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BHE AW KIE

P il e T e Py el i i i

1

THAREEREHE
ARAER & T A R H R R AR B R HE X

diiﬂﬁ;rﬁ [F R U AT AL A T AR, 028, BHBT, R B BOR CA M B T, A R A 55 S0 BT 4R

2 SRR
GB 1.1 JR¥E(L LS HEGEHERME
GB 1.6 AREEALTLAESN RiEHEREIE
GB 10112 TR AEM—RRMSITIA
3 BREESH
3.1 ¥HRBSYL  plastics kneader
i — 3 BB A BERE BT 5, X E Rl R R R AT 1R A BB 1 2 ISR S AL
2,2 KA discharge device
MTEAEREHRETEH, EEFARBNRE.
2,3 3143 kneading chamber
AR A R TTAERR Sy , B I e e H 45 MRy at i
3.4 HEIW  kneading blade
sH e A BGIR AR VB S R A AR B TR B e A Z
7.5 HAELOARF net volume of kneading chamber
M IEHE REeESReRZENERER,
2.6 BEETAEZF  working volume of kneading chamber
1R AP A TAE A, B EIK BT 48 & s 4 B ey iR B
4 B hERIZ R
4.1 ¥WERHNEFRIBEEYL plastics dispersion mixer |
A — X E TR 3 T B B Y 3 T R R AR S 0 SRR TE T, (R BREEAT 2 9 28 s EX
¥R E R S BRI AR . A 125 SUE R IR A P
4.2 FFEEHERE  duststop
L FERAEV SRS HI T LM FmTL, BT RIS,
4.3 EKRIEEH  floating weight device
fj*‘fﬁ':ﬁﬁﬁﬁ%‘??ﬁﬁ_tﬁi.X‘J?HiﬁﬂI%*“iiEﬁﬂﬂ R .
4. 4 HisR3EH  tilting device,dumping device
A 6L 1552 0180 2 B BB TR S
AL F TV EB 1991-07-22 LA 1992-07-01 355
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4.5

4.6

4.10
411
4.12
4.13
4. 14
4.15
4. 16
4.17

4.18
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& rotor

LHEBRFRAHEER BERGEREHREHERR BN,
IR F elliptical type rotor

TAEE D RE R A OB, RENEE U TR AT,

BHRZE mixing chamber

BERTFILESS, RA el s a3,

IEE B2 chamber side

BERT IR AEMRGEREHREAE, 54 MR AR E S0,
M@ B% chamber end

BT LER MR R E RS R TN SN S AR AR S S A,

i float weight,ram

MR, AR TR TR TS,
¥t feeding hopper door

AT AR BT,

ﬂﬁ- HZAM  net volume of kneading chamber

R T ERM 0GB, B SHT 2 SRAR.
WREZEF  net volume of mixing chamber

ERTEZERERBUEN BEESHTFZAMSEAR.
E%RELIESF  working volume of mixing chamber

AR E TR LSS IS WA BRI B R,
ﬁ?ﬁ It rotors friction ratio
BFYIREREIE TR,

F¥TFmBE  wing

e FLAERRA Y i ok

Zf58 left-hand drive

R ERNTRIELEEMMENRR,

At&5h right-hand drive

RHRBEMTRIEEGENEHER.

5 WRAH

5.5
5.8

0. 7

BXHE APl plastics mixer,plastics blender

3 3005 ) B AR Y A1 1R 2 BY LR,
DRI IIRIB &P plastics hot-mixer, plastics hot-blender

ERRS T BRI L RERNERE EHGHEE. BELH HLAE
PRI IS HIR S HL  plastics cold mixer,plastics cold blender

E?K?%fﬂﬁ?ﬁ??,Eﬁﬁﬂﬁﬁﬁﬂﬂﬁﬁﬁ‘gﬁﬂfﬁﬁﬁfﬁﬁﬂ@mﬁﬁn
PEFEY:  agitating blade

MY TR E WA RS ER R G4,
A E mixing chamber,blending chamber

BARERX TERS BB NARS RS,
KENXREE  jacketing type mixing chamber, jacketing type blending chamber

WHERS A R R EHREE.

BESZERZER  net volume of mixing chamber , net volume of blending chamber

BRI B AT SRR MM SR AR,
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5.8 $rKHE  batch capacity,loading capacity

5. 8

AR 'iﬁﬂﬁﬂ’]ﬁiﬂ‘ﬁﬁﬂ%@ﬂﬂﬂ%ﬁﬂﬁ HARERABEE 655,

R4Aata  mixing time,blending time

IR AT IR VR S S T R ATt IA]

B WHILREH

b-

1

. 8

.9

.10

11

- 12

.13

. 14

.15

. 16

17

. 18

. 19

A GEH(EEHEGTL)  plastics internal mixer

L5 — x4 5 Tt 64 1 5 S5 60 55T, ZE FT T L BEAR BB 4 A0 R PR AS T » (D AT 5000 6 28 4 %

LR S ECEHE R AP
T HHEIEE  dust stop
(W 4.2 %),
% mixing chamber
AT LIRS, B % s m ey,
(EILREHE  drilling type mixing chamber
7E B5 5 P BV S AT 65 5 T A LB I e e HI A R A LAV AR E
AR EHZE  jatketing type mixing chamber
RABEGHEMBNT RN LENEHE.
<EIBEH  floating weight device,pressure ram device
(I, 4.3 &),
IR EE - discharge device
(K 3.2 3)
¥ B 2R slide door discharge device
ST EBamEANEREE.
PR ERISE R drop door discharge device
R S E e fE ST E A AR R B .

k. rotor

(M, 4.5 &)

HERILEF  elliptical type rotor

(I 4.6 5%)

PO ¥+ four-wing rotor
T R4 R B A IO B A KM AT SR 4 BN B S AREE  T
RALIL¥F  cylindrical type rotor
TAES A BB, HlE BB ET,
RI¥F front rotor
e BN
5% rear rotor,back rotor

