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2. ddlo| 7L

2.7 Ad| ApRt
7}, A A=l #: 404,000 ton/d
u, Aakek 1 400,000 ton/'d
t} T/H : 59.1 ton/hour
2}, B 2Asize © 1.09 mnt X 1286 mm W

2.2 2A coil =74
7t 9473 1 915~2660 mn
. W7 508+ 10mm, 610+ 10mm
o}, & : 800 ~1860 mm
2 #7003~ 23
ol Z3 15 ~ 40 ton

2
~
H1

|l
U
=
=
ol0

I0
1
rir

2.3 Msliz=: CAROSEL type
CAROSEL :Consumable Anode Radial One-Side
ElectroplatingLine

3. deje| 4

Folm Q2Au] e, o

Z4u)9) 57 Rz U 7}

HA AW g 71eEE
71=adv], A2,

ek,

e

Hy

15%a2 Feat Treatznt
(2-FeS

FrwESl Gee s

o
a P [ ;@ 9 - i
G S Dbk TORF gy R e
IQED ITh ot

Pick.E QO
UL

Cetivery ocper

J80 1. EGL A4H| LAYOUT

3.1 2= MH[(ENTRY SECTION)
3.1.1 Coil Conveyor

7} 7%  coil conveyor £ 9U=9] FF Au|E Ao
9J&ljA] CAL, BAF |4 &4HeE Y2 loading A171&
oW walking beam®l 23l &2ojH TS AR
Coil Transfer Car®l] loading

w2 febloln 2 A9 Lift, 1782 Traverse 23t
2 74 Up(20mm/sec) Forward (195mm/sec)
Down Reverse(280mm/sec)

ol
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3.1.2 Band Cutter
7}, 71% ¢ coil conveyor #8 skid Aol 0.8 t o13<] =
Aol 249+ band Al A
v &A= 0 airt 4~ 10 kg/em?) FE, 9, AHEoR
2+ B4 Forward Head down Cutter cross Head
up Band pinch Band coiling backward scrap*| 2]

3.1.3. Entry Coil Transfer Car
7k 71% ¢ Conveyor 2578 Y& ol #1, 2 Entry
Coil Car 9] ZL& wlj&
. 25 AC RE 2 2% Forward, Backward

3.1.4 Entry Coil Car
7}. 71% @ Transfer Car 2578 ZU& dA o} 277}
Z& A% AlXsled POR (Pay Off Reel ol AHg/4
T o2 AU
v &% 0 f9H (Traverse © #4RH ) Lifting: £94
dd]) MM 28] height centering, width
centering

3.1.5 Pay Off Reel (POR)
7F 71% ¢ A9 2YE EolA linedl A& FH8tD 2
o] Z2]& < tensions FAIAA F.
o AbE
1) Mandrel type : 4799 segment® T4
2) Mandrel 2 : collapse(Z¥ 4#), expand
(29 A1%), over collapse(sleevendl])
3) Sleeve : rubber sleeve, 7Y W7 %ol segment
of olgt & A= HA, I WA vlyHEA],
FY WAool 274 %(508, 610mm) =% 715

3.1.6 Threading Table

7b 74 2 9& - top/bottom conveyor E T 9o
9 strip AGRE ¢t stm A &31A pinch roll off ©]
5 AR

1} 2= 49 : Threading Table & #ol] 98] 24 &
£ 545y strip ATFe] £33 PORS AALEFS
2 °F 1/2 3|A 3 magnetic belte] top conveyor i
H 21171 T Pinch roll W3ke 2 o]&,

3.1.7 Pinch Roll
7} 71% : Threading table & F84] %k strip= Al
2= A7) 11 DSC(Double Cut Shear) ©AE AA
£47] AGANA] ©)%F.

. 2% 0 {94 line run Al open

3.1.8 Flattener
7h A 2L 7% 1 2709 AR roll, 3709 3 roll 2 74
= Pinch roll & £33} strip & G448 w3 s) =}
(2L A= &% Tl 9alM N2, 23 5
o] £ o] BeFslr] Wi i)
U ARk A7) ZEA] air 2 W7} line run Al open

3.1.9 Carrier Over Conveyor
7} 715 strip & 9E3HA o) FAIT = 9E
v 3 2 91A] 1 #1 EGL 945 AvlellE 2709 conveyor
7} 912 7} conveyor ol Y] HEZ Hof 3lE
#1line : DCS A4}, #2line : DCS $Hko]] 93],

3.1.10 Entry Gauge Stand

7}. Entry thickness gauge : DCS el strip %4l
A3 strip o FAE dEH o2 % OFF-
gauge & A 331 DCS oA scrap *1 &

. 2] A AMERICIUM{(AM95) oA 23 Zolray
o] Eajeo]l 924 strip o FAwe} Wlsle A
A& ol g

% CPC(Center Position Controller) : Flattener ¥}& th

2ol /A8 strip ©] line FYo2 A A=A
£ webslo] ©]8 mandrel o A2 strip o] Al 4
;‘qoﬂ o)) mt=H ZX%%E]-.

