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Development of pulsed gas MAG welding process (2" Report)
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X, BN T—7 2RAESED ERIFICEH SN AR L
TREGBERT Al BEERRIEHEENAIETH
L5 LIz, RREROENEAHDFELND Z X
HATASRNEMTHDEVNSTZEL DAY v FEAL
EERTELHWLNATWD, —F, ARy X DORAR
MBENENIFT AT v bRHY, ThE Tx DR
PO HEM B R P OWRBIZ L BIEA NNy Z Tk 2D
FENHED BN TV D,

HAL =)V BT — 7 EEEOIKR ANy ZiziE, —#
BIZIX Ar & CO2 DIRE T A (Bl 21X 80 % Ar—20 %
CO2) ¥ —/L KH AL L= MAG (Metal Active Gas)
BWEMAHWLNTWE DV, £, 7LV AEREIEZ AW
TETBAITHEIC LD IEA NNy 4 T a2k ) b T
ARy B EODIDNEENFREIC 25> TR Y 2D 04T
XU A Y ERHE LA DY TFELERALIRLTY
% &89, REEATAT — 7 EWHEIZBW TS, Fki LA
W ORI X 2B ATHIEEEZX—X & LTELA
T =7 ZIGHAT D FIE 00U 4 Y RERHIEERAS D
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RiL, WHETICRAETHIRBE LT —Z Ik 7 —
7 NBVETE OB Z 15, S SICEEDLREICRELCT 5729
Th 5 515, Fiak LKA 8y ZALEINIE Z OB IS E)
T —7 DEEREEIRICSDETHD, MW7 —2 5
DAETRWT —JBREBIZT S L TRA NNy Z{L 2 EH
LTWDHDONREN, DE VRN AT — 7 BEEDK
ARy FALEERT DI OICEE R AT, BEeE &<
RESET, U VEBREOKRE S TRHICHEER S
52LThHhd, BAITINEERT D720 D=7 Fik
ELTC, Ar Z BHIICIRINT 2 FIEEEBRL V2T
Z MAG #%# (Pulsed Gas MAG Welding) | & £ 7=,
BARMIZIE, “EH AVEROWTRIRY AT — 7 iEEF
WA BED Ar 2NV ZRIET — 7 D A~RINT 5 2 &
TH A E BB s, 7T— 7 BREEFIH
L CEMBATHIEE 21T 2 ek CTh 5 1618, B 1 128
BITOMFE, B2IcAKYat 20N E 7T, B
1% Ar IIMHOERF %2 ONIZ LB % 0 ms &
Lice AFutERL, “EHJALVEANWTTUE—/) X
B COe &L, 42—/ ANhb Ar ZIRINT %
LT, BWMERESELEDD CO EEROT — 7 H
M (B1 D4, 12, 14 ms) LEMEHER ST L72D0
Ar ERoOT7—27#3H (K1 D6, 8 10ms) %, REEH
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AT — 7 O BARETHEERL R L 0 b RV EH T
WY Z L THBEBATHIZTT 5, KAFHEICEY ARy 4
OFRAERRTH 2 KICHKE LB A mNT — 27
W&k o THRET 2 2 ERni, ARy Z2RELT 5,
Ar OWMITETEBEBIZ LB RO BAZ SV ABINT 5
729, Ar DfFEHEITHRKTH Ar: CO2=2: SFRE &
wmTHY, —f&M7% 80%Ar—20 % CO2iRE T AT LD
MAG E# LR T A E T Aa X MIKEBIZTZ N5,
Flo, REEET— RN E B E R B IR Cu A fTRE
HDTH, BADBEDORM = A MIm/NRIZH R %zhé
B, BOREIALBRPEOND Z ERHEI T
5 17,

AFov 2285 E TOMREICBNT, BB
THIE 2 FTREIC T 5 72 D Ar TRINEA: (Ar TRINJE W 3,

BB, Ar BOEE) ITEBROICEH S, 55—
HIZTHRE L9, L LEERICBWTIL, B8EERB
FOU A YA, HDENDIETA YEN—TERETIC
BB RETdh s, EiiLITBWTE, V—7 O
B, R, R EORBLEREIZE U Ty 225
B BN CHEETILERND LD, A7t ADIHE
M Z LT 5 2 L 2 B, RIFFTIL ¢ 1.2 mm,
614 mm OV U v RUAVITTHEHEER 235~350 A
(7 — 7 FRKREE S BAMEELLIZ LY 200k
WCAEBT 2 10720, UBRIXFEAEAEEERE L CHRL

| Ar addition conditions : f = 50 Hz, Qave.= 4 L/min, t =5ms

Welding direc_lio_n CO2
—_—

Droplet—

B1 BEENASTREY L EHBAIOKT

Inner nozzle Wire

Outer nozzle \I

Droplet

Co,
Arc

Arc force *

CO, arc period

. L

WI-HRE SULRHR MAG BHEADBFE (58 21R)

