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The stresses and strains generated during punching of electrical steel laminations degenerate the magnetic properties in the
region near the cut edge. The existing work has tended to focus on strips, with estimates of the damaged width ranging from less
than 1 up to 10 mm. In this paper, ring samples, which are more representative of motor laminations, are considered. Increasing the
diameter of the samples and, therefore, increasing the proportion damaged by the punching allowed the creation of mathematical
models to describe and analyze the power loss and estimate the extent of the damaged region. Five samples each measuring
five laminates high with a constant outer diameter of 200 mm and various inner diameters (150, 160, 170, 180, and 190 mm) were
stamped from coils of M250-35A and M330-35A of a non-oriented electrical steel. A simple model was initially proposed, where
power loss is proportional to the ratio of the undamaged to the total width and the square of the flux density passing through that
region. An average width for the damaged region was calculated at 0.31 mm for the two materials.

Index Terms— Electrical steel, non-oriented (NO), power loss, punching.

I. INTRODUCTION

THE increasing demand for more efficient motors and,
therefore, for the optimal construction of electrical

machines requires the designers to possess a detailed knowl-
edge of the magnetic properties of the 0.2–1 mm thick non-
oriented (NO) electrical steel laminations that are stacked
together to produce the motor cores. These properties, includ-
ing power loss and permeability that are measured by man-
ufacturer tests on steel sheets postproduction, are different
from those of the final laminations due to stresses and strains
introduced by manufacturing processes, such as punching,
welding, and shrink fitting, which cause a deterioration of
the magnetic properties [1], [2]. The amount of deterioration
depends on cutting per unit volume, cutting angle relative to
the rolling direction, and the silicon content [3]. Punching and
shearing of the laminations introduce plastic strains [4] and
the creation of long-range residual stresses [5]. The plasticity
causes a decrease in the permeability and an increase in the
power loss localized in a narrow region close to the cut
edge [6] with the heaviest impact around the key parts of the
motor, such as the teeth. This local effect could have a large
global impact. Plastic deformation is the result of movement of
defects or irregularities in the crystal, known as dislocations.
The presence of dislocations hinders the movement of domain
walls, which increases the hysteresis loss.

Plastic deformation has been observed in [7] in
NO SiFe (2% Si) 0.5 mm thick Epstein strips in a region up
to 3 mm from the cut edge. Schmidt [8] identified a 0.35 mm
wide area of edge hardening in SiFe (1% Si).

Estimates for the width of the damaged area on
Epstein strips range from 1.5–2.5 mm by Senda et al. [4],
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1.9 mm by Kuo et al. [9], 5–6 mm by Loisos and Moses [10],
and up to 10 mm by Rygal et al. [3] for 0.5 mm thick NO SiFe.
Nakata et al. [11] identified a 10 mm width in 0.35 mm-thick
NO SiFe. Gmyrek et al. [12] calculated the damaged width of
NO SiFe 0.5 mm thick ring samples using an inverse algorithm
to be 1.40 and 1.87 mm using analytical and finite element
method approaches, respectively.

The magnetic properties of the laminations in electrical
machines will be impacted by the stresses and strains gen-
erated in the manufacturing process. The understanding and
modeling of the complexities of this problem are still an active
area of research.

The purpose of this paper was to identify the effect that the
cut edge due to punching had on the magnetic properties using
ring samples manufactured using an industrial punch and die
rather than a simulated process on straight samples. The rings
simple geometry allowed for uniform magnetization compared
with the more complex shapes of real stators.

This paper presents models describing the power loss due
to punching, which can aid designers in the construction
of efficient electrical machines involving more complicated
punching patterns, for example, the teeth.

II. METHOD

The loss, apparent power, and permeability of ring laminates
with various inner diameters (IDs): (150, 160, 170, 180,
and 190 mm) and constant outer diameter (OD) 200 mm
stamped from coils of M250-35A and M330-35A of (NO)
electrical steel were measured.

