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Fig. 2-1 Method of the new fiction test

Table 2-1 Specifications of the new friction test machine

Max. load (L) 255 kN
Mazx. torque (M) 350N'm
Mazx. temperature (7) 1200 K
Min. contact time (¢.) 0.2s

Max. mean sliding velocity (V) 200 mm-s™!
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% Fig. 2-7 1277, U U RGHEIH TIIBEM ST R 6203, B Rmm ClaE 1
DORERT &N RLHHLZ. EESINELIN TIX 150 [ OFREREL T/ FNEEICE LUWBERT
EMRLND. Lo T, EIINGLHOEGE O BEEBREOMEINE, B o8
AL O EHERIEND. 72k, ZORRZRIMAIMOEEEREOZRI, EEO
o COBEM E P IEMERBD 2 E — B L TV 5.

Measurement location

S
0.5mm
—
E
M
(DMineral oil  (2)Sulfuric type (3)Phosphorous type

Fig. 2-6  Punch surface profile after cold friction test

— Sliding direction of workpiece

200 u m
—

(1) Mineral
oil
(N=150)

(2) Sulfuric

type
(N=10,000)

(3) Phosphorous

type
(N=10,000)

Fig. 2-7 Punch surfaces after cold fiction test
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Fig. 2-8 Evaluation of punch material
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B TIXZRACBRA Ot Beft E MEIXEN TV 5 23, BRERF O X - TR Rk
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il Rl b ZHAE D 0 I U EEEE 2T O AR ERBIE ORI T N T 5.
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— Sliding direction of workpiece

200 g m
———

(1) SKD61
(N=3,000)

(2) Tufftride
(N=3,000)

(3) VG ocoating
(N=3,000)

Fig. 2-9 Punch surfaces after warm friction test
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Fig. 2-11 [T5ABRIR A 1173 K TR TR EE Vi 226 SE 2551220 T, iR
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Fig. 2-10 Typical punch temperature diagrams
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Fig. 2-12 Influence of contact time, cooling condition on the punch surface temperature
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Fig. 2-13 Influence of the experimental conditions on punch internal hardness distribution
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THENE, BERFTIZH 1500 Vo RA_— R—TREEW = IR B 1L 8IE0 D s 360 C
OFPH & LTz,

Die torque M ! Die rotation(1rpm) 524
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= . e y: ; . :::: o ;
O | @?!\—Heater Before

AN

R Ring specimen M
: \\\\\\&\\\. | Lower die i;gi

| @ : Q<+—Heater
| ; I
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—_—

After
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Fig. 3-1 Die set for measurements of friction coefficients

Position of specimen

; —ié.-.;a:"'
[ T=<T 1 Holes for thermocouple
'X
Notch that stops die rotation

(a) Lower die (b) Magnification of die surface

Fig. 3-2 Dimensions of lower die
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BEER S u=1/0 (3-3)

ZIT, d, dIFEER%ORER A ONE(m), SMEmM)THS.

BURMEIRE 1, MRE DAL A~OBYRE L — RO EFEE & RE L,
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BRE H A 20Tl U7 (3-4) N CRIR IR E 2 HEE 320 LT-.

0o(t) = 264(¢) - 02(6) + x*la At + { 61(F) - Ou(t -A0) } (3-4)

ZZIZ, (IR, alIBMEEURE (SUCp), AMFEMmEEE, CIRHE, plitkEE,
A FEE ATy T, Ax IRRERERRE, 0o (IRERE, 0 1FFKEH S Ok
Ax WESOIREE, 613K 26 OB 2 Ax WEIDIRE TH 5.

33 EBRBERLEBE

3.3.1 EERBOFEE

Fig. 3-3 [ZHBANCAR > T & AWl RO, fifE, by g O—fl &R
T WO IcE N TH, BRI 12 mm - s OJEAEEE CRERBIAA D S
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WCHRKREZ L, BOLEEN T 5 F Tl L TWad. h2 i BRI FAE RIS
L, 121 LTV ABRBALER 0.7 s LIBENSHTE LT D, BRI FAEAICRIET S
F T, RBRAIIEMREER SN 2R 0 RGNS EIRNRE L, ZOimBim & K
XEOFF NIRRT DT D, EOMERREN A A & ER RS AIZ90° b7
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s10C g 50 / >
£ z
- 400 4 =
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1S
S 300 / —  [3E £ \ =
g Z +~ 300 3 a
5 N X
= 2z =
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P ecmm ‘
S 100 /, - 1 100 \| / 1
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0 | 0 0 Stroke 0
0 0.5 1 15 0 05 1 15
Time/s .
Time/s
(a) S10C (b)S45C