T2) B L L, WHBATHIE TEEZR Ar BN
Z FEBRAICIR A L 7z 20),

2. RERAE

FRICHWZERE b —F X E ) AV 2B
775~/%»mecm&ﬁﬂ/4V%~/Xw#6Ar
ERINT 5, Ar IZEBAFEHNLTHEMLTE, HnizE

W EEIESEE A 400 Hz, 42 - 47 OISERMIT %
NZEN 0.5 ms BE 1 ms, Fmix 10 EEIOEHED L
DTHD, BRESHALDL 7 VIO ETO Ar R
B1% 800 mm & L7z, TNENDOH AOUEMGEM %R 1
T, WEEEIRITT U2 VA N — X EIR & E T
EBEE— RTHW:, BV A YiLe1.2, 1.4 mm O
eV v FUA ¥ JISZ3312YGW11 & v iz, A#E
W, UAVEGREE, T—7EBE, WEEEITR2I1Z
AR CEREI TR, CTWD (2 %7 hF v 7%

— M RIEEEE) 12 25 mm ICRB L ORE L, KN

(SS400) IZFH& E— A FL— MEEEIT- 12,

Ar IRIMEHEDERBITICE L ETREBZEET 12
O, Ar OJEEE, ERIBHERE, THREL A S,
EBREITo T2, Ar ORI SV A FEHR ”b:%ﬂjﬁéh
DIEREEFICL Y BRESOFRMAZHIE L, B
Ts 77 P R[] 2 3% “;El,to F7, Ar BL U CO2 ODJPi’Jm
Bii~vA70— A =X ZXVRELZ, CO: D EIX
25 L/min — & CEBR L7, WHBATIXEE O 7 — 275k
A EEE D A F (1000 fps, #IEHEM 50 us) THRE
LCHE LT, N R/RRAT7 4L 2% 960 nm (CEENE
mnm)w%@%ﬁwtomﬁfﬁ%7®% &R
, B ASNVAEE, HEHEEIR, 7 WY & F
LT,

B, REPEETIZCO2 & Ar @ 2 FEIHOH 2 % A
D8, BRI RET 2 TEES, NEYRE BL O TE&E
PR IR OMOE Y Wb Ar WSO
ZEEET,

Electromagnetlc pinch force

Ar arc period
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®1 HAHBMEH

Frequency f 20 ~100 Hz
Flow rate (average)
Ar 4 L/min
Qave.
Valve opening time t 5ms
CO2 Flow rate Q@ 25 L/min

2 EEEH-K

Outer diameter: 22 mm

Outer nozzle .
Inner diameter: 16 mm

Outer diameter: 11 mm

Inner nozzle
Inner diameter: 7 mm
) JISZ 3312 YGW11 ¢1.2,1.4
Wire
mm
Base metal SS400

$1.2: 235 ~325A

¢1.4:280 ~ 350 A
®1.2:9.0 ~ 14.5 m/min
¢1.4:7.1~9.8 m/min

Welding current

Wire feeding speed

Arc voltage 28 ~42V
Welding speed 5 mm/s (30 cm/min)
CTWD 25 mm

3. RERBRLER

Ar RO RT A= L LT, EHFE, B RN
ZZNZN 4L/min, 5ms THEL, BEREz Al st
THEMBITHS ZME L, Ar iRINCxH T 2 BT
L OFA’ L, Ar 7SV ZEANTK LT EDREERDY L TR
TRBATT 20 E VI BAD, THERB, TF) L&
O TRFIVER ) o 3 F TRl L7z, 3G E EUEIT L
ToLBYTHD, Ar I 1~3 [EIC 1 BEABRANCE
WRBATT 2 b04% THEH), Ar &0 1 ENZER S 1
EHAICEATT 2 b 0% TR, Ar 001 BN
25 1 BURBIMICREAT T 205, 1 2 H OBWHEBITH% b 5E
OHDVERBITNAELD b0 E RS & L,
HEARMIZ, WbhWwd 13L& 1 Rry s TR
MART e 2O BETEHBITEEL L, ERT5H0
LT 5,