Stacks of each sample five rings high at each ID were tested
in a computer controlled, ac magnetizing system developed at
the Wolfson Centre [13], consisting of a desktop PC, National
Instruments Data Acquisition, power amplifier, and isolation
transformer. The 310 turn primary windings were wound on
three formers, to reduce compressive stress and increase air
cooling. As the flux density produced is inversely proportional
to the number of primary turns and the frequency, the number
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Fig. 1. Ring samples with primary windings on winding formers.

TABLE I

MAGNETIZATION CONDITIONS FOR RING SAMPLES

Fig. 2. Idealized slice of ring along the radial direction. With height h and
width w = (OD − ID)/2.

of turns was successively reduced at higher frequencies. A
four turn secondary winding was wound around each stack.
The three winding formers are not in a direct contact with the
ring sample which sits freely on the supporting blocks, so that
no additional stress is applied. The ring is therefore balanced
and stress free, as shown in Fig. 1.

Loss, permeability, apparent power, and ac B–H loops
were measured in all the sample packs at the range of
frequencies and flux densities presented in Table I. Five dif-
ferent rings were measured with consistent results indicating
a consistency in the material properties and the stamping
process.

Consider a thin slice of the ring cut along the radial direction
with width = (OD − ID)/2, height h, and depth δθ where
θ is small. The cross sectional area, A is defined as A = hw
which will consist of an area damaged by the punching
process, Ad and an undamaged area, Au as shown in Fig. 2.
The damaged area is defined to be an area of the sample
with a reduced permeability. The value d refers to the length
of cumulative damaged width from both edges. The flux is
assumed to travel perpendicular to the slice plane.

Fig. 3. Comparison of measured (solid lines) and predicted (dashed lines)
loses for M250-35A at 50 Hz and flux densities 1 T (bottom) and 1.5 T (top).

The flux passing through the sample, φw, defined in (1)
consists of the flux through the damaged area, φd , the flux
through the undamaged area, φu , and the flux density, Bw,
similarly defined in (2)

φw = φd + φu (1)

Bw = d Bd + (w − d)Bu

w
. (2)

The total power loss, Pw, is considered to be the sum of the
power loss through the damaged region, Pd , and the power loss
through the undamaged region, Pu

Pw = Pd + Pu . (3)

The magnetically damaged area is defined as having a lower
permeability than the rest of the sample. In this simple model,
Ad is assumed to be damaged to such an extent as to have a
permeability no greater than that of a free space and all of the
flux travels through Au , (2) reduces to

Bu = w

w − d
Bw. (4)

Although a three term power loss model would be more
accurate for minimizing the calculation time, it is assumed that
the power loss is proportional to the square of the flux density
passing through that region, i.e., Pu ∝ B2

u and Pw = Pu lead
to the following equations:

Pu = ku B2
u (5)

Pw = ku

[
w

(w − d)

]2

B2
w. (6)

The calculated values for the power loss were compared
with the measured values. The extent of the damaged region
from the cut edge and the proportionally constant were
selected to minimize the difference between the measured and
calculated result. This is calculated as a simple percentage
difference and was within 5% for most cases. The values of d
and ku were calculated to minimize the cumulative error using
the built in solver in Microsoft excel.

III. RESULTS

The comparison between the predicted and measured results
at 50 Hz for a range of flux densities are shown in Fig. 3.
The mean parameters obtained by optimizing (6) to produce
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TABLE II

DAMAGED AREA TOTAL LENGTH

TABLE III

DAMAGED AREA LENGTH

Fig. 4. Variation of ku averaged over the different diameters with frequency
for M330 (black line). ku = 0.0056 f 1.36 (dotted line). Error bars 5%.

the lowest cumulative error at the different values of Bw for the
five internal diameters.

