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SUMMARY

In order to make the structural junction in a sailing boat, for example between the shell and the bulkheads, many nautical
builders use overlap joints. This technique is expensive and could be replaced by direct adhesive junction without
overlap. Structural adhesive bonding has been tested on three boats prototypes : a motor boat of 5.75 m long, and two
sailing boats one of 5.5 m long and one of 10 m long. The originality of those boats is the measurement device using
strain gages included on some of the junctions during the boats construction. Gages and sensors have also been placed
on the shell, the keel and the rigging: the stress state of the bonded junctions under sailing in different conditions can
then be qualified. Therefore, testing has been managed on specimens. A coupled loads tests (bending + compression) on
tee samples seems more pertinent to qualify tee junction for shipbuilding applications.

1. INTRODUCTION

Usually, in pleasure shipbuilding, the composite shells
are stiffened either by the way of one composite counter-
mould bonded with a non structural adhesive or with a
stiffener or bulkheads over laminated on the hull. For
economical reasons, the first method is generally used
only for large boats or large scale productions.

In the manufacturing of small pleasure boats (motorboats
and sailing boats from about 5 to 8 meters long) the
assembly of different components, like the deck-hull and
bulkhead-hull connections, are time consuming. They
can account for up to 30% of the total manufacturing
time. In order to reduce this time and the associated
labour costs the use of adhesive bonding can be an
interesting method to replace the over lamination, even
for structural bonding like bulkheads-hull joints.

Few woks deal on the mechanical behaviour of structural
tee joints used in shipbuilding [1-8]. To validate this
manufacturing option a research programme including
research centres, adhesive manufacturers and boatyards
started several years ago. This paper revue mains
experiments made on three boats prototypes : a motor
boat of 5.75 m long, and two sailing boats one of 5.5 m
long and one of 10 m long. The originality of those boats
is the measurement device using strain gages included on
some of the junctions during the boats construction.

Gages and sensors have also been placed on the shell, the
keel and the rigging: the real stress state of the bonded
junctions under sailing in different conditions can then be
qualified.

Therefore, testing has been managed on specimens. The
following parts resume the studies made on the three
prototypes and on tee joints samples (Figure 1). Adhesive
is a vinylester one, it was selected and studied in the
Prisca Baur thesis [8].

2. FIRST PROJECT WITH A MOTOR BOAT
OF 5,75 METERS LONG

The aim of the first project was to study the feasibility of
deck-hull and bulkhead-hull assembling using adhesive
bonding. Three adhesives were evaluated: orthophthalic
polyester, isophthalic polyester and vinylester. It should
be noted that epoxy based adhesives were considered to
be too expensive for this application.

First, the adhesive properties were characterised. The
influence of fillers and the effects of moisture ageing
have been particularly investigated [8, 9]. Simple-lap and
tee joints have been tested in shear-tension for the
former, and in bending and tension for the latter [8].
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Figure 1: Structural junction between the shell and the bulkheads by over lamination and structural bonding.
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The behaviour of these assemblies was examined for the
case when adhesive bonding replaces traditional joining
methods. The influence of the geometry of these joints
was also studied experimentally and with FEM
calculations [8]. Finally, the fatigue behaviour of bonded
and over-laminated T joints was investigated by
Macadon and all. [10].

In parallel with tests carried out in the laboratory on sub-
components, an adhesively-bonded prototype has been
manufactured, instrumented and tested under real
conditions (Figures 1 and 2).

The adhesive selected is a vinylester based adhesive, it
was retained on account of its superior long term
behaviour. The shell is a 10 mm thick polyester/glass
stratified composite. The structural bulkheads are 10 mm
thick plywood (Figure 3). The adhesive is applied in a
very simple way, no surface preparation of either the
GRP or the plywood was performed prior to bonding.

Figure 2: First prototype with structural adhesive
bonding; motor boat of 5,75m long realised with
Ocqueteau shipyard in Ile d’Oléron.

Figure 3: Adhesive bonded joint T joint studied and
realised on the first boat prototype.

