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UNANLD
AT ETIgUIrasdofinmmmansalumsUsuan iR wiRuiRtugU Seufidnusennnslday
melfvasiunuililumstnuivaniniiuia Re-sink die) InsagiUiouifioutumatnasiousifiudlu (New die)
fatsunulumsulsslasmidumililunsiauassuuedoledndild anmavnasdagldinaluladiangs
HoUTDENUI ‘ﬁszﬁummﬁﬂﬂuaqmi?ﬂmaqaqﬂagjﬁ 3.985 wyl. kazannsialusunsupouiimestislunisuan
Wl wudh ienuiidedneenuaznafidlunsruaunstauSuanmituiauifuisininisinadis
fanflvieg 56.33 waw 24.36% muddu eglsfinunistnuivanmilufuifuifidnmserhliorgmslfnures
wndosdionuinanasfumgliiunuluduvendosflonudaiugetu 36.26% Wadsurusialunistaadauifiag
Tyiogd 10,450 v Tusmeidunumslunmsiauivanmitufuifuiegil 10,670 vin FsagulfiFunulass
Tunsfinusifisniunndrafuogifins 2.03% tngldmilsfafuruuesrfagtunuuaznisuiutgsauifinanagae
mnufouiidedflunsdvesnisinadrausifiumlng
Fadndny: wlfssiAtuguiou msfausuiiviioudfut reufiumestaslunisnin duy
Abstract
Most of the operators in the PVC pipe packing process in the THAI PIPE INDUSTRY CO.,LTD.
company had chronic injury of their hands, wrists, arms and shoulder as a consequence of improper
movement. This research aimed to improve the movement of operators based on ergonomics principle in
order to reduce risks resulting to the injuries. Ergonomics posture evaluation Rapid Upper Limb
Assessment; RULA and Rapid Entire Body Assessment; REBA were applied to analyst the risk factors of the
operator’s activities. It was found that the risk resulting to injury by Rapid Upper Limb Assessment; RULA
is equal 3.90 and Rapid Entire Body Assessment; REBA is equal 4.95 which meant ergonomics issues
should immediately be solved. The new PVC packing machine and working method by ergonomics
consideration were implemented to the process. The result of this project after improved work posture,

evaluation index by Rapid Upper Limb Assessment was 2.64 and Rapid Entire Body Assessment was 3.53
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LLaiﬂuﬁﬁﬁﬁuiiJ%au (Hot forging die) Wuniesdleflddmiunsnantunu dslunssuiunswantunuay
gniilvisausilaeanuiouuas Lﬂasuiﬂm8mﬂmmmﬂLwaaiwaamuwu’LMmUmaLLavaﬂwﬁuvmuauﬂuumwu
mwuiﬂﬁuumumamimuaﬂﬁjmmumiamwumum'ﬁawmnamﬂmaslmmﬁvmii‘umem WU gNaU WAy
wadewios setlndnndunsa IS SKD 61 Lﬂumuau%amsuaiwLLuwmwmﬂuugﬂiauLuaamﬂmmm‘di‘uﬂia
AaENTRvNINaLarANEINISAUNISAIUUNSANTSEMIBNIEUIUNITNIAN S aEdlsinunisdnrsauu
ﬁyuﬁuLLﬁﬂuﬁLﬁaamﬂmﬂ%@mﬁﬁammmmmmﬁﬂL’S'mlﬁasmauyiﬂi (Gronostajski et al., 2016) wtinsannsed
Lﬁmﬁua“dqmaiﬂEJmam'aﬂummLLavﬂmmwmaﬁumu é‘fmfw,ﬁ'aL"T;Jumiﬁummmaﬂéfaaﬂuaaﬂumm%mmimaﬁﬁlﬂué’a
sl lvday aﬂu’]L‘mM’mﬂmLLauLLiJ‘Wﬁ,JWVIaﬂMiEWmﬂﬂaﬂaaﬂﬁluﬂ’mEJLUu‘UENLﬁEJ‘VlLﬂﬂ“U‘lﬁ‘LﬁvUUﬂ’liNam