The mean value and standard deviation of d at different
frequencies are given in Table II. Assuming that the stress
is distributed equally between the two edges, this results in
the damaged region extending 0.301 and 0.323 mm into the
M250-35A and M330-35A samples, respectively. However,
assuming that the cutting force applied is constant and the
stress is proportional to the length of the cut edge, there would
exist a larger damaged region at the inner edge, summarized
in Table III.

The average values for ku are shown in Fig. 4. This is
approximately proportional to the frequency raised to the
power 1.36 to within 5% up to 400 Hz.

It is shown in Fig. 5 that there is a linear relationship
between the ku parameter and the area of the cut face per
unit mass.

The results show that the power loss increases slightly with
decrease in the width. A sharper increase is noted above
170 mm ID, where the width decreases below 15 mm, as
shown in Fig. 6; this could be due to the stress fields and
increased dislocation density generated by each cut edges
starting to overlap in the center of the sample.

Fig. 5. Ku as a function of cut area per unit mass for the M250-35A sample
at frequencies 50 Hz (bottom), 100, 200, and 400 Hz (top).

Fig. 6. Variation of Khysyeresis against M250 sample width (mm) for
flux densities 1, 1.3, 1.5, 1.7 T (dashed lines) and average (solid line)
with 5% error bars.

IV. DISCUSSION

The damaged width does increase slightly as the sample
width decreases with a larger increase evident for the 190 mm
M330 samples. This is not unexpected. Although the damaged
width being caused by shear stresses during the punching
process is independent of frequency, it would play a larger
role in the area available for the flux to travel through at high
frequencies. This may be what is indicated here. This would
imply that the assumption that the flux only travels through
the undamaged region would only be valid, where w � d .

Revisiting (6), we can amend it based on a numerical
analysis of the data. The square of the ratio of the total width
to undamaged width is approximated as a function of the total
width, w. The parameter ku is best described as a function of
frequency, and the power to which the frequency is raised is
consistent for both samples. The constants can be combined to
produce a single material dependant property, K . Equation (7)
gives an approximation for the power loss up to a frequency
of 400 Hz with an average error of 6.23%

Pw ≈ K w−0.15 f 1.36 B2
w

K =
{

7.09 × 10−3, M250
for f ≤ 400 Hz

9.23 × 10−3, M330.
(7)

For higher frequencies above 400 Hz, the power loss is best
described using (8), which has an average error of 6.69%

Pw ≈ K w−0.15 f 1.54 B2
w

K =
{

3.30 × 10−3, M250
for f > 400 Hz

&3.96 × 10−3, M330.
(8)

The M330 has less deviation from the mean compared with
the M250 sample with both showing increased deviation as
the sample width decreased with a noticeable jump in both
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cases for the 190 mm ID rings. There is a consistency across
the frequency range.

The damaged widths for the M330 samples are on aver-
age 6.75% greater than their respective M250 samples. This
can be explained by increased plastic deformation in the
M330 sample The higher Si content of the M250 grade and
resulting increase in point dislocations act as hardening agents,
which disrupting the movement of the line dislocations through
the material, increasing its hardness, reducing the amount of
plastic deformation caused, and resulting in a smaller damaged
width.

V. CONCLUSION

A model to predict power loss as a function of damaged
area width is proposed. The power loss increases as damaged
width decreases. This is due to a higher dislocation density
throughout the sample as a result of the damaged region
occupying a larger proportion of the sample.

ACKNOWLEDGMENT

This work was supported in part by the EPSRC under Grant
EP/L504749/1 and by Tata steel, with materials supplied by
Cogent Power. The authors would like to thank P. Klimczyk for
the experimental work and A. Moses who provided valuable
comments.

REFERENCES

[1] A. Schoppa, J. Schneider, and J.-O. Roth, “Influence of the cutting
process on the magnetic properties of non-oriented electrical steels,”
J. Magn. Magn. Mater., vols. 215–216, pp. 100–102, Jun. 2000.