ERHE T amuIEET.
IET 8%  chamber side

(I 4.8 %)
MM EE  chamber end

(W 4.9 4%)
:hE  float weight,ram

(L 4.10 &%)
n#t(] feeding hopper door

T — . [ S —

A+ FREIRE T
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(I 4. 11 3&)
6-20 1B discharge door
EERIER G AR T T B W HER Y R .
B.21 WHELZEZIH net volume of mixing chamber
L FEVEDRH TSI B ESHTFZRINZBAR,
6-22 HFHRBTIELRH working volume of mixing chamber
1R 2 SRR T AR BB, B 45 1 BT MR A A 0 A L
B-23 I EE filled coefficient,charging coefficient
EHRZTHEVHYERSEHRZERETRZHT,
6-24 ¥F MR wing
(I, 4. 16 &)
B.25 # 7l friction ratio of rotors,rotors friction ratio
(W, 4. 15 3&)
B.26 Zfkzh  left-hand drive
(I 4.17 &)
B.27 AAfEFBh right-hand drive
(M 4.18 &)
7 FEGEUEEN |
7.1 FREABEILEE TSP plastics mill

7.2
7.3
7.4
7.5
7.8

7.7

7.8
7.9
7-10
7.11

7.12

s T REENL RYHLME

¥R H ¥l plastics sheeting mill

HEHF 20 R DL & Sk % 320 I 61 5 Y M B DL

P BIZK  roll neck bearing
BRIV E VIR A, AU X RB G,
WMPBIHYEERE  roll-nip adjustment
REFFHH SR RENLZ AP L3 S ek E e, U BN SR,
HEAEBEHEYESE roll temperature adjustment
ERANELIRHARAY R IR EEENRE.
R EXEE emergency stop device
HELEASHREIRMREMNEZLEE,
WHEESEE hydraulic relief device

RIEH S AT BR ¢k b MO /A8 48 e (e W FE M AT B R L FHE ML %, LLR B

M A RBIRMER,
B roll

HZEHE  bored roll ,chambered rol]

NESSH A RBERNTBRABAERY.

AL drilled roll

TE B 1 T AE R THREARAS HAHE T ERN R M LR,
B front roll

R BENME . TR S B GRE .
IS8R E  rear roll,back roll

RAERTKYER ETAT AR, EF R AR E T H 6 B, 755 B X4 ¥ AT 4 TR 4

TERHLL R EEAL SR, TAERRA Y ALTE . 34T 16632 2 L 0 o G

JF .

———— — | ————p— _——

— — — —_p ——

—_— =t e —



—— e — ey
1
1
1

e e o —

e —

——— e e —— =

—— T — T — o i — s s "™
e —— e Y ——

— A s ™™
-

IB 5438—381

ELERL  inverted“L”-type four-roll plastics calender

TERTE B S AR,
7.13 #HLH2 frame
AL F FF AR VLR IR REDLAR B 5 0 FUiﬁﬁﬁﬁﬁﬁﬂﬁgﬁ:
7.14 HRIE frame cap
BEFHIMVLE L, EVREREASHREST.
7.15 JERE bedplate
MTFFHVSEENER, A FEENRETHNERE.
7.16 ¥ stock guide
| ISP EEVRE L, HEREYHERREREANSEMNERIMERK.
7.17 &4 H breaker pad,safety plate
ﬁ:?iﬁ?m;\ﬁﬁﬂimm&ﬁﬁﬁﬂ%ﬁ{ﬁﬁ ﬁﬁ?mﬁWJ?%%F‘:ﬁiﬁﬂ::igﬁ%ﬂ;ﬁﬁﬁﬁ’éﬁﬁ
7N kg o
7.18 FEBIE® connecting gears,velosity ratio gear
RERAEAIRAFTFELMERE.
7.19 MERBTHE roll working face width
R EREET & FELARERMFARE.
7.20 MEZELL friction ratio of rolls
| L R T AR R T AR I 2 B
7-21 HmE*E temperature difference on the roll surface
R TERZFARIBADRTBUHEEZ.
7.22 HiHs  roll gap
T AL R IEDULA SR TAER T Z | &) 2= [ .
7.23 ﬁﬁ roll nip
T4 DL 8 B SENLAE <R A9 P31 ) TAEZR T 2 (e A9 TAETRIBR
7.24 ﬁE;jJ separating force
EIFHIREEN TN RRFTATE I RAIER 7.
7.25 Z1EZT)  left-hand drive
(0L 4.17 58D
7.26 ZA4Ezh right-hand drive
(I 4. 18 3%)
8 BHEEN
8.1 YIK|HEIEYL plastics calender
AHFARENU LR, SRR — B R, SRR B T R 5, (- M v W) 4F
e 3E LB A RE S R AL
8.2 I1XIMVHRIPEHELENL I-type two-roll plastics calender
A TREERHIIAEREEL.
8.3 I1RIFIBI=MMEIEY. I-type three-roll plastics calender
EARESERFINEREEN.
8.4 DIPRIVKR=MHMHEIEH. inverted“L”-type three-roll plastics calender
= A3 5 He 2 A L7 B A B R FERL .
8.5 LAEIMEK=MEIEH. L-type three-roll plastics calender
- ZARETHEF AL RIGE R K IE AL,
8.6 TI'EIZHHIE,

—_———— -
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AR 54 HE ) B “L7 B A EB B IR TEHL .
8.7 SEI¥MIKINMEIEN, S-type four-roll plastics calender
POA R R HEF DR “S”RURY ¥ 8 I TEAL.

8.8 L ZI¥IEIUSE

oA SR RS L R R 22 IR FEAL

8.9 ¥IXIRIAH EKIEHL plastics calender with differencé roll diameter

REERIFRINE N KIESL,
8.10 HEHAYER rnll~n1p adjustment
(W7.43%)

8.117 HEHBEIHTTERE roll temperature adjustment system

(I 7.5 %)
8.12 BL{EEXE emergency stop device
(R 7.6 %) |

8.13 BERTOMESE preloading device(zero clearance ,draw-back device)
o F B SR TR B ¥R Bl o 7E 3R 7 A B R S0 PR s iR DA AR i SR A R R AR T

8.14 MG YANREE axis-crossing device

LIEHL  L-type four-roll plastics calender

B (B AR

—AREX 55— A B R T%ﬂiﬁ%ﬁﬁ%ﬁ*ﬁ%ﬁ {58 32 9 A 15 1 42 B g+ TR] [ P O

BT, AP MR R AR .

8.15 HAREHER roll prebending device
S XML SHL 0 B8 BE 70 S ST SR S M B HE LS I S0, SR B Pt R S M I R

8.16 3 if@EI7K roll neck bearing
(R 7.3%)
8.17 #H roll
(7.8 57
8.18 H143¥{H bored roll,chambered roll
(R, 7.9 38D
8.19 4&GTLARAMY  drilled roll
(G 7.10 &)

8.20 HKRILHMFS embossing rotl,profiling roll

TAERE W H S E LWL RRE.