For the bulkhead-hull assembly, the bulkheads were
placed in position in the boat without fixing, and then a
length of adhesive was applied on each side of the
bulkhead and manually smoothed. The time needed for
this operation is 45 minutes, whereas the over-laminating
operation requires 4 hours.

The boat was instrumented with sensors composed of
strain gauge combinations; these are directly bonded to
the adhesive joint of a bulkhead-hull connection. A full
Wheatstone bridge is built (four 120 ohm gauges) in
order to increase the sensitivity and the wiring is adapted

in order to concentrate on the loading of interest. For
tension-compression sensors rosettes of 0-90° gauges are
placed on each side of the joint and the wiring is chosen
in order to eliminate the bending effect. This sensor is
located on the main central perpendicular bulkhead. For
the bending sensor the same positioning of the gauges is
performed but the wiring differs in order to eliminate the
tension — compression effect. For the shear sensor the
gages are placed at 45° to the connection axis. It should
also be noted that the wiring of the shear sensors results
in a sensitivity twice that of the other sensors. The
bending and shear sensors are placed symmetrically on
the back of the two longitudinal bulkheads. An HBM
Spider™ acquisition data system coupled to a portable
computer is used to collect the data. Depending on the
type of test a 2 or 10 second data sequence is recorded.
Data recording is triggered by a signal increase.

Drop tests have been performed in the IFREMER test
basin in Brest. Different configurations have been
retained for those tests: the boat was empty or loaded
with 600 kg and drops are made from 1 metre to 2 meters
high. Examples of result are presented on the plots
below, Figure 4.
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Figure 4: Examples of measurements during drop test.

The sea trials were also performed in the Atlantic Ocean
off the West coast of France. During navigation the boat
was loaded with three passengers. The sea conditions
were quite good (sea condition level 3-4) with a 30 cm
high wave. The measurements were made at a maximum
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speed of 30 knots and for different vessel orientations
with respect to the wave direction (meeting the wave
direction head-on, at 45°, and with the wave aft) in both
straight-on navigation and during turns. Examples of
result are given in Figure 5.

Details of data acquisitions and full scale tests are given
in ref. [11]. The graph on Figure 6 resumes and compares
the main results on those experiments. It shows first that
strains measured on the boat joints are twice higher for
drop tests than for sea trials, and secondly that the mains
solicitations on the boat joints are bending and
compression. Shearing is very low compared to the other
loadings.
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Figure 5: Examples of measurements during sea trials.
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Figure 6: Comparison between the main results of the

measurements made on the boat joints during drop tests

and sea trials. In green: drop test results, in blue: sea
trials results.

This study has demonstrated the strong potential for
adhesive bonding of bulkhead assemblies in small
motorboats. Large savings in assembly time were
achieved compared to the traditional over-lamination
method. Drop tests and sea trials, using specially-adapted
strain gauge instrumentation, have indicated low strain
levels in the adhesive joint, lower during sea trials than
drop tests. The latter may therefore be used to qualify the
connections. No damage was observed after any of the
full scale tests on the boat. Furthermore, strains measured
on the boat are twice higher than strains measured at the
rupture of T samples loaded in bending. That means that
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mechanical test in bending on T joint sample is very
heavy compared to real loading imposed on the boat
joints. This question is one of the following study aims.

3. SECOND PROJECT WITH A 5.5 METERS
LONG SAILING BOAT

The second experimental boat is a sailing boat of 5,5m
long realised with Cap Vert, a professional integration
shipyard in Poitiers. The boat was designed by Y. Nadot
of the mechanical engineer school ENSMA in Poitiers.
The boat was built using only adhesive except for the
keel and he mast. It was instrumented during its
construction. In the same time, the influence of the
composite substrate and process on their adhesion ability
was studied with surface energy measurements and
mechanical tests. Then the mechanical behaviour of the
joints was tested with samples characterisation on T
joints and full scale testing on the boat. All those works
have been made in dialogue with naval architects and
shipbuilders.