99 1.2 mm VA VICBWT, BEER%E 235~325 A
WWEA S CTERLUICHEREZR 3 IZAT, it
INENOBEBREMICHIE LIZU A ¥ EHHEE
(235 A: 9 m/min, 280 A: 11.9 m/min, 325 A: 14.5 m/min)
THEBELZ B3 LY, AMEEITH 2BEOHHEZ & o
THAMALTEY, AMHEEEZAND EHERM S 5V

W - A 1-3

WI-HRE SULRHR MAG BHEADBFE (58 21R)

REEEE 2D Z R’y D, 235 A TlE 20~40 Hz,

280 A TiT 40~60 Hz {13f ® Lk R #aPH TR 5 D
WXkt L, 325 A TliE 70 Hz {4 o Bl p e i JH oD J] 5z
BThnwEEMTERY, 2, REBEHEGHIZIV A Y
WEREE O ERIOGE U ThRA CEBREMC Y 7 FT 5,
BB I ORFEMEBBHOILS VI, —HEOIZHLRTH
% MIG * MAG IFEHIZB W TEEBIRIZARDIZEARAT L —
BATIZZR DT VWO LRI UREEEE X b, BB
FHICHES TEBBE L FHOME NME D, WIHBITH
WZ/NREDEET 8 D WVITHIR DR R E LR T < 25720
LEZBND, —J7, WERME O RO HIPH IR
B ERBHPENILL DML TS, ZORKEATITELR
W /NEVIRBET Ar TIN5 7 — 27 KL E
CTEY, ZOEMTIIY A Y b EMITHENR X3
WK D Ar TN E > TEMMABITT 2, Wb d 2 3
NA 1L Ray 7L BRNHA SN,

DlbEXY, WEER (T4 YERBELE) O8N
AN E 20BN D HAEF L2V ORI Y
ik, BEHEEBERB LU A YEGEE OIS L TR
DB OREREICA DY, @R ¥ A7 TAr
EWRINTOLERDDIZEERLTVDEEZOLND,
SWHRZD L IBEREEIN BN THD LA L7 TAr B
WM& LTY, WHITEEDL 9 5 72 OBRE 23
DT, FPicExhneEEZExohbd, T72bb, BWRNY
A VIR SRS B 7202 LI KRN EE T S 2 &
ERIEL TV D,

2T, B3 B\ TCHMIEIR DA O R RAFITICH D
280 A, 50 Hz Z#H#EL L, Z OWOWHEER 4B H T
%, WMAEOFEZ, BEMREMYZ0 0T A YEGLRER
BrEEHcHs Tt T2b0E L, LFOR(D)
ERW, B UA Y IEREEy, VA YL, Ar {0
JE S, WAV Th D,

UfX(%)ZXT[+f=V SRRV ¢

U A Y EMEEE 11.9 m/min, VA Y ¢ 1.2 mm, &
W% 50 Hz 2 DIREAREZET 5L 45 mm3 L7 B,
KD &AW TIATEEFE 4.5 mmd (TS T 5 U A Y&k
WL Ar WA EHOBRE RS, B3 IR TR
T, TR ARAE 4.5 mm3 R 1T, =B R IR0 W
SO TFHICHED OO, PR H O RAFT % @i L
TW5, Lo TRMGHEORERERXT-MEEZDL &
NTE, KERZEMZBW TIXET AR 4.5 mms R
LRDEDICHFHERBRT LI ETCREMIAEONRD Z &
PWRENE, FEEAECBNTYH, 20 4.5 mm3ft%x
KL FTHZ L TRET RS T A P EBHE L Bl o
BEAELhzZicsd, LEXY, ¢1.2 mm TA
YT TIT 4.5 mm3 BRAF T % £ Y |2 [R) B B 23 20 46 L
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TWBIZENRDLMLY, ZOZENBWNWbWWDH 1 /3R 1
K v Al 7D OWHEBOFIENRE I N,

OSemi-synchronous, OSynchronous, AExcess drops

100

90
80 F
70 L 4.5 mm3
60 |

O
O
A

325A

50 | O
40 | o ..-°

30 .-
20 @)

o 235A
O 1 1 1 1

Ar addition frequency [Hz]

Wire feeding speed [m/min]

K3 ¢1.2mmIAVIZEITEHEFRITONG
(Ar AMNEH : 4L/min, 5 ms)