8.21 HLZ frame
(W, 7. 13 &)
8.22 BAR top link

=T EEN LI, HUERBAMNMEOFTH.

8.23 JEME Dbedplate
(I 7.15 %)
8.24 ¥t stock guide
(W, 7.16 &)
8.26 FETHE roll working face width
(R 7.19 &)
8.26 3HEE roll gap
(I, 7.22 3%)
8.27 MPRE roll nip
(W, 7.23 &)

- —_— —————_— - —




8. 28

8.29

8. 30

8. 31

8. 32

8. 33

8. 34

8. 33

8. 386

8. 37

8. 38

8. 39

8. 40

8. 41

- 8.42

8. 46

8. 47

8. 48

8. 49
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W friction ratio of rolls
(L 7.20%)

1]

iHX: temperature difference on the roll surface

(W, 7.21 2%)

¥iHkF3  separating force

(W, 7.24 %)

HEAPHEBE camber of roll -

R TET o FRERSHRERZ 21{H,
5T left-hand drive

(W 4.17 %)

31520 right-hand drive

(W 4.18 &)

H L% connecting gears,velosity ratio gear
(R, 7.18 &)

¥ ¥}

HEEVAREREA,

Eﬁﬁm Plastms calender accessories

JEHB B A RS E‘J%E

Eﬂfa FENLZH calendering line

Eﬂ

< FERL S FL A0 120 AR 6 Fi 5 28 L 1 Y B PR 4R

<REFRERYL plastics film calendering accessory

SEEYAEREH BB AT B RA TR .

p 2

SEEREVRESER

SIS A ﬁfﬂ. calcium-plastics sheet calendering accessory

BTG P WY I BLIR.

MR EENHRIBEE R4  film/sheet biaxial orientation calendering accessory

SEIEFREM.

7ek 2

5 E RS R A

b

5
¥

1 » BB X B FE &%) AR Bl R AT XU S R A LB

CIE A i B3 HL  leathertte calendering accessory

JREEZE A NEEG M,

s SERE A ML

hard plastics sheet calendering accessory

SENLRRES (A B85 S5t PR R SR RO B

5 EENRE,

2 ¥

<JEZEBH Fr3B#L  transparent plastics sheet calendering accessory

1, B 5 1 e DR A RO HLAR.

cJEREACERH]  plastics wall paper calendering accessory

HERINAERER

28 %}

1, REXESE 4 7 R BEARAYPLIR

:JEH S REMIHL  plastics composite film calendering accessory

SEZEVEER,

SRR let-off unit

AT ABEEREFTHEFESS
=B
AEFF 5| B T 2K I R 12 A A M ER ER i B 3R

‘HIRE.

embaossing device, profiling device

IR RS R E

2G| EEH  take-off device

FUAZE G B SRR

T2 dryer,drier,drying plant,drying device

IV OS R ETI PE i

EERTHERT U T AR S

BHIZER  cooling device

A HIF MR R A EER,

1, BRI TR R TR & R — R SRR VLR,
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5.50 FEXE'Y  wind-up unit,take-up
AU REER TSR ENERE,
8.51 JIMXEE preheating device
AU AZEEN®H HREEEERAITRAMNEE.
8.52 WA  thickness gauge,thickness measuring device

C HUEDR RS EE TR R AN E S EE.
3.53 IFi¥E accumulator,compensator |
FEAGEREEAEES, BUEFEAEU RS EE VST,
8.54 YIWEE cutting device
AU m ek BRI KRR,

3 HHFHEN

3.1 HEMERFEYL  plastics single-screw extruder
HUR ST TEVIE A FF ol Bk B s B S S i R P L
3.2 ¥R ESHTHYL plastics vented extruder,vent-type extruder
RHEHESE UMES M TEN P SAERELEYBLHER ST L.
9.3 Rl AEEFTHYL plastics foam extruder
FInT 2 ¥R S A B 4L
9. 4 Eﬁfﬂﬁﬁﬁ 4 plastics feeding extruder
- HTEHEEEVME B HL,
g.5 E}H—ﬁ B3E R B .  rotary-plate extruder for shoes
ATSIHENERSEME R REHSE TEE5HEN.
9.6 PBrsEHEIBrHE YL plastics cascade extruger,plastics stepped extruder
PSR B S RRE AT H L,
9.7 MEHIEXEH YL plastics twin screw extruder ,double screw extruder

ﬁr?ﬁEﬁﬁ_%m?fﬁﬁ’JMﬁWﬁﬁﬁ:ﬁﬂﬂﬁ@i*ﬁﬂﬁb[’ IR .
9.8 FATAEITERIFFEHL plastics parallel twin screw extruder,plastics parallel double screw extruder
PR AT R 48 AT HER A DU BUFT 57 .
9.3 SR IEHEERIFHEYL  plastics conical twin screw extruder
WA EEEE IR S,
9. 10 WNEFFHR A EYL  plastics twin screw foam extruder
BT TR ¥ ¥ e & A TR AT B L.
Q. 11 ﬂiﬁﬁﬁﬂ;ﬁ)ﬁﬁum mixing twin screw extruder
- EERRTXBEHTIR RO DR R L.
9.12 ZEHBEFEPL  plastics multi-screw extruder, plastics multiple screw extruder
PR U LR L s 5 SR R S R T A9 DL
9.13 TTE T YEHFEYL  plastics planetary screw extruder
AT HRBA L3O B B AR A 2B F .
9. 14 {2 E  feeding device
A BT RIT R B EAEE,
9.15 N EEE  heating device
R BE AR TR IEM RS
9.16 ¥ screw

HayRH .

|

PRI HFRE B A e S R ERAEm S 8, B sk &, R 1) (] S5 R 57 160 1D % o IR R 00 o IO 4 7 1 8

——— e e e =
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3. 17

J.18

3.13

9.20

J.23

J. 24

.25
9. 26

9.27

J.28

g.29

9. 30

9. 31

9. 32

9. 2%

9. 34

J. 35

J. 36

9. 37"
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BHEHBRERE SR, VS EFNFIEZENT.
YL barrel,cylinder
SHEETIERTUEIEFF.

AT 12, screw diameter

BT TAEERATIRIE  screw effective length

T L AR A A R BE L B L RO

AT 1S, length/diameter ratio

W IARAKESEFERZW. B L/D =
$EFFH:H screw speed

AT P AYFERL.