The aim of this study was not only to validate adhesive
bonding, but also to have a better knowledge of ship
vessel loadings in order to optimise those joints and to
set up representative mechanical tests on samples. The
study was focused on T joints between the bulkheads and
the hull.

The boat is shown on Figure 7; it is 5.5 meters long and
height hundred kilos with the screw and equipments. The
hull and the desk were made in four millimetres thick
vinylester glass fibre laminate. The bulkheads are ten
millimetres marine plywood. All joints between the
bulkheads, the hull and the desk were made with the
vinylester adhesive selected in the previous study.

Figure 7: Sailing boat of
5,5m long realised with
Cap Vert shipyard

bv%‘

Testing the influence of composite substrate process was
a request from shipbuilders. Three processes were
studied: hand layup, injection and infusion. Comparison
between surface energy measurements and perpendicular
tensile mechanical tests shown that is a very little
influence of composite process on adhesion, except for
the mould side because there was an anti-adherent [12].
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Then adhesive bonded and over-laminated joints are
tested in tensile and flexion [12]. The mechanical
strength ordering depends of the type of loading : in
tensile, the bonded joint as a failure load 30% higher than
the over laminated joint as in bending it is the over
laminated joint which is two higher strong. Those results
shown that more representative tests of the structure
loadings are required even for comparison of joints types.

In order to evaluate the type of loading applied on
bonded junctions, the experimental sailing boat was
instrumented and tested during sailing, tailgating shocks
and drop tests. Loadings applied on the keel have been
measured with a special sensor developed especially for
this study (Figure 8).

Figure 8: Special sensor developed to measure efforts
applied on the keel.

Strain gages bridges have been glued on the adhesive
joints and on the substrates on both sides of the joints
(Figures 9). Gages connections have been made in order
to identify especially the tensile and compression in the
bulkheads, the shearing of the adhesive and the bending
of the T joints.

Figure 10 shows examples of strain gages signals in
conditions of sailing and drop tests. It can be seen that
the loading is very short, they are transient phenomenon.
Furthermore, the stress analysis shows that the Von
Misses stresses in the adhesive joint are much closed: 5
MPa for sailing and 6 MPa for drop tests; it is very lower
than the failure strength of the adhesive which is 35 MPa.
Effectively, any failure was observed in the adhesive
joints after sailing and drop tests. The failure finally
occurs in the main plywood bulkhead, after five drop
tests from 0.5 to 1 m high.
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Figure 9: Instrumentation of bulkhead-hull bonded joints.
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Figure 10: examples of acquisition data measured during
sailing and drop test.

The mechanical analysis of the acquisitions during
sailing and drop tests shows that the stress field in the
adhesive joints is nearly the same: the major loading on
the T joints is a coupling of bending and compression as
it is shown on Figure 11). So that, an experimental
setting was set up for testing T joints samples with
various ratio bending/compression. Results show that the
flexion strength of bonded T joints increases with
compression component [12].

Major loading

Figure 11: Proposition of coupled loading on Tee
samples.

4. CONCLUSION

Adhesive bonding for structural joints has been tested on

two experimental boats during sea trials and drops in
basin. Those tests shown that bonding seem a very
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pertinent method to joint structural elements of a boat,
namely for composite parts.

In the same time, tests qualifications have been managed
on tee samples. Test with simple solicitation as bending
and tensile show that the mechanical strength ordering of
bonded joints and over laminated ones depends of the
type of loading. So a more representative test of the
structure loadings are required even for comparison of
joints types.

Furthermore, strains measured on the boat during sea
trials and without any failure are twice higher than strains
measured at the rupture of T samples loaded in bending.
A combined loads tests (bending + compression) on tee
samples has shown that the flexion strength increase with
the compression component. So that kind of coupled tests
seems more pertinent to qualify tee junction for
shipbuilding applications.

To validate the adhesive bonding on a longer boat, a third
experimental boat has been made with the Archambault
shipyard. This is a regatta sailboat, a Grand Surprise,
which is about 10 meters long. The main stiffener and
bulkheads are bonded with the vinylester adhesive tested
in the two previous projects. Our Grand Surprise, is
tested in sailing and regattas since May 2006. No visible
damage or modification during sailing has been noticed
for two hears.