miaﬂmamaqLL;J‘W;JWmﬁuugﬂﬁauﬂumﬂﬂumuumuﬂwmmy laun audfvesianuaiun n1seonwuy
wifiniuazn1suan naenaunsUSulTRuaudRniaauseu LLﬁzW’l‘iﬂﬁLmaﬂum'ﬁa‘ﬁugﬂ (Nuray, 2018) naladl
AARANITENNTDUURIVIUUNUAUTEADUAIY AIUA131NAIN5U (Thermal fatigue) A21UAINIING
(Mechanical fatigue) LarnsAnAsEninetuaufuRauL R (Abrasive) (Chander and Chawla, 2017) n1511
welulagnnsuianilelany (Additive layer manufacturing: ALM) Tasnnsldduasamesdmsunsindevinnuiie
WinanuudasslisuRuifind Suniduuinnssuiilésunnuiley [Foster et al, 2019] AausAsAinaiundedu
sgtedestunisnusonarBnorgnislinuveusifindt udfliaunsandnidsanisiinsesunni1a (Cracking)
(Hawryluk, 2016) UuﬁuﬁaLLﬁﬁuﬁsﬁﬁumwﬁﬁaﬁﬂ%q}auLL%uiﬂaﬂwsL‘ﬁawauﬁa (Welding repair) N13UANILAY
waouRalual sauan1snuneniafasaaruden (Thermal metal spraying) M%aﬂizmumiﬁmsﬁugﬂim
(Buchmayr, 2017)

nsdmalulagnisdiuasuiiawmestislunisuan (Computer added manufacturing, CAM) 521U
walulafindesilonadalusd (Sortino et al, 2014) ¥irlsdimadululddayyinisinusuanmituiiusfiusingn
w30 (Re-sink die) titewnduuldlung (Recycle) Faazaaeliaunsoanvondeuazaldinslunisnandiodeuiu
nsinasausfinilve (New-die) ilasndunoulumsndnanasnszlidesinm fanturmilmivaglisnduge
Usuussautviena egslsfiniunistataquifiuiddnvseidunisdndontan sunuiiianuudussgeils
armannsnlunsulsslrestaganas warlutagtuiifeyanuitedesuniivatdsmudululdlunisiausy
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aniiuRandRuiuazANANAMIILATEgAERS AstunwidediTngusyasdiiednwanudululdlunisia

YSuanminihulinindnnseannisidanulaedladuuildlunisinainaiasedleaudauazAasosdng
AABAFUATINLY

52U8Un1Y

mAfeivinmavassaiiedauivanmiufiudfisiitugufeuiidnusaidesnmsldnu Tngludun eu
YoamsITBHnnsAnwesEnvessAnuserfiormuassiuauAnlunisiauuaniniiufoudfed aanduld
Tusunsumeufiunesdielunmsuanifioairauunisiadouiivonndosilonuda uazvaaestausuanwiufiaulfium
defnwianuannsolunisussUrestagunuaneignislfnurenniodionuda uarluieiignagyiins
AnsgigunuildlumstausuanmitufiudfuiddnnsefteiUieuiisutumstnad ot

1.1 mansandeuaudnvasntsinuseuuiufiawifus

A 1 1) wAnILUULTe LRt USeu wazn il 1 9) uansdnumzuRuRuidlunss

JugUmardoussiiinnsdnvsonnmsliou Wesndnvasuifinndsuiedudouidlfendentsnsaasy
AnuAnvesnisAnuseenszuiunisianing dufunanzditeiddmaluladimnssudousoslngld
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Wisusuiuwuunulagldlusunsy Geomagic Control X &avinlns1URsAULANAIUDINURILNANNANEN T
Aunvuulneusuonduandaanini 1 1)
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n) wuunu (Model) vesusdfuridduguTou %) JUMENUR YU RUNAYY

29
[l
©
=
=b
2N}
)
=~
an
©

A) NURILUAUANLAIINASLALYDIALNUAIELALYDS  9) LRAFLARIAINULANAIYBURNNNE NS URUUNY
AN 1 N15MSIIABUANUANVINTANNTDULNUR RN nelimaTiAnI9su3dInsudausey

anduasnedsiufufaiginiwuunuienniiaunmnanniadesUressfurideninnsy
usaildlumsidusuriliiAnnislisessifu uazerinannsasasesansuaiiufiinandenleduasarsvae
uilldlunszuaunisi luduvenandihumnefnisdnvsefidnadudevesuifuiduinainnisldeu il
funisvesiiufulfuidnusegegaogluvinaithvesudfissiifluduiiiugnide Tnsannsnsaaaeusun
yedudid wud sresnisinvsegeanegil 3.98 wu. fdudielitulaldiuRwsRuifidnsegnudnestsauysal
ysaniiAdlAtmuaszduaTBnvesns AU Suan iR wsifiusiegd 4.5 uu. Tuvaisfinsiaadaud sl
JgvimsiitelUaingn 0.3 .