I s s i |

3.1.11 Double Cut Shear
7} 71% ¢ ostrip & AR (top end) 2 &
end) & XYW EE 4 EF F o uet Hosi]
A,
oA A
1) cutting thickness: 0.3~3.45mm
2) cutting length : Max. 800mm
3) knife A2 : 2T Hydraulic toggle type <
2 fdoll o8] HAHE AFR o|F knife 9 4
3 $EoZ Ak (2 199 cycle B 2¥9) Hdh
double cut )

3.1.12 Scrap Disposal Equipment
7}, 71% : DCS oA AetH strip & scrap box 2 Bl
A
v #x] 74  scrap gate 9 3 709 scrap conveyor =
T4

3.1.13 Deflector Pinch Roll
7L 7% Ao g AR $Xgk S #1 line A
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strip & olefell Y18 837 o15A1717] flsll A=
I 17E
A

3.1.14 Welder
7} 7% 2 el
4L A&FHE 75 db7) flal Malady) Tym
o AZsle] Ay legzﬂ:/ﬂ- Lap Seam MJ?]“ ﬂxvl g}

& d&FoR 75_] E’\] Zi_i Welding WheeH 7]
Agog BAQE Zole EAlY =4 planishing roll
(swaging roll) 2 BAE o] YA &4 A=s F7t
A7),

27 E gAY 4% Q (cal)
Q (cal) = 0.24 I2RT
R(ZA43H = R1+R2+R3+R4+R5

}. 1 EGL welder 48] A}k

‘ Type Narrow lap seam welder
Max. over thickness 1:1.5
Welding speed 10~15m/min
Welding time App. 60 sec
Welding lab & 1.5,2.0, 25 mm
He5A | 0.3~2.3mm
58 & 800 ~1860mm
Electrode wheel 200 mm(dl.a ) 15mm

{water cooling)

Electrode pressing force | 0~1800kg
Puncher 273 10mm(welder &)
Shear 2 set blade

Welding power source Max. input 350 KVA

1

2

=2
T

oo ol

ek
j{_‘, NIV )

[\)
N1

w
z2 i

2
b |

718} © strip o 574 9, welding wheel 43k,
strip®] EAJH, strip & FF 5

)
)
)
4)

3.1.15 Side Clipping Shear
7} 7]‘“ D REo] T2 stripe] (AWETE T4 strip ©] o
< ) E5= W7)= %%—‘?—(ed e)E A A8l o]
2 ?10}04 TS roll 9] EW £4S osla £e
Wsl7} Holx] 8470l smooth 3 FHT 4= U=
£ 3,
AR
1) cutting % : 160mm
2) cutting 4°] : 470mm
F42lolm sensor o 24} clipping 9™ Z7)e
150mm/side

3.1.16 HCD section

7} 71% ¢ strip o] BIE AR, VAR 2R EA S
o] eHEAS AASI =F LA E AR =F A
£o A g1

. Ady] 74: HCD(High Current Density) Cleaner,
HCD Cleaner Rinse, Dryer & 74
1) HCD Cleaner (3l %)
A - o Av)Esfol sl A £
= oo Ao uAVIEEe] FH XHog R
B olgeidA QEEES I ®
2) HCD cleaner Rinse
- 2719] brush roll, 5 719] wringer roll(rubber) &
74
- cleaning tank Mol Hot water spraying(60~90
), brushing roll o 2|3 7ZFREHI T&:0] 1]
Ag 7] EAE A AS I wringer rolle] <3
rinsing

r
E
o

470

160

13 3. Side Clipping Shear
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- brush roll AFE brush roll 7}$t A =l whe} o}
E o1& ol& wAAY] Bt
3) Dryer 733l A 11-29] stream &2 45 A7
4) Tank
- TKO1 : storage tank(50m®)
- TKO2 : circulation tank(40m®)
- TKO3 : hot water tank(10m®)
-TKO04 : cleaner drain tank(40m®)