—77, AR TDIEo1.4 mm VA VI TRBEER
% 280~350 A ICEb S TERBRLIEMSETHL. B4L L
D, FMFEHNRPIAS AL TWnDEZ EnD, K
2t AL ¢ 1.4 mm VA YITEWTHERBEITHIEN
ARETH D I ENRENT, FEMBITONAIZDONT
612 mm VA YORMBETHLIRI LRERD L, 1
ENOHAAFEBEOK/NIRRD OO, [FMFEEIEAE
ERVICHHA L TOWABBEMIIFAETTHY, T4 Y&l
Emﬁbf%&ﬁ%ﬁ@_&Efé:kfﬁ%ﬁ%%h
B ENSMND, —F, B3 OERLIIHGBMIC, H4

%wfiﬁ MMT%52%A®ﬁ#H%ﬁIh&<
fcﬁofb\éo INiFE 612 mm VA YDORELD U A Y

AR U TR BB SR AR W 72 D B I MK T
L, B S BREY F NN EL 20 IWTEBERL L
W WD B NS, FEROIEBEN L /NS IR
ELS5WE, REEHOFTHARK 3 D ¢ 1.2 mm ¥V
AYORELY S oo TND EHELT 5,

014 mm UAVIZEWTHIEMOBER T 2720121
LTI FET S EEx b5, LEEN-T, |l
WU AR AR 4.6 mm3 AR 412 b R CoRd, B4
v, 4.5 mm3#iE 325, %0A®%#’£w1mﬁ%

FHENZEBEB LTV 005 MOPRMATEE->TEH
b7, HIZ 2%Abkmfiﬁﬂ%k&ofwé:&
NE, RSO EERZITEBRTHD LIXS0EHD,
bz tnn, B3 ER4 LYl o R YT L2

WX - HE 1-4

WI-HRE SULRHR MAG BHEADBFE (58 21R)

Bz RLzb DD, TAYRENENLLTHEEITITERE
BERAC 38 U 72 ST AR N B T 5 2 &ﬁ)mﬂﬁéﬂf:o *
7o, B3 OFER & U C R A D 2 &
bb, VA YEOEAITETEBENICER T 288 )%
fbz b3 2 ENRBI T,

| M Semi-synchronous, @Synchronous, AExcess drops

80

70 | 4.5mm3 [}
— 60 | m o -
= [\ T =
S | Y S °
= e W
N
SR ° °
= ] o A
3 r @ o
5 350A
Tor m m
<

10 280A 325A

O 1 1 1

6.5 7.5 8.5 9.5 10.5
Wire feeding speed [m/min]

K4 ¢1.4mm IA VIZEITEHBEFRITONG
(Ar AMNEH - 4L/min, 5 ms)

INBOREND, BHEERBL OV A YEOEN
VR BIENL O 7= D D BEEN 1112 52 D HEIZ DO\ T B 5 #é
WHIZAER T 2112250 T, KB 5 23R mk ), Bk
R, 7=, TITRATKRIMIT LD EAW O 4 R

WCRELHHELTERLTWS, ZhbD ) LEBAT
X, BEANEZ BB AERICEIVRBAEL, VAV R
ﬁ%%@iﬁntﬂ:ﬁ%?é%%ﬁké%mw\é“ko

, WHEEMB L OV A YROE, ThbbERE
E@%ki;@%ﬁ HERT AEMK I~ KREEEE
EIETZENHERIND, £, REENICE DR
LEERL T INCE T 2R O EEIL, U A YREmICERK
SNDFEMORKES (FFE) ICEEEINnD D Lnb,
TNOLONRKRME L THEMERMEAWD ZEREYTH