1.2 nsldlusunsupunamasdaelunisudn (CAM)

pouiumestiglumandnitlidmiunsairsidinuaunisiadouiivennieionuda uazinse
hwinidenuiifesuinonnasnauanilélumstadulusunsa NX version 12 nsfnUfuamitufiousfiusiuas
nsfnafrasifailnilfiniessionudanazaugunisdndeunisldieulufinandlunsed 1 nszuiunisin
Usgnaumig NMsAaLUUnNe1u (Rough milling) %’Lﬂfj’@@ﬂﬁ’ﬂu“JuLLUULﬁmﬁmadﬁqﬁmumLé’umuquénamﬁa
Usznaudfuduiln 16 uu. (Bull @ 16 mm) ludiuvesnisiafdnga (Semifining milling) wazn1sAndnsa
(Finish milling) 1uneniauiainuuadurugudnats 6 uy. (Flat @ 6 mm) uazaeninied 3 uy. (Ball R 3 mm)
ImEJmia"waaaLﬁamuﬁﬁaaﬁwmwé’fmaaﬂé{’m%’uLm'a3Lﬂ%‘laaﬁaﬂuﬁﬁtumiﬁ’m%’uaﬂ'lwﬁyuﬁaLLajﬁuﬁLLam‘Lugﬂﬁ 2
waznsinasausfisnilvsiuansdsnmd 3
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M99 1 mdmeslumsdndeutazfoululunisafaumaiuvesniosionudn (Tool path)

JULARILINSIAUYRUATBYlaANdA (Tool path)

\A30slonusn Foulvnsdmideu SaUSuan miuin Anasraalfuning
(Re-sink die) &n 4.5 w3 (New die)
1. End mill, Cutting pattern; Zigzag (Face
Bull @16 mm, milling), ADoC (Constant) = 0.3

(2 tooth) mm, RDoC (Max, Stepover) =
50% (Max=6 mm), N = 3500
rev/min, F = 1600 mm/min, (Part
stock 0.0 mm)

Cutting pattern; Follow part
(Rough milling), ADoC (Constant)
= 0.3 mm, RDoC (Max, Step
over) = 50%, N = 3500 rev/min,
F = 1600 mm/min, (Part stock

0.3 mm
2. End mill, Cutting pattern; Follow Part
Flat @ 6 mm, (Face  Milling), Floor Bank
(4 tooth) thickness 3 mm, RDoC (Max,

Step over) = 50%, N = 3000

rev/min, F = 800 mm/min, (Part

stock 0.0 mm)

Cutting pattern; Follow Part
(Semi-finish Milling), ADoC = 0.3
mm, RDoC (Max, Step over) =
50%, N = 3000 rev/min, F = 800
mm/min, (Part stock 0.2 mm)

3. End mill, Cutting pattern; Zlevel Profile,
Ball R 3 mm, ADoC = 0.3 mm, Merge distance
(2 tooth) 3.0 mm, Minimum cut length 1.0

mm, N = 3900 rev/min, F = 1200

mm/min, (Part stock 0.0 mm)

Cutting pattern; Contour area -
Area milling (Semi-finish milling),
RDoC (Step over - Constance) =
0.3 mm, N = 3900 rev/min, F =
1200 mm/min, (Part stock 0.0

mm)
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Follow part depth 0.3 mm
I - Material removed 0.018 kg
4 & - Machining time 5.63 min
] | Endmi,
Flat @ 6 mm

Follow part (part stock 0.2 mm
- Material removed 0.191 kg
- Machining time 71.00 min

U =% o & o @& v o
M) NINANIALILASEUIINYADNNAVUIN D 6 UL,
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End mill, Bull @ 16 mm
Zigzag milling depth 4.5 mm

- Material removed 0.687 kg
- Machining time 59.59 min

Follow part (part stock 0.3 mm
- Material removed 1.353 kg
- Machining time 116.81 min

Q) NMsHAREIUMEnBNInYaUlAIUIn @ 16 L3l

Z-level profile depth 0.3 mm
- Material removed 0.052 kg
- Machining time 61.78 min
End mill,
Ball R 3 mm

Contour area depth 0.2 mi
Material removed 0.010 kg
- Machining time 42.80 min

£ o <@ v v v oA
q) NNINAFNIINWABNNATAL R 3 1.