3.1.17 No.1 Tension Bridle
7} 71% : HCD rinse & %3 strip& looper ©
tension < A8 A} AAAAF.
v 2 1 de 2 28l roll ¥, sensor o 2sl
tension W3},

3.1.18 Entry Looper

7t 7% ¢ ostrip £33 Sl Q@A dE9 strip
speed © WEo| Bt} ety Tgo] o
A2 AEAQ strips T8 98l 4& Looper
oA strip & A%

1}, 4 : Horizontal type, 3% 3% 1 Looper car
o 9JaiA Y= BHA] (stripBA) stripE Al AlFst
A & 71EAlE strip FEE 913 23
(overspeed) 27019 CPC(Center Position
Controller) ©ll 2)& strip &% 24

3.1.19 el=4MH| Lay-out

Double Cut Shear Pinch Rall
Defloctor Rl 2N Carry Over .

SR Je) ¢ oo e

#1 Earth Roll B T l [} 5000 Qm
— SeChmm e Scrap || Thicmessgmee )
~r L —~ Disposall . .
e p ] )O O—’—” j/ﬁi%\h f’%‘
v Flatt
Widbness gauge boardin, Mand
" wPD Prysr  Cleming inam
a2 _' -
_ RBR 4 rsce
S o |y By Leoer F—‘g‘%%o (5 E‘j
U ——
C—____jw ! Brush
P—r
o o

a3 4. EMH| Lay-Out

3.2 Mx{2| Ad|
3.2.1. Tension Leveller
7. 7]“ :strip HE wave I S HHY 5o YA
& 714 stripell H83 d3S O]% }04 QAN E F
]

ojdto 24 FAS wA . Carosel UM conductor

roll Zke] A714 H3& EA gHarc spot HA)
A AR
No.1 Pre-Flex roll —— No.2 Pre-Flex roll —-
Flattener
1) yield strength : max. 40 kg/mm2
2) elongation : max 2.0 %
3) leveling : max 20 ton
4) W.P.D (Welding Position Detector) Quick open
leveler : -8 point 7} tension leveler ol =2s}H
x}E;@ o)
quick open, 357t AUt F leveler & close,
strip tension loading
t}. Flattener : Preflex Bending Operation S 2%
curse ¥ strip 7.

leveler?] strip tension 242>, leveler &

3.2.2 Pickling Equipment (*WI)
2 59 2¥9E
= Zﬂﬂow g oﬂé 5o =g Uiy 2 AR
T AE ZHS R
U AL
1) Type : Immersion pick by horizontal, 23t
counter flow =% : 2hH E& Fh.
2) solution : 16~20% HCl, 2% : 40~50 ¢, A
E% @ 715~800ms/cm
3) roll 74  sink roll(2): ¢1200X2060mm
deflector roll(2): 1200 x 2060mm
holddownroll(1): ¢250 X 2060mm
4) tank W5 : FRP 57
5) tank
-TK11 : HCI storage tank (100 m® )
- TK12 : HCI service tank (5 m*)
- TK13 : Pickle circulation tank (30m3 )
- TK14 : hot water tank(10m® )

3.2.3 Pickling Rinse
7}, 71% @ pickling H8& T3 strip ol EA3 Cl &
A AE
v, Abk
1) water temp. : 60 C
2) work tank : 1 (& circulation ©] ¢Fd)

3) 74 1 3 719 wringer roll, cascade type

3.3 M7 |==4d|(PLATING SECTION)
3.3.1 PLT (Plating Cell)

7b 71 AEA R ARl o|fAe oz Ao



Pickling

Pickling rinse
[Holddown roll
z O : Deflector ] (3 N
Crt) Sink roll OT0
Wringer roll T
el
1

T3 5. A ME|R

2] anode ¢! Zn (or Fe) ol (+)Zcathode !

conductor roll ¥ strip o= (-)F& A0]F<] anode

7F g8 HHEA 229 strip ¥ o]&o] HAE

TFo] "k

12

1) Reactivator : Hot water & pickle rinse A1 A
AsHe strip o A& ClE A AR AL
o 2R £70| ol H=E FslTe 9.

