hand side corresponds 
to the convection in the velocity field. The constant 
c represents specific heat. The first term on the right 
hand side shows the diffusion with the coefficient of 
thermal conductivity k. The next term refers to the 
heat generated by the current J. The current is creat-
ed by moving charged particles, σ denotes the elec-
trical conductivity. This part is not yet included in 
the calculations. Instead, the influence of the electri-
cal current is included in the model of a surface heat 
source. The last term describes the impact of the 
phase change on the energy balance. Lf means the 
latent heat of fusion. 
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Two independent groups of boundary condi-
tions, one for the flow variables and the second for 
temperature, complement the mathematical model of 
the weld pool. Conditions for the flow include: 
1. the inflow boundary, where velocity vector vb is 

given at each boundary point, 
2. the outflow boundary, where the pressure pb,is 

given 
3. the condition for the liquid-solid contact, treated 

as a non-slip surface where the velocity vector is 
set to zero, 

4. free surface of the liquid. 
The last of the boundary conditions consists of 

two part. The kinematic part which sets to zero the 
velocity component normal to free surface and the 
dynamic part. The dynamic part determines the sur-
face forces and takes into account the Marangoni 
effect - the movement of fluid due to the changing 
surface tension, being a function of temperature and 
the concentration of surface active element fα (Siwek 
& Didenko, 2004). As a result the tangential force is 
given by the formula: 

 ࢙߬ ൌ ௅ߤ డሺ௩∙࢙ሻడ࢔ ൌ డఊడ் డ்డ࢙ ൅ డఊడ௙ഀ డ௙ഀడ࢙  (6) 

where vectors n and s are unit vectors: normal and 
tangential to the boundary of the domain. 

The thermal boundary conditions determine 
temperature on the surface or the heat flux across the 
surface. The simplest method of applying the 
boundary condition for heat flux, defined using 
normal derivative of temperature, is the direct sub-
stitution of flux q: 

 െ݇ డ்డ࢔ ൌ  (7)  ݍ

The second heat flux condition takes into ac-
count convection and radiation that occur on the 
molten metal surface: 

 െ݇ డ்డ࢔ ൌ െ݄௖ሺܶ െ ௔ܶሻ െ ሺܶସߝߪ െ ௔ܶସሻ (8) 

Here, hc – is the heat transfer coefficient, Ta – 
ambient temperature, ε – emissivity of the surface,  
σ – Stefan-Boltzmann constant. 

The heat source in TIG welding method is elec-
trical arc. The solutions to the classical time-
dependent electromagnetic equations for the electri-
cal arc can give values of the current, that heat the 
welded material according to formula (5). The solu-
tion of this equation in 3D case is very time consum-
ing. For this reason, in the software, the surface heat 
source proposed in (Goldak et al., 1984) was used. 
At places where heat source is applied, the condition 

(8) is enriched by the term, with values correspond-
ing to the graph area of the two-dimensional Gaussi-
an function. െ݇ డ்డ࢔ ൌ ଺√ଷொ௔௕௖గ√గ ݁ିଷ൤ቀೣషೣಸೌ ቁమାቀ೤ష೤ಸ್ ቁమାቀ೥ష೥ಸ೎ ቁమ൨ െ																								݄௖ሺܶ െ ௔ܶሻ െ ሺܶସߝߪ െ ௔ܶସሻ (9) 

In the above formula Q is the power of the heat 
source, a, b, c half-axes of the heat source ellipsoid, 
xG, yG, zG position of the ellipsoid center. 

3. SPACE DISCRETIZATION 

Space discretization is done by the finite element 
method, using an appropriate weak formulation. For 
the fluid flow problem a well known stabilized for-
mulation presented in (Franca et al., 1992) is used 
(our weak formulation is exactly the same as pro-
posed in the paper). For energy balance we used 
weak formulation based on the formula: ׬ ቂ߰ ,ܶ௧ ൅ ௞ఘ௖ ߰,௜ ,ܶ௜ ൅ ௜ݒ߰ ,ܶ௜ቃ ௜ݔ݀ ൅	ఆ೐∮ ଵఘ௖ ݄௖߰ܶ	݀ݏ ൌ ׬ ቂ௅೑௖ ߰ ௟݂,௧ቃ ௜ݔ݀ െ ∮ ଵఘ௖ ߰ሾீݍ ൅	௰೐	ఆ೐	௰೐݄௖ ௔ܶ െ ሺܶସߝߪ െ ௔ܶସሻሿ݀(10)  ݏ 

where domain and boundary integrals are written 
using test functions ψ, and summation convention is 
applied for derivatives (differentiation is denoted by 
“,”). The formulation additionally applies stabiliza-
tion, to take into account the case of dominating 
convection. Similarly to the case of the Navier-
Stokes equations, SUPG type stabilization (Franca & 
Frey, 1992) is utilized. Neumann boundary condi-
tions are included in weak formulations, Dirichlet 
boundary conditions are enforced using the penalty 
method. 

