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(b) ARMA Parameters ( v,/ V)
Fig 5-1. ARMA Parameters (250A. CO,-Ar Mixed Gas)
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(b) ARMA Parameters ( v,/ V)

Fig 6-1. ARMA Parameters (200A, CO;-Ar Mixed Gas)
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Fig 5-2. ARMA Parameters (300A, CO,-Ar Mixed Gas)
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Fig 7-2. ARMA Parameters (350A, CO;)

Fig 7-1. ARMA Parameters (300A, CO;)
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