2) Pre-dip cell : AA2) 24 A Asl 2} hot water
2 g Agshd #Al #1PLT AT hot water
A

3) cell {(carosel type) : =FEE X (conductor roll
3} deflector roll 2 +43)
- Solution : HCI base
- Currentcapacity : 56 KA/cell
- Current density: 16~130 A/dm2
- Electrode : soluble (Zn, Fe). 22 EA/cell

4) Rinse : £8% X9d| Fsle =589 &2
£ Gike ol gal AAsE A4S 31 acid
rinse 284 EHo] o3 ]ELY Feie] HY
g e

5) Edge polisher © strip edge = AFEL7} 57
w 2ol =] ALt €.
ol#{3 H=F €4S WA

6) Dryer : strip ¢ €% ¥ AA

t}. conductor roll

1) A™ : Wiscalloy (700mm) + Polyurethane

2) size : 02440 %X 2060mm

3) sand block : conductor roll cleaning %] (band +-)

4) A7 2] (roll IR2 =3h)- A JA e
2 WAEs AstEA roll $EY 7 -FUrethane
rubber 7} F-&0] &2} arc 44 U

5) roll spray filtering &9} AME, #1PLT 9t AR,
band ¢} strip 7He] A71A HES FA & AFRA-
arcing 24,

6) mist spray : #2PLT ol water?t A8 84 3
7}8PA band 29.

.

2} anode

1) anode size : 76{(t) x194(W) x1628 (L) ,
179%g (Fe: 197kg) gap * 32mm

2) A A : Zn, Fe

3)AY - (+) 29 bridge 9ol new anoded
pushing, 25 anode £ A A.
Bridge® ¢ 1/50° A4 A edl AYE anode
%o strip B 7V7h&

Zn Anode
(ned)

£38%

1% 6. Plating Cell

u}, deflector roll
- Size : #1220 2060mm (20 EA)
u}, Edge polisher
1) 74 : 4 wringer roll, 2 brush roll, 2 guide roll
(ke aA) 2 74
guide roll®] ZAZ brush roll 2| polishing % =

z4
2) AV Zine powder setting tank (7.5m* ): #46,
47 tank & 92

edge 8 EF%0] B3 @A Holx] EelHe £, A
A 7)E drainA| A
A}, Rinse
1) 4 : brush roll, back up roll, wringer roll
2) spray-%9 : 55~80T
#1PLT : A8 <H3t
#2PLT : 0.8% HCl (=539 34
7 #Ag)
o}, Dryer
1) type : Hot air blow (100~120C)
2) 7} uA] : steam, 7}EH air & fan 22 Bof ¥
oAZ.
4 7h2] support roll ©] YA HA n2F3} ol
of oja] A8 <t
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L2 00006
OOOO0OOR

a8 7. #1PLT rinse

HCI spray Winge\r roll

Qm QIOO®C
OHEO OO0
#2 Edge polisher

8 8. #2 PLT rinse

Dryer

3.3.2 0|& =2 (Double Layer Coating:DLC)
7}. 71 : Plating cell A4 13} 239 strip o) 2253
< ohe A 834, 7 = gRes
L, AL
1) type: Horizontal type, soluble anode
2) E8%  3~5g/m’
3) max. speed : 150 mpm
4) A
- 2 %:12.5A0/rectifier X8 =10,000 A ,36 V
- AFYUE : 20~40 A/dm®
-&& 85%
5) conductor roll : 300mmD X 2060mmW X 3 ea
6) anode
- A7) 23R (Fe)-1860mmW X 2060mmlL,
35 (Fe) 144mmW X 1600 mmL
- FA : 5-(Fe) 1986kg/EA,
37 (Fe) 61kg/EA
7) Bridge 71€7] : 1/120

3.4 Ex{a| Mb|(POST-TREATMENT)

Dam roll Wringer roll

® [oXe) Meo o) ® ')

L1

Surface condition  Phosphatizing

a7 9. FAE Ad

QOq
oo OUQ

Chrosnatizing Water rinse Sealing

3.4.1 Surface Conditioning Section (EHZXH)
7h Ve L 7R B 24l wukiate) 2Wsl 9
2dzte] Tt
o AR
1) type : horizontal spray
2) solution ¥ : QI4F (PL-Z) , Z€ (CL-342)

) A7l #2+/A7E 9.8 m/2%
4) wringer roll 5 : 4 7Y
5) spray head : 12 7§ (8t2H¢)
6) tank : SUS304
PL-Z service tank, circulation tank
CL~342 Service tank, circulation tank
T) FHzAA  Ti3(PO4)2, TiHA(PO4)2, Eletzz
o]=(90%Ti + Zn, Ni)
U= :0.01~0.1um, pH :7~8