PN ° A v v a s 1 a o @ o o & a la ¢ . .
AN 2 LL‘U‘U?]']@ENW?I?’W\‘]I@EJIGUWEJMW’JLG]EJ'3511’3EJSL‘Lm'W'iwamﬁqﬂﬁUﬂqiﬂ@ﬂiUﬁﬂq‘WWUN'JLLMW@JW (Re-sink die)

n) wuunuiandununeunisinadauslfiuilyg

Follow part depth 0.3 mm
Material removed 0.018 kg

- Machinipg time 5.63 min

End mill, Flat
@ 6 mm

Follow part (part stock 0.2 m
- Material removed 0.191 kg
Machining time 71.00 min

o % o & o & v o
M) NITAANIEUIALATEUIINWADNNATVUIN D 6 L.

L .o . Endmill, Bull @ 16 mm
A Zigzag milling depth 0.3 mm
- Material removed 0.116 kg

».- Machining time 11.83 min

Follow part (part stock 0.3 mm.
Material removed 4.904 kg
- Machining time 297.59 min

) NMSAANLIUMBABNTAVBULAIUIN @ 16 Ui,

Z-level profile depth 0.3 mm
- Material removed 0.052 kg

- Machining time 61.78 min
End mill,

Contour area depth 0.2 m
Material removed 0.010 kg
- Machining time 42.80 min

9) MsfinduSamenanindadl 3 uu.

29 3 wuuIaesiasnaagldneuiunestiglunisuand nsuinas sl fun e (New die)
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13 mvasssinuuazaudunsalumsuwszUvasiaguau

fagpusnildlunisiauuanmituiin Re-sink die) Humdnndusfisninuiounsa JIs SkD61 7
Kun1sldauuagiinnisdnusedidauuds 4648 HRC wazfanTunuilddmiunistnadio sl du
wmanndusifinsiinge JIS SkD61 Fsagluanizdmironazdmarmudeedi 21 HRC nsvaasafinunszsiuy
\dosfinuuaRediie Hurco Ju VM20i Tnefantusuiivuinauniie 140 81 370 uavgs 80 . gniuBauulfy
nuveeieainsTnmdvausuandusui 4 waiedadlonusinildlunismaaswansdsgud 5 Usznauserda
17 (Insert carbide) vaulAsruinsadl 1.2 uu. (LNMUO303ZER-MJ AH725, Tungaloy) Usgnautdnfiuaiuduila
(Tool holder) uuuasaufn (EXNO3R16M16.0-02, Tungaloy) HUu1AduUNILALINAIUDIVOUANAR 16 U, Fld
dmdumsiameu Tneiedesdionuindniunsiafsduanazindisausznouse aendauuy 4 aude wuinidy
FuAUENaT 6 13, uagmeninaioun 3w, Semendnuayuindeuiiage TIAIN feiewuanunsalunisuds
sUrpstagiuauazdszifiuanergnislieuresndodeaudninisnsaaoudsldndesganssmi (Optical
measuring microscope) G Olympus i:u STM6

[ 270 . ol

n) JaqualiuiAfuguseundnvsertiesainnisldanu %) Jaquannawiiuidmsunisinasaufuiln
A9 4 M3FuBaTunuuLlAvLYeLATeINA

2L

Tool holder
Insert
carbide
Q6
—-‘—F@ 16 mm —-l—’-—@ 6 mm -.l—"'( R3 ::2)
) End mill, Bull @ 16 mm 9) End mill, Flat @ 6 mm @) End mill, Ball R 3 mm

AT 5 1AT09LANARNLYIUNSAIAUSUAN NN URILUALN (Re-sink die) kagn1sAnas 1AWty (New die)