E45H,  compression ratio

BT IR B S — A RN AR S HERRE IS EENNARZ .
kLt feed zone,feed section

WEATHE AT 8 A\ B MIRY , 6 2 T AR 3 11 425 R B R A R B
R ER  plasticizing zone

AT bt bk Bk Sk AR AT SR B AL R B IR B

14V ¥ metering zone,homogening zone

B GRBRES GRS E R SR HORE.

B o™= extrusion output
B[R] Ry B o B B R EE, ) ke/h BOR
Wi B  specific flow

YEAFIE AR Y, B (kg/D)/ (r/min) R,

&Z Y HIhE nominal specific power,theoretically specific power
/MBI ke YR T R IR S R ALE B B, Al kW/ (kg/n) TR
eft.038  center height
FHUNAETFE RS caneE.
¥R i P Bl plastics extruder accessory
S5 PLER I A, BN O IH A e A 25 i i o B B 5 B BRI
R vk YL blown-extrusion film accessory '
55 VLB T, BB % th A 4 e i ] S 2 et 9 R A R B P
ﬁﬂﬁﬁjﬂzﬁﬁ A iRHL  flat-blown film extrusion accessory
Ex iy R, S04 5 B A1 K T wok] A 2 R A B AL
BRLET RO R, plastics extruder downward extrusion accessory

botton blown-extrusion film accessory
S LS B L B I A1 0 0T T R L Y LR BLAR
AR HARERYL  heavy duty film extrusion accessory
S LRI 3, BR B 9 4 R ] A B A B R Y o 6 R B AL
Wikl it ok ¥ SRl plastics co-extrusion blown laminate film accessory
S5E£4FNYRESH, 5L 4L AR i B2 R & B B,
¥ k4 B G REsBHL  plastics extrusion laminate film accessory
SHEBREGR, R REREARAENE ST ERTLME.
Wk g APl biaxial orientation film extrusion accessory
55 EVIRREEE L BE X B A R b AT XU L e A R B HLA
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3.38 MIHBrH BRSSPl  plastics extrusion film making bag accessory ‘
- SHTHVEEMR, R L AR R AR B, s R A A A A Y L AL
9.3 HEFTHRBHIBIMAEPL  plastics extrusion film printing accessory
SETHALRLERE R, 85 5% 1 200 ko TR R 9 1 BT 1 AL RO LR
9. 40 HUBBTHI Xk MARHIHL  double die plastics film blowing accessory
SE VRS A, vTis — "*ﬁtﬂ’HLB‘FEHH‘Jiﬁﬂuﬁﬂﬁﬁﬁﬁlﬁﬁ'&ﬁﬂﬁiﬁﬁﬂ%ﬁ%%m
W .
9.41 #HHHH I&E EDRI 423881  plastics extrusion film printing making bag accessory
SHHVEEER, B SRR R R38R a2 SR,
9.42 HEIBTHARBYL plastics sheet extrusion accessory
SE LR A, G4 57 B0 0 0 AR b B I UL,
8.43 MEEFTHMEEMIMYL  skin foam extrusion sheet accessory
SHHPIEERS TN AR E R RAR R EB L.
9. 44 EHB’F&,’EEEE@E - corrugated sheet extrusion accessory
| SH VR EME A, 645 57 4 A9 4 6 00 B AR AR 69 R U WL
9.45 HRMFHEEE YL plastics pipe extrusion accessory
SRR, (BG5S 80 ) R R 80 R AR
0.48 MHRIBTHIREMPL plastics hose extrusion accessory
FEH BT, REHS B 1 5915 0 ) B 5K 5 B A Y LR AL
3. 47 ¥HEH ﬁﬁ}ﬁ%tﬂ, plastics corrugated pipe extrusion accessory

SHFHVIECEERE F BN 357 A4 15 0 R I So b A b B 1 BUAL B
9.48 HEIFHEREMEHL profile shapes extrusion accessory

SHHUVRER A, BHFHAE SRR H S RN,
.49 ZEHIF kYL plastics pelletizing extrusion accessory
 SERAUREE A, B BE I A H 1 BRI B R ML
9.50 HXFH Iy 4iaHl plastics fiber spinning extrusion accessory -
SETHUACE M B GEH 57 A0 b 4 A 22 A iR R ML
9.51 MM BTH REB U ZIREAHL  tearing film extrusion accessory
SELVEERA, S5 5 6040 w8 BB 0 2R Sk R 22 B9 R R LR
S. 02 WH BT FIRRLHYL plastics flat fiber extrusion accessory
SHHVRER R, B 5T I AR s B R 22 69 R B
3.03 ZKIBTHITEHFHYL plastics packaging tape extrusion accessory
SR EE A R H R s W, B ‘fé#'«ﬂ@%ﬁiﬁiﬁ’@;%ﬁﬂﬁﬁﬂmw
9.54 PBHHFHEMUEEYL pastics cable covering extrusion accessory
- SHTHYIRRENA, B OB a8 a g B HLH.
9.55 EERFHHPLA plastics extrusion line
i 55 BY th L R A LA SR A B o R ) S By e e
9.56 B IHIEEE cooling device , cooler
(I 8. 48 5%)
9.57 1IEIZER cutting device
- (0L 8.54 %) *
9.58 AG|IHEE take-off device
(I 8. 47 2&)
9.59 FHEUIEE take-up
10
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3. 60

9. 61

9. 62

J.63

J. 64

J.65

9. 66

J. 67

9.68
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(R 8.50 5

I Ai{E &%y static mixer

B EfFHENS oz EEARESERNESS.
¥l head

iy Tﬁiﬂﬁﬂﬁﬂﬂ B‘{Jﬁﬁ‘
ATk brea plate,atrainer plate

LTV RS R U e E A K H L 3, MR R, XEA B M8 248

s center ,cone,core

RO A , 57 M R SR T A E B R Y SR B R AT
A die

LLFHLL dOR L BT I R R R B B R AME R R Ty 34

tEfRAE R sizing system,calibrator

FHENSHNERSR.

I nip rolls

it 3 G R AT e FE R B S AV AR

B TIER B working length of nip rolls
BEIMEUTERE.
FGIF A take-off speed
B EERIIMSAEE.