4. TIME DISCRETIZATION 

Time discretization scheme used in the model-
ling of the weld pool takes into account on one hand 
the time discretization for each of the partial (fluid 
flow, heat transfer) problems and on the other hand 
the interaction of variables for both problems. Time 
discretization for each problem is performed in the 
implicit manner by the nonlinear Euler scheme and 
Picard iterations to solve non-linear problems. This 
solution offers greater stability than explicit meth-
ods, the fact that is important when adaptive meshes 
are used. It is also important for adaptivity that one 
step time integration is used. 
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5. GEOMETRIC MODELLING AND MESH 
GENERATION FOR THE PROBLEM OF 
HEAT TRANSFER IN WELD POOL 

In testing the software for modelling of the weld 
pool we always used simple linear and multi-linear 
approximation with vertex shape functions and con-
strained approximation in the case of hanging nodes, 
appearing in adapted meshes. We used meshes with 
tetrahedral and prismatic elements (Banaś & Micha-
lik, 2010). The pre-processing phase (geometrical 
modelling and mesh generation) is done by software 
external to the main simulation code. Similarly, vis-
ualization of results is performed by external codes. 
The simulation program allows for importing and 
exporting meshes and fields in several popular for-
mats, it is designed to make extensions to other for-
mats easy. 

6. SOFTWARE ARCHITECTURE 

The finite element formulation presented in pre-
vious sections is implemented in special problem 
dependent modules of the Mod_FEM framework 
(Mod_FEM, 2013). The framework allows one to 
produce finite element codes having a special modu-
lar structure (Banaś., 2004a; Banaś, 2004b; Banaś, 
2004c). The main idea consist in creating many 
small modules for basic finite element tasks. 
Mod_FEM framework provides tools for producing 
codes by combining special problem dependent 
modules and modules for mesh manipulation, ap-
proximation, interfacing with linear solvers. The 
characteristic feature of the framework is that it ena-
bles the creation of parallel, distributed memory 
codes without changing basic modules, by adding 
suitable overlay modules (Michalik et al., 2013). 

Another feature of the framework is that it ena-
bles creation of codes for coupled problems by uti-
lizing separate modules for different physical phe-
nomena and special super-modules that perform the 
suitable coupling. The code created for welding 
simulations used two separate problem modules – 
one for fluid flow and the second for heat transfer. 
The role of the modules was to provide element 
stiffness matrices and load vectors resulting from 
appropriate weak formulations. The special coupling 
super-module performed control tasks: reading and 
writing input and output data, time integration, mesh 
adaptation. 

As a basis for mesh adaptations error estimates 
given by the Zienkiewicz-Zhu method (Zienkiewicz & 
Zhu, 1992) were used. Estimates were computed sepa-

rately for velocity and temperature fields and com-
bined by the super-module in order to control mesh 
adaptations for the coupled problem (the same mesh is 
used for velocity, pressure and temperature fields). 

7. NUMERICAL EXPERIMENTS 

For the tests, simulations of the welding of two 
plates having size 0.01×0.04×0.002m made of In-
conel alloy 625 were performed. The material data 
took into account the dependence of density, dynamic 
viscosity, specific heat and thermal conductivity on 
temperature, and the material constants such as the 
solidus temperature, liquidus temperature, the melting 
heat. The dependence on the temperature was mod-
elled using piecewise linear data with discrete values 
for selected temperatures. The natural convection 
condition was applied to all boundaries. On the weld-
ing surface additional heat source was imposed, that 
moves with a constant speed, Vy = 0.04 m/s. In the 
model the sample is in normal atmospheric conditions 
patm = 101325 Pa, T = 290 K. The calculations were 
performed for three values of the total power of heat 
source P = 0.6, 1.2 and 2.4 kW. For all calculations 
the constant time step 10-4s was used. 