ERbnd, 22T, VA YROEREREZERE
ERXOWHEBOBLENOER LB L TEET D,

5% RIBIOK4 OERELEREE L IERHAR
THEMBITOMZE LD ORLEKBRTH D, REBER
BEIIEEERE VA YELLEH LM TH Y, A
IR Z2HTEE L,

B5LX0ETVAYROTay hERE~DE, ¢ 1.4mm
TAYIZ$1.2 mm VA VICLENEEERIZEG WD, &
MBEEIFEL 72> TRV, K 230 A/mm2 LL FIZ554 LT
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WBZENSND, —H 612 mm U A YiE 325 ACE
WK 290 A/mm2 &, FIEWRED ¢ 1.4 mm U A ¥ DK
1.4 FIZEBRBENE N, T 0K 9 IZEHHKE T
THIET, HEVAVREBEBROERMERELRAEN
WWEHML7Z, &UAYROT ey b, BICFEB&EMEICE
WTIHAVWHIFTER> THALTWNDEZ &b, Ar i
INZEETEFREAT AR 3 2 D38 0 L VR IR 78 & BB LI
M BIND EE 2D, RGP 2 BB
TRICERT D &, BREEICEST, BBXZ 4mm3
MEBETHD I ENHALAIND, 2O b, FIRL
TR RFE 4.5 mm3 BRIE, AERSMFICBWTHBIT S
7D BEREFHEMO TRMETH 722 B Z DK
MHRE STz,

WIZE 5 (2B 5 (A)~C) D DR BITIIEIC D
WTEET S, B5 (ADIXLRMEFRERERKE V-
KERBEOHMBETH Y, WHBITIXERMZ 7R, 2
O CHBEINZERBITORANEZR 6 12, @miEE
AT OEBRERTICRT, ZOFREIZT A v EiaiEE
DENWTZDEFORENSEL, 2 Ar IRINE I K
WEIETH D, () CO2 FIREDT — 7 W CHEH AR
LT s, (b) Ar EAOT7 — 7 HRICY Y #b -7
ZAI VI TIZEFHRICEA R ST THHMAKET

WI-HRE SULRHR MAG BHEADBFE (58 21R)

ETWARW, ZOHFEE) CO2EED T — 27 HIMITED
RHIIHRAZICKRELSEEL, B CEOHEEZT—7 7
REHMEN T2 ENRL 8D LT COz ERD
7 — 7 BRI KRBT A B I > TWTE
DHEEBLL CLE S, bR (Ar EEDOT — 7 HifIC
IO BEDL2LD, RELEERITERICHER L WD)
FREROWHENPEETE TR, TDHITF O (a) CO:
FHROT =7 WHICRY, WHRBEATYA 7 L3 0 IR S
nNo, 728, ZZCHILLERBABITEEILTLLE
B CiE7e <, BH ()25 (d) CHEIHHEELL LR o T2iGA
@D Ar IRINZ AL TEMBITN AL 2546 H AN
Wb, LED XS ICERORE#RE &7 — 7 &1k
DEA IV T NEYTROTZDERBITY A 7 38N
Whpd 1 /79v 21 Fay e TICHERBIE 8D,
B 5 (BT IARE 2 K& WO @ EIRE E O
#HATHY, WHBITIIREEREZ T, Z O THl
BINTEMBITORANZR 812, EHED AT O
BER 9 IRT, ZOFBETIL CO: ERD T — 7 #iMI
R L2 Ar EEOT7 — 27 1IC8b+ 5 Z & TR
IZEEL G 5 2%, F DOB%I/RIOVER B D W IR O
MRFIIBITT D, ZHEEBRBEEICLLZAT L —F
TOELRTINBFICRNTFHERLEEZL DI, FRIT

CJMSemi-synchronous, O@Synchronous, /A AExcess drops

o OOA : ¢1.2mm
11 [ | HOA : $1.4mm
10 _ (A>
9 L | A
O
o 8 r . (B)
E 71 o A
S 6t o o - ..
= Ce ©e.. A
E 5 | . O . ...................................
= . T
Sl o® ° > §§
I e e = H
235A
o[ 280A 325A
1 L
O 1 1 1 1 1
170 190 210 230 250 270 290
Current density [A/mm?]

B5 EREBERIUVABARECEELAEL01.2, 14mm A VIZE T 5B BBITOSM

W3 - A 1-5
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290 A/mm? {73 TIEK 5 mm3 Ll EORFEEREIC R 5 &
REIEHE AL LT D, 2B REER I 230 A/mm?2 2> 5 4
CHaH A Z &M, K7 AR TIEZOMNEDE
TEENEREREEICHLY T EEZ20ND, BEO
MAG 58 (80 % Ar—20 % COs2) 2B W TH ¢ 1.2 mm
U A VITHEIT DN ERE EIX 220~250 A/mm?
(250~280 AfHY) L7257V, BB LZR UMEE 72
5.
5 (COIFHLERIIRH RN/ NS WEBETH Y, B
BATIZERE 277, ZoOfA TR S LERBITO
HMAXKEZR 1012, @EED A7 OmEBER 11 I2RT,

(a) (b)