NANIIANLLUIIY

2 o & ay o 4 o

Uminilesuiidesvdnesnuazaaniidlunisin

Uminillenuineswdnesnainnsianzilagltlusinsunsuiam ostglunSHEATIL UM LTURDUNNT
o a P o A o 19 & a 1 a ¢ . . o v I a 6 ' .
AnnazipsosllanudanldlunisinusuanIniulLdfiun (Re-sink die) wazn1sinasiauiinnlml (New die)
wananaguil 6 9nguaziuldinsinusuanmiivioud fuiaidgnusewuuneudienendaveulfwuiaduri
AENANS 16 wa. Bull © 16 mm) Huwdnillenuidesvinesn 2.04 An. (A1WIMIN Zigzag milling 0.687 Nn. +
Follow part 1.353 nn.) wagnsinas1suiinsluiduininidenuiidesvdnesn 5.02 nn. (A1WIMAIN Zigzag
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milling 0.116 An. + Follow part 4.904 nn.) seimdnifonuiidesdasenlumsiauiuanmituioulfuisni
nsfnassusifuilniidesannistayfvanwiufoud fuifdnnsedunsuiatantunuitsunsandeusuuuy
anvilFlidosimforiludiiludniuveusfinnt luduwosnsinuiuanmiuiouasmsinasausifutln
Fenontavuiaiduriuguinans 6 uu. (Flat @ 6 mm) wazaenfinsaiouin 3 uu. (Ball R 3 mm) utnveude
uiidewdneenlissiuiiomnlunmsininmsideiionu (Part stock) whiuidlunsiaidiSauarnsindg g

& Re-sink die I New die

(nn.)

Waaunvineen

v
=1

0.687

0.116
0.00 ﬁ"_" :

Zigzag milling, Follow part,  Face milling,  Follow part, Z-level profile, Contour area,
Bull @16 mm Bull @16 mm Flat@ 6 mm Flat®@ 6 mm BallR3 mm  Ball R 3 mm

w {
o
S
T T T T T T T

0018 0018 0191 0.191 0,052 0.052 0010 0.010
1

! ! i o s | !

2 6 U inlanuin esdneaniunsHAUSUENWNWRMINLN (Re-sink die) kagnsimnas1ssinuwiua (New-die)

350
—~ E ik e E )
= 300 F B Re-sink die  F New die
= F
= 250 F
e .
& 200 F
S E
= 150 F
= 100 F 5050 7100 71.00 6178 61.78
G o f : 42.80 42.80
- E 11.83 563 563 % %
O C %‘ﬁ 1 1 1 A 1 1 m

Zigzag milling,  Follow part,  Face milling, ~ Follow part, Z-level profile, Contour area,
Bull @16 mm  Bull @16 mm Flat@6mm Flat@ 6 mm BallR3mm  BallR3 mm

A9 7 nandtglunsinusuanniuR LI Aun (Re-sink die) wagn1sinasiuwdfinsilvad (New-die)

Al 7 wansnanildlunsintaguaifias wud Tumsiausvannituiudfiutlunisiniani (Zigzag
milling) shemeninveulAmwumduruguinats 16 ua. (Bull @ 16 mm) liianegi 59.59 Wil Fsgsninnisiin
asausifieilvalfildnan 11.83 wadl Lwimiﬁmiuu%nmﬁwLLUU@WE%’WS”Umsﬁ“@‘d%”uaﬂWwﬁuﬂumﬁmﬂ%wawaﬁ
116.81 w1l S’qus‘i’wm'1maﬁ’m%mLLﬂﬂuw‘imjﬁé’aﬂ%nmqﬁa 279.59 Wi ilesannanldlunisinazulsiuiu
dwinidenuiifesinoen egrslsimunanildlunisiadenontnuuinduriiuguinats 6 uu. (Flat @ 6 mm)
waznenfndrdaun 3 uy. (Ball R 3 mm) dwsuinisinuuanmituioues faasadfinilulayldinalaseie
Wilnaainnsmaass wuin narsalumsiauiuanmituioed 357.61 undt luvasfinisinadausifinfluadly

U
&g

nanegil 472.63 w1l ylsaguldinistausvanmitufaudfssiidnvseannsoannarlunisiaauasis 24.34
Wedldud Weiflsuiunsinairausifuill

agnslauveaesasilonudaiild

pgmislinurenaiesdionudnlunsmeaesssfiuvanmsinuseuuiuimaudiudig (Flank face) veq
w3asilonusn ‘ﬁqﬁlﬁmmﬂLﬁmﬁmamaﬂﬁ”mauiﬁaLﬁaﬂizﬂauLsﬁﬁué’mﬁm:ﬁgmﬁmﬁwwﬁw (Tool cutting edge
angle, KAPR) aguh‘?i 17 a3en wazlunsneaansineudn (Depth of cut, DoC) 0.3 ual. ¥lrdunsesituiianay
Fudnsrngegfudrmondniinduandusui 8 n) uardnvurnisinnsevendaiialdfausvanmituinde
nan 45 unit awinnsdnuserdu 0.352 . fauansluguil 8 v) msdnuseveadafianendaveulfemuszeznani