3.4.2 Phosphating section
7h 7% oAl QA vt 2y Ao s =4
N7 e o] WA 2 @S Bojst
v ARk
1) 3 zone- horizontal reactive cell
2) TAR 1 21.5m, A A)zr 5
3) Roll +4
wringer roll & : 8 7}
Dam roll = : 12 7}
4) coating % 1.5~2.0 g¢/m?
5) &9 PB-3312 (PALBOND-3312)
6) Tank A& : SUS316
t}. line speed ol we} cellS B 7) AFE-8}Lt AR
lcell - 70 mpm, 2cell - 70~150, 3 cell - 150~230
% Y2ATCZE 202 cover 7=

P

3.4.3 Chromating section
7V 7% e WAl Bo), wabgd gk
v}, Ak} : horizontal spray
1) cell 4 : 4 7}
Leell - 70 mpm, 2cell : 70~110,
3eell © 110~160, 4cell : 160~230
¥ lcell & AMESHEH, HAEA] 2 W cell, $EEA)
2 + 39 cell AHE-.
BIARE cell & strip @ 34 2 rubber roll 2
TE Y8 55 mist spray.
2) Roll unit : wringer roll -10 74
3) solution : ZM-357, ZM-3367
4) tank A& : SUS316

3.4.4 Rinse
7t 715 FA el &
U ARk
1) type : Horizontal spray 2) Rinse water : A&
3) Roll : 6 719 wringer roll 4) tank : SUS304

gl 27

rlo



3.4.5 Sealing
1.71% @ strip ¥9& wjudA sk =343 WA
&
2. Ak

1) type : Horizontal spray

2) solution : LN-62 , 40~50C
3) roll unit : wringer roll (8)
4) tank : SUS304

3.4.6 Edge wiper dryer
7}. type : Hot air blower
1}, nozzle header © 2 ea
t}. V-header : 4 set
2 L% :inlet: 30C, out let : 120T

3.4.7 Anti-finger Section
7}‘, 7]}_‘_ C EGI 71-%_;1_‘_@9] X]-F: %_04 —9—03%"05 ‘:’C}Z]’é}-o:]

WAA B
v AL
1) 74 : roll coater, dryer 2 773
2) A& Az F=gE @ 84 Aayl 4] (water

soluble resin, LN4512A B)
3) ¥3ek: 2~3m /s &% : max. 120 mpm
4) oven 2% : 300~350C (strip &% : 656+ 5T)
t}. 57 : APR A Wk wlel Forward, Reverse
type (o} 1&9] 2A-¢)
% 835 T2 Quick open
2} WA & LAY OUT
a. hold back roll : strip # backing roll®] &¥-3+ 4z}
b. backing roll : top coating ¥= strip & back up
A7
c. lift roll : bottom coat &) ¥-3+& 7HAA1A.

Applicator
roll

aff&lﬁ

28 10. HXIE Lay-Out

#6 T/R

3.5 & Add|(Delivery section)
3.5.1 Exit Looper
7}, 71%  dividing shear Y} tension reel 294 A4 &
AEBE Looper oA strip A A=k g7

3 717] A Rt strip 9 98 AA = -9
=%
U AL
D A%dsd © 460 m
2) carriage = : 370 , stand : 36 7}
3) roll = : AA- 4170, CPC roll : 6 71 (#6, 7, 8
CPC)

3.6.2 Oiler
7}. 71% : line speed W3}l uel AlSH o2 BAES W
A7) F718A) nozzle & FFH] o714 BAME
oil el BR71E 7hste] Saehe ABED| T
g fue galzlo g A
1}, AbeE : electro static micron oiler(Horizontal) type

3.5.3 Exit Shear
7} 7% © &3 )= strip A £HFE Zohlflo] A
At Sample A
1} ARE : Rocking® &t
1) cutting speed : 50mpm,
2) cutting length : 500~1000mm