[2] A. Schoppa, J. Schneider, and C.-D. Wuppermann, “Influence of the
manufacturing process on the magnetic properties of non-oriented
electrical steels,” J. Magn. Magn. Mater., vols. 215–216, pp. 74–78,
Jun. 2000.

[3] R. Rygal, A. J. Moses, N. Derebasi, J. Schneider, and A. Schoppa, “Influ-
ence of cutting stress on magnetic field and flux density distribution in
non-oriented electrical steels,” J. Magn. Magn. Mater., vols. 215–216,
pp. 687–689, Jun. 2000.

[4] K. Senda, M. Ishida, Y. Nakasu, and M. Yagi, “Influence of shearing
process on domain structure and magnetic properties of non-oriented
electrical steel,” J. Magn. Magn. Mater., vol. 304, no. 2, pp. e513–e515,
2006.

[5] V. Maurel, F. Ossart, and R. Billardon, “Residual stresses in punched
laminations: Phenomenological analysis and influence on the mag-
netic behavior of electrical steels,” J. Appl. Phys., vol. 93, no. 10,
pp. 7106–7108, 2003.

[6] A. J. Moses, N. Derebasi, G. Loisos, and A. Schoppa, “Aspects of the
cut-edge effect stress on the power loss and flux density distribution
in electrical steel sheets,” J. Magn. Magn. Mater., vols. 215–216,
pp. 690–692, Jun. 2000.

[7] M. Emura, F. J. G. Landgraf, W. Ross, and J. R. Barreta,
“The influence of cutting technique on the magnetic properties of
electrical steels,” J. Magn. Magn. Mater., vols. 254–255, pp. 358–360,
Jan. 2003.

[8] K. H. Schmidt, “Influence of punching on the magnetic properties of
electric steel with 1% silicon,” J. Magn. Magn. Mater., vol. 2, nos. 1–3,
pp. 136–150, Feb. 1976.

[9] S.-K. Kuo, W.-C. Lee, S.-Y. Lin, and C.-Y. Lu, “The influence of cutting
edge deformations on magnetic performance degradation of electrical
steel,” in Proc. 17th Int. Conf. Electr. Mach. Syst. (ICEMS), Oct. 2014,
pp. 3041–3046.

[10] G. Loisos and A. J. Moses, “Effect of mechanical and Nd:YAG
laser cutting on magnetic flux distribution near the cut edge of non-
oriented steels,” J. Mater. Process. Technol., vol. 161, pp. 151–155,
Apr. 2005.

[11] T. Nakata, M. Nakano, and K. Kawahara, “Effects of stress due to cutting
on magnetic characteristics of silicon steel,” IEEE Transl. J. Magn. Jpn.,
vol. 7, no. 6, pp. 453–457, Jun. 1992.

[12] Z. Gmyrek, A. Cavagnino, and L. Ferraris, “Estimation of magnetic
properties and damaged area width due to punching process: Mod-
eling and experimental research,” in Proc. 20th Int. Conf. Electr.
Mach. (ICEM), Sep. 2012, pp. 1301–1308.

[13] S. Zurek, P. Marketos, T. Meydan, and A. J. Moses, “Use of novel adap-
tive digital feedback for magnetic measurements under controlled mag-
netizing conditions,” IEEE Trans. Magn., vol. 41, no. 11, pp. 4242–4249,
Nov. 2005.