10 BELGES AR

10. 1

10. 2

10.3

10. 4

10.5

10. 6

10.7

10. 8

10. 8

MRS EIHL  plastics injection moulding machine

TR —FepbS B it 4k, B KL EL A 2 b TR O TR o A iR WLAR
TR RIS AR AL plastics vertical injection moulding machine

S EEHESSEEEMESE S ELRTTIGEH AN,
R S R BISL  plastics angle-type injection moulding machine
ENEEMAESREENSHEERERE - AT A
AW EIES AN plastics plunger injection moulding machine
BEEHZEATENZEAES AR, |
PR S W S R EIPL  plastics skin foam injection moulding machine

P S M Bl AR RS [ o L it e A B R 22 RO EE AT R AL
R RS R EIYL  plastics precision injection moulding machine
B—RRAKES . SRR e S B,

HRHES U STRLRAML  vented injection moulding machine
GAEHSILLMER I TR ST RS D HBR 65T AL
¥ R AT AL BIAL  reaction injection moulding machine

el LR EREREABREN, [ 2 T R A B B LB

P EVER R B SR Bl thermosetting injection moulding machine

1 b R A A A T B T

10.10 ¥RIBEFAEGAIPL rotary injection moulding machine for plastics shoes

10.11

Ay eesR S 4#Em SRS E LuEREs B,
Pk Z RO AT BIML  plastics multi-station injection moulding machine
—ARHERESFHARMAU LA SRR AR TS AL,

BraiatrReh, 7 A i ok 2 ARV 0, B GRS T o A e 1 AR B A o B TS AR A R

i1
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10. 12
10. 13
10. 14
10. 15
10. 18
10.17
10. 18
10.19
10. 20
10. 21
10. 22
10. 23
10. 24
10. 25
10. 26
10.27
10. 28
10. 29
10. 30
10. 31
10. 32
10. 33

12

i,

MR NEES REHL  plastics two-colour injection moulding machine

RAWAPTMLA TS RE, B TR R R AT @8R 5635 A,

BREAEMNRAMN plastics colour blend injection moulding machine

BTFaatie eyl B A gt .,
ABEE mould clamping unit

EREN R, ERHHBBHHTESRS LR INEER.
HHEEE injection unit

TERELHL , REN R L 36 AL R T A B P A 2
ERH  screw

(B, 9.16 %)

ML barrel,cylinder

(I 9. 17 &)

HZE plunger |
EFREPHEFEEEASENERESE,

AWM. spreader

AL BT %A B RUIGR R EUR RS BRI R A2 4.

HEETIEE  nozzle

C FEEATERE AT, A SN TS,

Tﬁ"_{ﬁﬂ: ejector pin ,ejection bar
B @S A BLR P TR 8T,

B4R moving mould platen,movable retainer platen

EEHERD, BUEEHAFEFASHMNRE.

B SERIM stationary mould platen,fixed mould platen
EEERERED, FUBE R BRRRMITFHAESHR.

BLAs center ,cone , core

(h, 8.63 5&)

&Bi}  clamping force

AEBRIERNES . TEREAS TR R NS 5.
WA EZEE distance between tie rods, tie bar clearance

BRI YL B A3 5 I FK - | Z R A Y alBE .

BB EFT®  moving mould platen stroke , movable platen stroke
FEERERDT, B RHEN BB 3 B KB,
ﬁ"ﬁﬁ closing stroke

BHRBREFERARN AR RXESER,

B ARt opening and closing mould time

B ah B 7E FE R s P R e B R A B i)
BB opening and closing mould speed

HAMEEE RN BEEEHEE.
HKHEE  max. mould thickness

HEST BN FRBEREANRKEE.

F/PEBLUE  min. mould thickness
TEES R ERBERBAANR/NEE.

MEFEZI  nominal stroke capacity
CAYE ST B 7179 100MPa B8R A 69 — R E T R AR,

——— e e —— e e e s —— o ——— e —
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10. 34

10. 35

10" 36

10. 37

10. 38

10. 39

10. 40

10. 41

10. 42

10. 43

- 10. 44

10. 45

11,7

11. 2

11. 3

11. 4

11. 5

11. 6

1.7

JB 5438—391

M SRl calculated injection capacity ,theoretical injection capacity

MR ALBER S EHT R REL.

LRESTE

plactical injection mass

—W T ERNEREE.
¥A{L88 plasticizing capacity

EARES, BN EAREANENNREER, A o/s B
v B i K

injection rate

BRARY R P AT RS LR, ] 8/ ﬁ?}*

HEHES
HESTAT, BT ECH: ZE R X R R RN R

injection pressure

MG & FFEE  platens open daylight,max. daylight of opening platen

ALY B2 SRR 5 R sh B Z IR B K BE

(S

Hf[E]  hold up time
ESTRAN, EBNEREEEHEREREEH
¥ E

S 0 3 S ]

back pressure

B Acet, R R E R K.

B8 2  recovery rate

B EERWT LN, REREIRSE A KD,
SIERETE]  dry cycle time
BRI BLEE 2R R0, 52— A O PR B B B 1

L8k

clamping force of shoe mould

HECER GRS, BB Uit By L BRI 8 A

BB N

clamping force of shoe tree

HEEEESE SR AWNBY LK ITE 5.
11 W g R R, |

ek Sl

123 EUHL  plasties blow moulding machine

BWHPFFE N ERESV SN SR RERARREAR . R ZEEENSHMRARENE,E 25,
BB B2 an BRI
MWEITH P TR EIH],  plastics extrusion-blow moulding machine

R

RS R BY N BUAR, SR IS PR 2 B T i) A P = o o ) R U AL

R hR R ZE AL plastics extrusion-stretch-blow moulding machine

;ﬁr

R R BT A REIE LRI, 3F,

TOFF2E SR P AT A (0 00, SRS TR SRR R 18 1

@ﬁ’ﬁ?ﬁﬂﬁiqﬂé‘rﬂnn i BRI .

3 6 E

Stox ¥ S g RUHL  plastics injection-blow moulding machine

F B ST 48 B A SREOE BLALE, SN e B n BB I 1 s 2 il s O PR .

ﬁﬁ?}‘ﬁ[lﬁtpf_a BLEIHL  plastics injection-stretch-blow moulding machine

FESHERB AR EARRE LR E, ]

FR BT E R AR AR DL, RERSRE, B AR

BT o] B P &2 i A B AL

MR LR EREYL  plastics extrusion-blow moulding machine with multi-cavity mould
AT B HEAR TR, R G FH LR8BI B 5L 22 i 5 K LR B .