Fig. 3-3 Measured upper die stroke, load, and torque

(Initial die temperature of 23 °C, Bonderizing)
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& i EOPEME D H R D T2 BEEARB O BB 277, WT IO IV TH B
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0.1
Initial die surface temperature: 23 °C
Lubricant: Bonderizing
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5
2 0.06
b=
S
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E 0.04 /
T 002 X
S45C
0

0.7 0.8 0.9 1 1.1 1.2
Time /s

Fig. 3-4 Change in friction coefficient

(Initial die temperature of 23 °C, Bonderizing)
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Fig. 3-5 Changes in internal die temperature and die surface temperature

(Initial die temperature of 23 °C, Bonderizing)

Fig. 3-6 [ZHVEANCA 7 &2 HWC, #IIALEE 290 ‘CoO%E& ORE R 5 0.5 mm,
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FHNT K DIREERIEM 2 5 R EIRE 2 HEE L7 EoFE) 23, BPNENRERIEE,
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Fig. 3-6 Changes in internal die temperature and die surface temperature

(Initial die temperature of 290 °C, Bonderizing)
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R EEHEE I ANE L L0 SR 2 2mA 6N 5. S45C D6 b [RER e
MRS DAY, WA EE & R S T T 0D HE B AN R R B 72 5 )R R 13
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Fig. 3-7 Relationship between die surface temperature and initial die temperature
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Fig. 3-8 Relationship between friction coefficient and die surface temperature

N, HEREE A OB ERRILAR 7 A R b EATE Y, 1 R E I8 2R miR )
300 CEHZ D ETHBMRENSMET T2 2 L2 EEMIIRT I ENTER. vl, B
ZEHASETY 7R OME I T XEETWEH A, FRORBRSEEIT 1 rpm
Thdl=D, Vo 7 REEEOHFLRAE CTOMEGmOT 0 HEEE, REBHG
MO TETOMI3sHIZBWN TR 1.5Smm THDH. LizRn-T, FROEEIZE D
FEER R 1TIEH 12D 70 <, BEIREA~ DRI/ NS NWEEZIBND.
PLEDFERN G, 3R U 7= 7 8 A Al oM taelE, BERmEEICL - T
RELEINTDHZEEZEEWIIRT Z ENTE . 72, BMFEmEE L, BEOWR
BRA ORHIEEE, B A O EGE, FMOEHRENI L O BB E O EALZ T D
ZEND, RIETHLN D BEEAEK E MERmIRE & OBMRIL, WmEEHEEA O
EVETERE DIRERFELZ ELSFHMiL TWH EE X b b.

334 KEMDFEONDLERZRHY

Fig. 3-8 (Z/” L7z bV L ff EE D FEHME D & 3K oD 72 BEEAR AL D FEBRAFE R KT L T,

A5 L7V & W2 U U ZTERED FEM EAT 2 O THERR L 7R E AR 3D 3D 5
Kb - EEEUR L TR U725 A Fig. 3-9 (ORT. RUF, 1EEEE big, BEm
IREE 100 C TIEAVE TH DIV BEERE O T 53 0.03 /hE <, 200 CTIEA 0.01,

300 ‘CTIEA 0.005 /hEv. U o 7l b 2 Fina CEM L7cSE, EMBnG» 6
JEMERE TR EC, miE, BRmIRE, 3B RIS OME A OMER 72 & o Bk
RENZEALT 2720, PRI B OBEESREIIA ~# LB L TnD 32D L, [EisL
72 R B T2 FEM AT IS & 0 PERL L 72 IE #R 2 O 72 BRI R S D R E 15 T,

FRER A B T OB EREIIE U CEM T —E L RE L TR Y, B OB D
WEFERATIE, BVPEEITER BE L TRy, —F, RIEDLELN D BEEREIL,

39



JERAZETAAZAE O MPEHREN 344 T L 72 R DB ) (b L) & TR iE ) (i B &2 ELAEHIE L,
R EH LTV D 2 L BIEME TR D H OFEELIREE & Sk U 72 BEEAR L &

FABND. £, KIETITEME TRORER A LT OBEEBED /NS WIT O

THRILFTARDT20, REP RO L EESRBIIICHETH O N D EEAE LD b

INEWERELONTZLEZZBNS.