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /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
  /CreateJDFFile false
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /DetectCurves 0.0000
  /ColorConversionStrategy /sRGB
  /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 0
  /ParseDSCComments false
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo false
  /PreserveFlatness true
  /PreserveHalftoneInfo true
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts false
  /TransferFunctionInfo /Remove
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
    /Arial-Black
    /Arial-BoldItalicMT
    /Arial-BoldMT
    /Arial-ItalicMT
    /ArialMT
    /ArialNarrow
    /ArialNarrow-Bold
    /ArialNarrow-BoldItalic
    /ArialNarrow-Italic
    /ArialUnicodeMS
    /BookAntiqua
    /BookAntiqua-Bold
    /BookAntiqua-BoldItalic
    /BookAntiqua-Italic
    /BookmanOldStyle
    /BookmanOldStyle-Bold
    /BookmanOldStyle-BoldItalic
    /BookmanOldStyle-Italic
    /BookshelfSymbolSeven
    /Century
    /CenturyGothic
    /CenturyGothic-Bold
    /CenturyGothic-BoldItalic
    /CenturyGothic-Italic
    /CenturySchoolbook
    /CenturySchoolbook-Bold
    /CenturySchoolbook-BoldItalic
    /CenturySchoolbook-Italic
    /ComicSansMS
    /ComicSansMS-Bold
    /CourierNewPS-BoldItalicMT
    /CourierNewPS-BoldMT
    /CourierNewPS-ItalicMT
    /CourierNewPSMT
    /EstrangeloEdessa
    /FranklinGothic-Medium
    /FranklinGothic-MediumItalic
    /Garamond
    /Garamond-Bold
    /Garamond-Italic
    /Gautami
    /Georgia
    /Georgia-Bold
    /Georgia-BoldItalic
    /Georgia-Italic
    /Haettenschweiler
    /Impact
    /Kartika
    /Latha
    /LetterGothicMT
    /LetterGothicMT-Bold
    /LetterGothicMT-BoldOblique
    /LetterGothicMT-Oblique
    /LucidaConsole
    /LucidaSans
    /LucidaSans-Demi
    /LucidaSans-DemiItalic
    /LucidaSans-Italic
    /LucidaSansUnicode
    /Mangal-Regular
    /MicrosoftSansSerif
    /MonotypeCorsiva
    /MSReferenceSansSerif
    /MSReferenceSpecialty
    /MVBoli
    /PalatinoLinotype-Bold
    /PalatinoLinotype-BoldItalic
    /PalatinoLinotype-Italic
    /PalatinoLinotype-Roman
    /Raavi
    /Shruti
    /Sylfaen
    /SymbolMT
    /Tahoma
    /Tahoma-Bold
    /TimesNewRomanMT-ExtraBold
    /TimesNewRomanPS-BoldItalicMT
    /TimesNewRomanPS-BoldMT
    /TimesNewRomanPS-ItalicMT
    /TimesNewRomanPSMT
    /Trebuchet-BoldItalic
    /TrebuchetMS
    /TrebuchetMS-Bold
    /TrebuchetMS-Italic
    /Tunga-Regular
    /Verdana
    /Verdana-Bold
    /Verdana-BoldItalic
    /Verdana-Italic
    /Vrinda
    /Webdings
    /Wingdings2
    /Wingdings3
    /Wingdings-Regular
    /ZWAdobeF
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 150
  /ColorImageMinResolutionPolicy /OK
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 600
  /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 150
  /GrayImageMinResolutionPolicy /OK
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 600
  /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 400
  /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 (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /Description <<
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e55464e1a65876863768467e5770b548c62535370300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc666e901a554652d965874ef6768467e5770b548c52175370300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /DAN <>
    /DEU <>
    /ESP <>
    /FRA <>
    /ITA (Utilizzare queste impostazioni per creare documenti Adobe PDF adatti per visualizzare e stampare documenti aziendali in modo affidabile. I documenti PDF creati possono essere aperti con Acrobat e Adobe Reader 5.0 e versioni successive.)
    /JPN <>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020be44c988b2c8c2a40020bb38c11cb97c0020c548c815c801c73cb85c0020bcf4ace00020c778c1c4d558b2940020b3700020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken waarmee zakelijke documenten betrouwbaar kunnen worden weergegeven en afgedrukt. 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 PDFs that match the "Required"  settings for PDF Specification 4.0)
  >>
>> setdistillerparams
<<
  /HWResolution [600 600]
  /PageSize [612.000 792.000]
>> setpagedevice