Nozzle

S ol g

Arc —g

C02 arc Ar arc

WI-HmE SNLRAR MAG BEEORE (F28H)

11 XY, (@C0s EEKDOT— 7 HFITRNT — 27
TRLH L on-EiiiE, OAr ERo7— 7 T
DXRZERNEFLEI ET R +pIcENTET, HE
Bl 9 2 AN Ue)CO2 EROT — 7 FARIZE Y, @
T =7 NP BEEEIERT S22 TUAVICELDY
S EHITHELEFSOATLE Y, (%D Ar EED
7 — 7 I IRER R E LT d 2, R
B UNDAERBHIZAE S T L CTHREBICE SRS, Wb
WDH 2V A1 Kary b,

5 (C) > 43 A1 il PH I EE I AR FEAY 4 mm3 LU F OFaH I
SAHLTEY, SN ITEWERSEE®EICB T

(c) (d) (e)

) |

CO2 arc COZarc ‘ Ar arc

6 5(A)IZHE T 5 BHBITOES

(a)coz Welding
—l

direction

7 5(A)IZHE T B BEBITORT

Nozzle
Wire

Droplet

Are —— CO_arc

& Ar arc

® Ararc

8 5B)IHB T 5 BMBITOESE

Welding

—

direction

3 mm

9 5(B)IZH T 5 BHBITORTF

W - i 1-6
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T 272D OWHEKRO FTRMEAK 4 mmd —E &
7o TWD, EHLEE O 230 A/mm?2 LL T O T
WY T OBENRIFL, /NS 2R VAT CIXBEDL O R
ThirEEZOLND, —J7, 230 A/mm? L EOFH TIX
Ak L7 R BB EE B - Th D720, EFE
UF TRV T D LB LND N, ENT
b AT 572 O OEHER O TIRMEIEL 230 A/mm? LU
OFMEFRLHN4mmd—ETHD,

AT A CO2 EEO T — 7 WM E Ar EED
7 — 7 M EEYIET VA S 2 MAG FH OH4 L%
A HiD, BREY T I EETHHEN O 7= DICE I IER
SHDH-DIITE, A VRENSIEENETFT 58I
O aEER L, BIREEZED S EEREEZ RITHIC
BEMEEALERH D, L LIEREEN/NSWIEA,
BROMENRRKENORERNNVKEL, MATHE
BDAIENZ L3, BTN DEERMEZES TS
O, Ar EEROT — 7 HIRFIZK OB ALK T D Z &R
WThHDH, TOLDEBREBEENEHNGAE TH- THEM
VTN EETEBERICEINER S5 2 R TE R0,
£oT, BREEICLILTH D —EOEWRHMEIEL LTk
WERIHITERWEE X HND, e, B5 LY 180 A/mm?
BT DM O 7D OETE AR TIRMEIL 5 mm3 &72-o
TW5, ZHIFERETERLELAGHELY LEIBICE
T ENMEWEFAO -0, ERE TR ENSBEEIC
D IETEBEBLCER T 2 BB IME T2 2 & C, &6
RERBWMEENIMLE Lo fER, £ FIREN LA
Liz&&EZ2bND,

LB OFEBREMECTILEMARIFERZ 5 ms —E& LT
FER L2, B 1D & 0 BERAHREME S ST 2k
THEMBITRRIZIET D Z B> 0D, BHEFHF

Nozzle

I L nd L

No necking

Arc \.
CO2 arc

Ar arc

WI-HRE SULRHR MAG BHEADBFE (58 21R)

BB 2 BB b S8 5 & Ar ERO T — 7 B
ORMERNEE D70, LV /DS REBEHITBVNTH Ar
FROT7 — 7 HIMOEREE T L O O AERAMIZE
W, RO 72D O B /NERAEIL 4 mm3 X0 /IR
LAHEMER D D, LV /NS REHEEREE TBITSE
L ENTENIE, SRRy ZORBICEET S
AR B DT, SHROMTRIREE Lz,

4. BHYIC

AHFFE T, 7SIV AH A MAG BEEEICBWT Ar ©
BMEM 2B S, VA VERB X OREERRIETRS
ITICH 2 D2 HBEZRE L, UM/ REEL &
H 5,

& LR H A MAG BBEOERBITIEEIL, T4
U C O EIRE L & B AR (Ar RN 1 A H 7
DDOUAYIERKRE) TR -ICERTE -,

o S M ORBESMEM TIX, Ar IINCFM L TR
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