Figure 12: Regatta sailing boat made using adhesive
bonding.

©2008: The Royal Institution of Naval Architects

S. AKNOWLEDGEMENTS

Authors acknowledge all industrial partners of those
studies and the sponsors: DRIRE Poitou-Charentes,
Région Poitou-Charentes, Conseil Général de Charente
Maritime and ANRT.

6. REFERENCES

1. SHENOI R.A., VIOLETTE F.L.M., "A study of
structural composite tee joints in small boats",
Journal of composite materials, vol. 24, 1994.

2. HAWKINS G. L., HOLNES J.W, DODKINS A.R.,
SHENOI R.A., "The strength of bonded joints in
FRP ships", Plastics, rubber and composites
processing and applications, vol. 19 N°5, 1993.

3. HAWKINS G. L., DODKINS A.R., SHENOI R.A,,
"Design of joints and attachments in FRP ships'
structures", Marine structures 7 365-398, 1994.

4. HAWKINS G. L., SHENOI R.A., "Influence of
material and geometry variations on the behaviour of
bonded tee connections in FRP ships", Composites
Vol 23 N°5, September 1992.

5. JUNHOU P., SHENOI R.A., "Examination of key
aspects defining the performance characteristics of
out-of-plane joints in FRP marine structures",
Composites Part A Vol 27 N°2, 1996.

6. A. ROY, E. GONTCHAROVA-BENARD, J.L.
GACOUGNOLLE, P. DAVIES, "Hydrothermal
effects on failure mechanisms of composites/steel
bonded joints”, Time Dependent and Nonlinear
Effects in Polymers and Composites, ASTM Special
Technical Publication, STP 1357, 2000.

7. M. HUTHER, A. ROY, J.L. GACOUGNOLLE, E.
GONCHAROVA, P. DAVIES, “Adhesive bonding
of steel and fibreglass plates for shipbuilding”, 5*"
Annual Assembly of the International Institute of
Welding, Ljubljana, July 2001.

8. BAUR P., «Durabilit¢ d’assemblages structuraux
collés avec des adhésifs polyesters et vinylesters
dans la construction navale de plaisance", Thése de
Doctorat, Ecole Nationale Supérieure de
Meécanique et d’Aéronautique, Universitée de
Poitiers, 2002.

9. P. BAUR, A. ROY, JL. GACOUGNOLLE,
« Durabilit¢é ~ d’assemblages  structuraux  de
composites collés avec des adhésifs polyesters et
vinylesters dans la construction navale de
plaisance », 11° Journées d’Etudes sur 1’Adhésion,
« Le Vide: Science, Technique et Applications », 8-
12 octobre 2001.



10.

11.

12.

7.

International Conference on Innovation in High Performance Sailing Yachts

V. MARCADON, Y. NADOT, A. ROY and J.L.
GACOUGNOLLE, “Fatigue behaviour of tee joints
for marine applications”, Int. J. of Adhesion and
Adhesives, vol. 26, 2006.

P. BAUR, A. ROY, P. CASARI, D. CHOQUEUSE’,
P. DAVIES, « Structural mechanical testing of a
full-size adhesively-bonded motorboat », Journal of
Engineering for the Maritime Environment, vol.218,
2004.

A. ROY, Y.NADOT, R. BARDET, P. CASARI,
“Structural adhesive tee joint for marine
application”, ECCM 12, 12" European Conference
on Composites Materials, 2006.

AUTHOR’ BIOGRAPHIES

Annette Roy, holds the current position of senior
scientist at CRITT Matériaux Poitou-Charentes. Her
research is focused on adhesive bonding.

Yves Nadot, is Maitre de conferences in ENSMA. His
research is focused on fatigue behavior of materials.

Pascal Casari, is Maitre de conferences in the University
of Nantes. His research is focused on instrumentation and
mechanical behavior of composite materials.

©2008: The Royal Institution of Naval Architects




<<
  /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