YR LHBIFR W ERRIPL  multi-station extrusion-stretch-blow moulding machine

TR MR R O A 2 SR AU LR 9 I TRAT 2

o LR R E SRR B R AR

BT A P S o A B LR TLAR

13
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sl i -

11. 8 ﬁﬂgﬁi{&ﬂj’é’ﬁﬂm plastics multi-station injection-blow moulding machine

Hi Eﬁfﬁﬁﬁﬂﬁk%ﬁﬁ ﬂk F&T%'&Eﬁﬁﬁ ER“P?% no ﬂ‘]ﬁzﬁfﬂﬁﬁ

11.9 ¥kl LIk SR AIMPL  plastics multi-station injection-stretch-blow moulding machine

11.10

11. 11

11. 12

11.13

11. 14

11.15

11. 18

11.17

11. 18

11.19

11. 20

11. 21

11. 22

11. 23

11. 24

11. 25

11. 26

11. 27
14

I3 ST B 058 A& SR L ALR, #ﬁ]ﬁﬁﬁﬂﬂﬁ@dﬁ RS LB, B IS ¥ 2 AT
ﬁi‘F’ 23 & B L EUBLBE
M LRk IR APl plastics multi-layer extrusion-blow moulding machine
Ft B S MENFEAZEMELER SRR, REHANERR, HRERLETEH MY
LAY .
ﬁﬁg BEHFH RS REYL  plastics multi-layer extrusion-stretch-blow moulding machme
A#FEBEZHENRAZEENLEREZERS  REHARE, BUFHREREEFRE
ﬁﬂnn B R HLE .
B L B R BIYL  plastics multi-layer injection blow moulding machine
AHEEBEZHENEAZERELEREBEER, RN BEL, ¥ Al £ B 2 6l 5 69 5%
KIHLH . .
¥R RN P EREM,  plastics multi-layer injection-stretch-blow moulding machine
Rt EEEERHENEALERNLERESBEN . AEHARR  KEF SNEREEPE
i o A R B . |
S E  mould clamping unit, mould closing unit
(R 10.14 &>
EETEEE  injection unit
(R, 10. 15 &)
- screw
(O 9.16 5&)
PLd-  head
(L 9.81 %)
56}k storage head,accumlator
fErria el U R Ay BE .
ERHSAER max. capacity of product
B REPTS S N E Y 2

&-Fi71 clamping force

(10. 25 &)

P{LEE 4 plasticizing éapacity

(I, 10,36 &)

AT I injection rate

(L 10. 37 &)

HETER Y injection pressure

(W, 10. 38 &)

BNt E  opening and closing mould time
(IR 10.29 &)

ZI5IREt g dry cycle time

(M, 10. 43 &

AT B2 screw diameter

(R 9.18 %)

K15 screw length/diameter ratio

- e ——— —— e . e e e .

—_ —_—_—————,———— e e e ——————— - =
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11.

11.

11.

12

12.
12.

12.

12.
12.
12.
12.
12.
12
12.
12.
12.
12.
12.
12.
12.

12.

IB 5438—31

(I 9. 20 %)
28 NAR(DAE) die
(I, 9.64 &)
29 KIS core,cone,center
- (3 9.63 #)
30 B R platen size

A R B R BRI A RIS RT .

BREDRER

1 WM EHREEL plastics moulding press

¥ EDRH MO SRR, 2E AL e B A R ) LB |
2 BHEELER AN plastics multi-daylight press,plastics day-ligth press,multi—plﬁten press

HA P B e L B AR (84 A0 af SR BUSB B TR B I R ERVR ) 32

3 MINETEAEEN  plastics multi-station moulding press
BENTHRIMEDRBEE R E—'E, R FRNEEKKT

HLK .

AP .

4 TRREEF ejector ,ejection,knockout
BRI S ABREPTHHNEE.

5 MR

slide

ATERLE BRARDmEHTHF.

6 Eﬂ:.':jﬁ ejector pm',cjectinn bar
(H, 10. 21 5%)

7 IS

bolster

BT EeILEFE. ’ﬁﬂiﬂ‘ﬁﬂ*}@f"ﬁ

8 RS cross-head
FREMN LS r R ERESE A TERKEI8OTHE,

3 ME

strain rod

ATEEZ LRI ERIERRIFMEROBEBERATH.

10 ZM%r}t nominal force

FHREINELASREE EARKERT.
11 BT stroke of slide

BRI ERE, BRI IER,
12 ?ﬁﬁeﬁ% speed of slide

g ]

B, R B

12 BHTFE lower surface of slide,bottom face of slide

- BRAEEZETH R SRR T/ERE.

14 FOEE opening height
BN ITIEeZRARKIFE.,

1 5 Iﬁi L1t jJ cjectnr force

THEBEGTIET RN E LA SRER LR REH,
16 TRHHTEBE ejector speed

B iy A P T A B T A 28 B VR RS B AU B

17 T4 ejector stroke
T BSERE.

25 LAk

TREE

I R £ T

15




12. 18
1219

12. 20
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FEF1M%  pressure drop
BERARAGE—CE . WEMT/EEN RS CEFREE.

¥ number of daylight opening -

REY PR Z A ESHAHR, ESTIRBEEE 1.
THEEERRT effective size of bolster -
EEARNERASEN ML, THEETXRE ORISR,

13 RFRBEAE

15. 1
13. 2

13.3

13. 4
13.5

13.6

13.7
13. 8
13.9
13,10
13,11
13.12

13.13

1 9 ¥l ﬁiﬂm foam plastics moulding press

SRR R EN B0 R R P g BBk 45 RN KRR S AL

BB F R HIEL plastics prefoaming moulding press
BadRBHLENRFELSN FHITHER AR,

HIREE XM AN foam package moulding press

R TR A SR BORL, ZE B H T e I RS, R T 35 A 0 PR e ) 5 B AR B L
o

WIS LAY,  plastics foam sheet moulding press
HE2THABEHENER, ER AP, % 2 RS H1 S R B R R B .
%ﬁﬂ%?ﬂ%ﬁﬂﬁiﬂm polyurethan foam moulding machine

F B B Y 45 R B B 4 7 TR E IR S5 1 e TR 0 60 55 6 R LR,

A REREZBHEERREYL  fully automatic foamable polystyrene foam moulding machine
FHELWAREE PS WEER, Eﬁﬁﬁﬂﬂ%ﬁ%ﬂﬁﬂﬁ A HR ¥ H1R AR A T L 3% 6 1 PR 2 R &

BIREHIH.