Vol 5 NO 1 Jan - June 2021



8  Journal of Science and Technology Thonburi University

Tlunsiauanadesud 9 nuin msinuseveadadaiudunuszoznafildlunisde uarergnislnuves
wissilesninunnszesnsdnuseuniaviausiudne (Vb) fisesu 0.3 wa. (Caliskan and Kactkkdse, 2015) ¥
Tannsnaguldhogmislinuveadiniinrendnveulsdmiumstauivanmiufaufusiogi 41 unit uazony
nsldnudmsunsinasauifuilndedil 92 wiit dadognislinureadindadmiunstausvaniwiiuia
wifusishnimsteaseudfnilndesannmsugsanifinenavestagusuassilieuansolunisuys
gﬂamaﬁiaaamé’mﬁ’vmﬁ%’wm Chinchanikar et al (Chinchanikar and Choudhury, 2013)

g g
g g
2 P
2 2
=18 ]
Huinduaeuazdudng Hunduanwazdudng
(Bottom face and Flank face) (Bottom face and Flank face)
2 A Y & a 9 v o A a ia &
n) menaumsﬂma@wmu ) LIANANAINITAAUTUFNTWNURN UL

AT 8 Fwransinseernsannsevendiniinnaninuaulag

0.50

—8—Re-sink die —=&—New die
0.40

(u31.)

Tool life 41 min Tool life 92 min

0.30

SELAITANNTD

0.20

0.10

0400 1 1 1 1 1 1 1 1
0 20 40 60 80 100 120
vadllunsia (W)

il 9 memslénuvesdafinnendaveuldwuaduinugudnans 16 uy. dmsumsinusuanmitufwiiun
ndnnse (Re-sink die) uazinasrausdiiunlvs (New die)

/o
0.389 mm

0.

0.095 mm 0.094 mm 0.402 mm

n) dnwazgaenianeunsinu 1) aendausuan niuRousiiun 25 Wil A) eendavidnasieuwsifiuiln 40 wi
AMFUT 10 s282N3ENYT8VRIRBNAATWIAEUNILANENA1S 6 1y, (Flat © 3 mm)
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-O.ZR'J mm

) YVBUANAAVBINBNNA L1 Q) YAUAUAAVBINDNNAUSUANINNURY  A) VBUALRAYDINDNNAGSS
B AU (NBUNNSARIIY) wifinwdunan 30 wndl vwaan 45 wdi
AT 11 SrernsannsevasnaninsAlvwin 3 wu. (Ball R 3 mm)

919n1slinuresmeninanmsmaassinau wui aendavunaduriugudnans 6 wu. Alddmiunsin
VSuanmituiusifinifissozanlunisia 25 udt fissznsannsendowinfu 0.301 wa. F9uInRINAINATIL
ﬁuamaﬂﬁ’mﬁuﬁ:ﬁﬂﬁ%ﬂmaqqqmﬁ’uﬁﬂqﬂﬁagﬂ 10 %) avﬁwﬂ'ﬂLaﬁlwmiwswLszisflumié’waaaG‘\’WLmﬂﬁﬂﬁqgﬂ 10
1) waznsinadrawifiuwlufiszoziian 40 wndl fszeznsdnnsodsindu 0.288 uy. (819839100 Md 10 A)
waz n) ludwwesmendndaiivunn 3 uy. M@ msunisinusvanmitufwifuiilssoznisdnuseade 0.300 wy.
fiszeziaan 30 wil waznnsimadauiiuilviisser msinuseade 0.296 uu. fisvoziian 45 wid daanslunim
i 11 a9 INNIINAADI WU miﬁﬂmaﬁumLﬂ%qﬁaﬂuﬁmﬁﬁﬂﬂﬁlﬁmﬁ’ummeﬁmiﬁmummqmﬂ%muﬁisﬁu 0.3
uyl. fetunanaisdideiddinadindriduegnislénulaeyssanuvesaents

Funuitldlunisiausifiuw

it 12 ) LLamaﬁ’wmumféaaﬁamﬁmﬁi‘ﬂumﬁm%’ﬁgﬂfﬁ’mummﬂszEJsnaﬂumaﬁwﬁamqmﬂ%mwuaq
wasilonudin Frogradu lunisfadiaeniaveuldsuaduiiuaudnats 16 uu. Tumsdauduanmituia
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