3.5.4 Scrap disposal system
7} 71% ©stiripe] RS AE AA
L ARk
1) speed :50mpm

3.5.5 Exit Shear

7V 7% 1 &5 AWle strip A9 SRS Fohllo] A
T2 Ak Sample A3

u}. AFF : Rocking8d
1) cutting speed : 50mpm,
2) cutting length : 500~ 1000mm
3) scrap length : 1000mm

o}, A : sample belt conveyor, scrap belt conveyor

3.56.6. Tension Reel (T/R)
7} 1% AZEF strip £ coil 3 TrEE 9
1}, 74 pinch roll, snubber roll(371), belt wrapper-
strip AS27} tension & 71 wj71x] e 9
o} At
1) type : &% &4 715% mandrel type, EPC
systeme®ll 28 FEAog2 2EE o line FAlolA
150 mm °|%
Z42:420mm,

2) mandre] : ZZ :435mm,
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7174 :460mm
3) coil 97, FA :800~2660mm / max. 40 &
4) strip tension : max.5650 kg
5) belt wrapper
- type : single belt wrapper
- mode :over & under coiling
- belt :600 mm

3.5.7 Coil Car

7} 71%  tension reel A WHE coile banding
machine 74 &4¥+38l¢] banding ¥ %2 transfer car
7HA] &5k

Lh ARF
1) Type: V-saddle type
2) 1A 1 12M
3) car speed : 251mm/s
4) Adlskz 40 €.

3.5.8 Transfer car
7} 71% ¢ coil car 25| coil& WolA packing line °WF
shear line 2.& 24t
U AR
1) car traverse : AC motor
2) car traverse stroke * 29,610 mm
3) car traverse Max’ speed : 517.5mm/s

3.5.9 Banding Machine
7k 71t 2Yo] FoA 5 Band E 2%
Y ALF
1) Type * Seal-less type (3 point spot welding)
2) tensile strength: 75~85 kg/mm®
3) band size : 0.9 ~ 1.2x 30mm
4) strapping force : max. 1400kgf

3.5.10. Walking Beam Conveyor
7E 7% - 23 ZYE Coil Buggy £ ©1% or RCL 2
°olF
L AFF
D F%: )
2) capacity : 3 Coil X 40 ton

3.5.11 Coil Buggy
7t 7% AEE A M 2t
AR motorZ 3, AR coil - 8 7

35.12 2% LAY OUT

'

: J Inspection Room

4. WHIK 72

4.1 Tension Control

A4 Zgeele IYolzta she Ze] FurbaA A4
IRz o|FARBR FRE FA9 F F U=E XU}
ezt ol EelE Bl @rie e wAst
Aol E2A% &8 Aol ol B2
g § =% seloluzl Basjth £ =ollA 2e A
ol %7709 Tension Bridlec] $lo] o]R) 2]&} Tension
o] AolET} DC EZ AME-sla Jout AC 2E =aloln
Eol /it whe} 2ol ACEH & A

ful
rr
4
O
2

4.2. Seam MSESHE HATX|

AFll 3 J(EEH dHoR ZAE SEEe B
5 2 ARFE FFEF U= A
10000A~30000AF A= A
o 2% FAKVA~FIKVA F =] §39] AFY ALGA
7t B 838t}

Aotste] 29 HEHEE Wlstke Y

Arz 22FAE APk A5 F 1Y 28 2ol £
FARIDE SFAFE Aol 4 Y= AF AP 7
717k Bt sheb] SFAu] B WA guie @ 5

Ak, =z FA SCR W43 IGBTUHE #H4e] 2l
o ARE FH~FHATIA sttt £ = oA afed
o= 9.000A/36V &2 277171 16W, 4,0004/36V
£ A 7717k 2007 AR 1 )

4.4 XE&t M AH

ARl of2] 71A] D F-FEo] 2FH ol F2ola 9l
T Fael AA3 gl o 7t HFo] AAH o] L4
ojok grh, gk Z2Axo] ], xulojele] BY, 2Y



CHA A B g olulA] Ae)7)T Fol 8 Hojok
A o Alolsl T Hrhdel Alel7)7) Bast
Feol= PLCE AH&Se olF 7155 38l k3 dA
Aol A 28w BE 25 ALgSled Wt 4
bi stz Fska ok

A oy

l'N

o fr £t

rE
ol

5.2 E

o
o
Av)
o ¥
2,
L
o
N
N,
R

e EEEd 2589 Ao

gleng @A 73 el RSt e B F stuolth.
ohet A7edell AREH 2 Sle FR7IY REEo] B8]
FHRE olFH 3 3 A2 aFsta denR oy
H7F O F-EE ARsa /e Aol et FFele =
AHAA 71z} @de gl e 93 w3 #4
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