IS E  cavity chamber ;
REMMGHILENEE, SUESERAHAXE0, FEREZSEERTERH S,
RIS % plunger chamber _
RAMBGHKEMNSR, SERSERSHNES), S RE BB E R 58384,
&84 clamping force
(I, 10. 25 %)

BAREBA max. moulding size

REHMHNBEAKRENEE.

S K JEBF  max. thickness of product

BRAMSHERRE,

R RF  platen size

(I 11.30 &)

B0 outlet hole

VHEMAE 3 HARAEN SO,

14 AGEHNH

14. 1

14. 2

14. 3

16

Eﬂﬁﬂ&)ﬁﬁﬁm Knife coating method leatherette machine
HRMBREFHARENREZERRABENN,
BRI AF R AN, steel belt method leatherette machine
RS R AT ERN A LR EZEREAEEIR.
Eﬂﬁﬂﬁﬂikiﬁﬁm release paper method leatherette machine

barrier paper method leatherette machine

——— —_——r - —_— — —_—— - -
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15 BHZEVREN

383—91

PSSR R R R R Z MR ABEILR.

15.1 YOEIBHRYL, plastice rotational moulding machine

BREEEN TR AR IRYE R SRR ES . S FR O EZ AN T RER
52, 200 HIRED A 2 Ol h BRI UL

16 BXIRIANMEE

18.1 ¥REMYL plastics circular loom,plastics circular braider

16.2 T3

AFAEEH R R N,

shuttle number,number of shutter |

HEHLAFRTFAITR.
16.3 74 layflat width

H R ERAHFERNEAERR AT,
16.4 BNIFEAAAH, plastics nonwoven textile machine

KRB H2q

-168.5 Ik

tensile ratio

AR SS -ERRREE .
16.8 HimIFfH transversa stretching
BRSNS TRSET MELGRH.

17 BHEARRBINH

17.1 BRI AIM]L  plastics hot-moulding machine

IR SeEHERE b, 20 B {8 TR AR RY Py Al B ) R S A3 IR T 5 RO R B BL

BRI 4B SR B ST UG » el AR PR AR o Y LB

- 17. 2 ﬁﬂﬁé’ﬂ&!ﬂ plastics vacuum moulding machine
FARSERZNRAH R EGERFREH#HTREGTIN.

17.3 RAE=E

moulding room

TEEAFEHZAENERE,
17.4 EAXREAEmI  max. moulding area
MAZE R XAENEE.

17.5 RRIE

17.8  BPFH,

cl amping frame

SRR B M AR,

] single cycle

SR —EKH S EF R ECEE s A EIEF LR ERIED,
18 BHEHESNE

18.1 Eﬂﬁ"b‘m plastics composite machine

R RS H BN G7E—i

ALK

18. 2 ZEBXE LY. multi-layer composite machine

28 LT

BUERHEHNARSEKOEMT ST

R

18.3 S EIEHRTSHLA calcium-plastics corrugated sheeting composite line

MR LEEE A

18.4 HESHGEETE composite product width

Rl B B FLER B B LA

- 17
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HeMmONBEREE.
18.5 H4AHSH composite pressure
XS S B BT R & IR 7
19 BHEHBNRK
2 19.1 BETOSHEISHLA  plastics vest bag making machine
BT EFHONEMYLR.
19.2 BB BFRE4ASHL  plastics circular bag making machine
1T 4 7 [ B 22 A8 A HLBE
19. 3 Eﬂ—*&ﬁﬁij £381 plastics hand bag making machine
AT & FRAMW L.
18. 4 X ZhEEH] L%  multi function plastics bag making machine
BRAEPRL LDt S P,
19.5 #4381 #% making bag size
R R RKEMRE,
19. 6 WIS EB bag making speed
PRS2 BsF ] B B 45 A I 3L
20 ¥ EIR
20,7 BEPB/YL plastics tube expander
RSP SKERE 16 O B9 HUR.
20.2 FE3L  expansion head , expansion mandrel
i R SR R S R B U S R BRI
21 BEEDRIHLHE
21.1 EE Y5 HIRBIYL  plastics flat printing press
PRS2 -1 L oy S EY [ 17 0 2 00 39 L P 3 D R _E T 3R AT BRI R PR
21.2 YBEIZMEIRIHL plastics screen printing press
LAS2 4R | J2 20 24 [ o 40 28 24 P /5 RRUBE 6% 20 6L AR ED R DL
21.3 BEORREIRIYL  plastics letter press
ER AR Y B SO 43 0 T 8 B SR 0 B SR SRR ED B WL
21.4 WERIMAREIRIYL plastics litaglio printing press
EP B ) B SCER 43415 T B RSURR T 4 B8 R R ED R LR
21.5 HEREIPL hot-stamping press
MARERRR L FHIBLE—ENERT, Hﬁﬁﬁﬂﬂiﬂﬁ%m%ﬁ%ﬁﬂﬁﬂﬁ'ﬂ . A
AR B R RECEHVM. .
21.6 BRI EHIYL plastics decorating printing machine
— o U1 R 25 66, 20 ) e B ) B R HILAR
21.7 EIEIEEEIP] plastics offset printing machine
Y P S Y o R SR TS v B2 D\ B R RE B R B S R 9 B LA
22 WL
22.1 HIRHEEEHL plastics welder
X P B B b YR e e i AL BRI A T b L PO B R i 8 AT A B MR K, A A AL B T BT
18
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R PLBL.

23 WHERIBHENR
223.1 ¥R REIMPEEENL  plastics profile splicing line

24 ERRIUINIL bR

24.

24.

24.

24.

24.

25

25.
25.
;.’5.
25.
25.
25.
25.
25,

25.

26

26.

26.

]

]

SR EIHL  cutting pellet machine

B AR R IR BB -F RIPL B .
B capacity

BB E BRI PR A B R,
WEFEY] T} rotating blade

T RS E piie gt Yk 9 ¥l 7l
I¥r H cut-pellet diameter
HUIBNAYER.

Yiki 4 cut-pellt lenght
SRARSETHDE ;- i

B ¥ El W AL P

R TR MR B i i Ry L4 scrap plastics film pelleter
AR 67 ke ok B e R ¥R AR L 22, A 7 sl (R AR Ok R 45
HSREITK P2 difference screw length/diameter ratio (L/D)
ST TAERA RES MAERZ .

F=f output

BRI, H ke/h F7R.