Adaptive meshes were employed with absolute 
values of element error estimates utilized in refine-
ment criterion that controlled element divisions. To 
specify the values of tolerances, in such a way that 
computer resources are not exceeded, preliminary 
calculations were conducted. Moreover adaptations 
were limited to three generations of elements only. 
This adaptation strategy gave the optimum mesh 
density around the weld pool, in terms of accuracy 
and time of calculation. The geometry of the mesh 
with automatically adapted elements around the 
weld pool is shown in figure 1. 

The results of calculations are presented using the 
graphs showing the maximum temperature and the 
maximum liquid alloy velocity within the computa-
tional domain, obtained at selected time instants (fig-
ure 2). As it is shown, for all three different power 
sources the maximum velocity values and the maxi-
mum temperature reach their approximate maximum 
in time after about 0.01 s. At that moment it can be 
assumed that steady state in the weld pool is 
achieved. The weld pool depth at this moment, reach-
es the maximum value. The shape and size of the 
weld pool remains constant within the error limits. 
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Fig. 2. Time dependence during welding simulation: (a) of the 
maximum temperature Tmax (b) the maximum liquid alloy veloci-
ty Vmax,, for three values of heat source power P. 

 

Figure 3 shows the cross section of the welded 
plate at time instant t = 0.04 s. Three images corre-
spond to three different values of power source. In 
all cases the vertical stream of liquid metal having 
high speed is clearly visible. Inconel 625 alloy that 
was used as material model in the tests have a posi-
tive coefficient of the surface tension value. There-
fore on the liquid surface near the heat source centre, 
the surface tension value is greater than on the weld 
pool edges. As a consequence of the Marangoni 
effect, the molten alloy on the surface flows towards 
the centre of the heat source and then down to the 
bottom of the weld pool. The velocity of liquid de-
creases after reaching the semi-liquid zone at the 
bottom. The accepted model for melting and solidi-
fication takes into account the dendrites formation in 
the semi-liquid phase that slows the flow in that 
area. Additionally, in the same area the melting heat 
is taken from the metal. 

8. CONCLUSION 

We presented a code for simulating welding pro-
cesses. Special modular structure was used to enable 
multi-physics capabilities. Preliminary results show 
good accuracy due to mesh adaptivity. The formula-
tion applied allows for further extensions of the mod-
el to include more physical phenomena. The modular 
structure of the code allows for adapting it to new 
execution environments including high performance 
systems available for the PL-Grid+ project. 

 
Fig. 1. Geometry for the test problem with mesh adapted around the welding area. 
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MODELOWANIE SPAWANIA METODĄ TIG STOPU 

INCONEL 625 

Streszczenie 
 
Stop typu Inconel 625 jest szeroko stosowany w przemyśle 

lotniczym i kosmicznym ze względu na swoją wysoką 
wytrzymałość szczególnie w wysokich temperaturach, odpor-
ność na korozję i doskonałą spawalność. W pracy modelowano 
proces spawania TIG wykorzystując gaussowskie źródło ciepła. 
Obliczenia przeprowadzono wykorzystując własne opro-
gramowanie Mod_FEM_met, będące usługą infrastruktury PL-
Grid+, przeznaczone między innymi do modelowania procesu 
spawania za pomocą metody elementów skończonych. Program 
posiada strukturę modularną, w której wykorzystano moduły do 
rozwiązywania równań Naviera-Stokesa i transportu ciepła wraz 
z nadrzędnym modułem sprzęgającym użytym do modelowania 
spawania. Aby zwiększyć szybkość i dokładność obliczeń, 
w miejscach o dużym błędzie aproksymacji wykorzystano adap-
tacyjną siatkę. Obliczenia wykonano dla płytki wykonanej ze 
stopu Inconel 625. W obliczeniach uwzględniono zależność 
własności stopu Inconel 625 od temperatury oraz zjawiska 
termiczne na brzegach i wewnątrz obszaru jeziorka spawal-
niczego. Wynikiem obliczeń są wymiary i kształt jeziorka 
spawalniczego, pola prędkości i temperatury. Wyniki obliczeń 
wskazują, że parametrem optymalizującym dopasowanie 
wyników obliczeń do danych eksperymentalnych może być 
sprawność źródła ciepła.  
 

Received: September 20, 2012 
Received in a revised form: November 4, 2012 

Accepted: November 21, 2012 
 



<<
  /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