4 L HTh#E  nominal specific power ,theortically specific power
(I 9.28 57)

lLi it specific flow

(I, 9. 27 51

YH¥IBEFEHL  plastics breaker,plastics crusher

RS pdR R Xyik 227233 % & 22: 0E 1 A

WedE JT1 71 B2 rotating knife edge diameter

R 1710 Sk CRER B R B AR,

RETEfE S breaking capacity,crushering capacity

EPL{o7 B ] A T B RO Y T B

¥ kr Pl plastics aggregate machine

R Vs ] FE R IME LR B AL 3R A3 oK B0 R BB R A iR
H b AL

EHIEFEL  feed accessory

ATHEVREIEREE.

K2Rl - K] plastics funnel dryer,plastics funnel type dryer
AR RS RER BRSO TR EHTRAMBEE,

FH URR 37 Lh o & 5 BUBE 3% U1 AR — 52 F0A% - Db o 5 BUBE ol o 9 DL K

19
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fr R A
X X & 5l
(FhFEH)
A
ACCUMUIALOr sesseevonctnsnnsssonssersorssncersosennsonsssestcsnsnrcnacsncsnvssonsnsrsorsansnnsesacrvenssncenvee 8 52 11,18

agitating blade BRA SR AR R R SRR R RS AR AL R AL R AL AR R H A AT N R SRR R R F NN A A NN AR AR AR RS PPN U N A IV UV FRY R FT SSR RRR PR 5'- 4

atrainer plﬂtc ¥k FErERET RER AR RN LERE R LIRS LRI LESLERERELEIE R Y Y YR T R R TR R I I YT RN BRI N Y I N I Y Y N Y P Y RTINS Y 9. 62

aXiS_crming dﬂVice EERAERR RERT PR RN N RN NN AR R AR RO RN R AR AN B R F EEE FE P PR BT T FES PR AT dA kB m K AP PR R R F N BN B' 14

back pressure seresees LT T T P oGNPy L A |
back roll R R R L R L R R T T T T P R T PRI TR T TR S I
back FOLOr seresvrsscorcecsansannmnssnenscnnrencnsenntssacresransvrrostnnunonsunenvarasnsnnnssssrsoscsnavracsasenrascsssas .15
bag MAaKing SPeed serorsseresrsascesssrsrssrrssrsrssrsersosccsssrsnvasnssnnnsnersorsssnsessesssnressesrsnsnssessessosses 19, 6
DAIre!l sessesssrsssestasannranrseererrasrnsesrasrasrasrarsssnssessrcercssossestcsssesansasasorcnssssserssscssses 9 17 10,17
barrier paper method leatherette machine sesrecersvcscesceccsncnaranosncnranncrsssscrsvsrassssssenervesvensssenssass |4, 3
batch capacity R L R L I L R R T R T NPT T R TP T Suy
badplate serssecertetcttiiiiticitiiiintotretritttarcottrrsticarcarssnctssancessnnrrnrrsrerrararssssenrssncnsssnsne 7. 15 8. 23
biaxial orientation film extrusion accCesSOry srresesrscscssscrsvnccccnncenscascrisscesrssscssssssssrersrrssnarnrenens G, 37
blending Chamber  sevsesesccsterectanntrersrnriorusssusnsnrssencorseisescsascassesrssacasnsssrssssacanssssrscosssssssces 5. 5
DlenGing iMeE evvrecreerecttnttntrutirsnorstsrtnsinsssrssssseacetessacssonsnssasrrsssrannsssssssssasssesssssansssacsresr 5, O
blown-extrusion filln ACCESSOrY »vserrerrrrserseriossrracrccsccrronssorsesssrssnssnsasasssssssasssesracssnssanssaannsse J, 3]
DOISTET  srovonvnnuvsnnnnrransanrerrosssriosrosserronnannvsunoneressransosnseressesrosssescssvervsvsasansersannnersnsrrcrr 12, 7
bared roll e L R R Y R P Y EY TN YT TT RS ¢ B S -
bottom blown-extrusion film ACCESSOrY sseessvecestcrssrcrioncassansorrssscrnornssssonssesssecacsssessssonseescceons 9. 33
bottom face Of Slidde soreseseccssroncoresrorronearsnesssnntssserassasontosssrsstsousvsssrascasnnossasassssnnsossssocrsss |2, 13
breaker pad evsceccssrrsestsssttsenressentosesniocreccarsscecncsnnonsonssnsosionserstnssnsonssnssarnsnsesruvonssnccecces 7, |7

brﬂaking c-ﬂ,paCit}r' FEA AP N PP F PR PR AR PR R RER AR FR A AT A AR A R AR AR R E R AR AR AR ST SRR AN A ST AT AR PO SRR SR ARE B B PR P 25- 8

brﬂa plﬂte I IR Y R I I Y Y Y Y Y T Y R e e ey e ey " T " I I " " ™ m mMmMm MMM I M mMmMmMm M MM T T T T T T T T T T I T T T T T Y Y YMY Y Y g' 52

calcium-plastics corrugated sheeting composite line ceeeeannns e 18. 3
calcium—rplastics, Shﬂct Calendﬂring accessnry EPASEE REP FR A R R AP P PO SRR PP I NS S SRR PR ST PR EN N FA R ED A SRS S P SRR A TS YT R 8_ 38
calculﬂtecl injECtiﬂn c.apa(:it}’ I Ty T Y R s R e sy "M mmmmMmmmMm T m M M I I ™M M MM T T ].U- 34

ﬂﬂlﬂndﬂring linﬂ AR LRI AELL R AL R IR AR L N N N I N Y N E I Yy P I N T Y R I R S I RS RN SRS 3' 35

Cﬂlibratﬂr SR B IR RRT FRER RN AR RN NP F BT TN S YRS PP R R DA ST AR SN AR SR S RE PR R AP PR P PP PN PN B BN U T PSR IR BT SR N Be N g' 65
C&mber ﬂf rﬂll ERE S RFR SRR PR AR R R SR N R NN S SN AR AP AR PR AR B R F PR P RO R VRN SRR AR RN AR AT IR RN SR SRR BB A B SN 3_ 31
Eﬂpﬁﬂit}-’ PARSRI AR AR RN AR R A O R RRR RN SRR PR AR SRR R RSN NN BN BT RN NS R FF P SR T SR TSP RN RN SR E R R SR F SRR AN U SR A R U T FRRERD 24_ 2

Cavit}f Chﬂﬂ'lber FHA ISR SR SRS ST SRS A SO VRN N RN VR SR SRR AN RN S PR AN PR ST ST SN SR SRR AU B RS SR FER AN EPR A A 13. 7
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