0.1 T
O S10C,Bonderizing
A S10C,Dry-in-place
= EO-OS @ S45C,Bonderizing ||
:g g A S45C,Dry-in-place
%50'06 %
N
§ .% DEy-in-pIace
2 50.04
82 R4
I 8 R I e
0.02 — =
Bonderizing
0
0 100 200 300 400

Die surface temperature / °C
Fig. 3-9 Relationship between friction coefficient (calibration curve)

and die surface temperature

34 #E

AT EIRE DORER AR 2 W= ) o FTEMEEGERIC LV, RFEH R E S
A2 DT B O BB & T O R IR E OWE R R AT 65, LTFIRT Z &N
Y OYIEo Y e

(1) EEARINGL TITR R mIREHEEED m < 72 0 L EBREITIRE <Y, Ioox
LREN-oTo. W CIIEBREIIIEEAEED LT 004 THo7-. 1 RIHE
W CIRT SR IR HEE 23K 200 CIL2i W\ CEEBRE T i/ IME D 0.01 278 L,
300 CTIFEEIREUIA 0.04 £ TREL ooz, A U7 TIRAER mR EEHEE E )3
200 ClZB W TEEMREIIH/IMEDRK 0.008 2/~ L, 300 CTIXEEREITN
0018 LA T REL o7z,

Q) AN AR T & AW, FIIALEE 23 COLA Tk, BIPNEEE R EE, &
REEEHEEME L H12, S10C OHE LV b S45C DGAE O TTH @V MEM 23 L 5 i
7o. S45C DG ORI R EHEEEI TR 5K 80 CTH Y, SI0C DA LY b
20 CED o T2, 2, B OB SO DR EII S 2 LN
LTWh EEZ LN,

40



(3) WIHARE & MR 3% iR B O HEEAE A [FIFR FE 1T 72 DR EE, S10C TIEK 120 C,
S45C TIHA 190 ‘CHFER i DIEMEE AT K B IR ECIRE B U728 ol
FE L HER S Tz,

(4) oI M Al OMEPERRIE, BMERIREIC L > TRES BT H I L2 ER
PN RT Z N T& iz, F, BIRmEER, BLORERF OWMIRE, WA
DOPHREENE:, MERRENI AL ) BB GO ELZ T L Z LD, RIETHDL
D BEEAR S L AR IR & OBIRIT, TS VR A O IETERE O IR K AT
MHEELLFHMILTWD &2 bk,

(5) ARVEM BT DD BEREMREUL, JEMETRITIE O MEHEEI 2K T L7 12 D EE )
(b 2y mE (R E) 2 BEHEIE L, BEEREZRETD L TWD Z &b EMEK
TRED B DEEEIRREZ M LT BRI & B 2 biviz. $£7z, RIETIIEMET
e DFRER A b T IR OB RN NS WS OE TR LT 5720, KiENSELN
D EBEEAREIIIERIE TR OGN D BEEAE LV /NS WERF LN LB X bz,

SE XMk

3-1) HASMNN TS : “WHENTICB TS h748aY” | (1988), 83-126, = 1
F1k.

3-2) HABMENMTEHE: “VYavX N I7A4RnY— —SEHEINTo®ME—",(1993),
65-89, =2 1%t

3-3) AREAR EA : “HlJFIAEMERE A ST D AR OB EANTT |, B
WFZERT RS, 30-2(1954), 63-92.

3-4) /N ZEiE, RIOR EE U U EMERBRE ORRE LIS, BN 56 4R EE M
N CARZSFETE 2 m O, (1984), 445-448.

3-5) dbkr FZ, Kk g, ¥ 2 JIF %2 0 R —vil LiRBRIEIC X 2 [ i
FHIEVEA OMEREREAL” |, 34-393(1993), 1178-1183.

3-6) ALkt EEZ, Kk g, ¥y 2 IR 382 0 “BH A FLEEBRIC X 2 m s H
WM OYERERHM” |, ¥ & 0T, 34-429(1996), 1083-1088.

3-7) [ B, BES BEED, BPaol 05 R AFLINTIC X BV U ERE R RO
PERERTAL” | 24-265(1983), 213-220.

3-8) (R M —, HH AW, T =2, SOk A B L T — =y TRER
(2 & B 8BE AR OHRZE” | 48-555(2007), 303-307.

3-9) AN SEZE, ERE AT, AR B R, P R “ANA 7T A M X DR O
FEAMYE” 55 42 [8] SN A i S mm SCEE, (1991), 623-626.

41



3-10)

3-11)

3-12)

3-13)

3-14)

3-15)

3-16)

3-17)

3-18)

3-19)

3-20)
3-21) i

£ S, AN, K FE—, 1Rt “PRAZ — P LB EEEGRERE LS &
iy [ BB AR Vg M D BR SR AR MERTA ™, 98 & 0T, 51-591(2010), 336-341.

T AR N 2 Lk s VU AR D R U EREEER VA
& % v sl PR v 5 oD PE R AR MER A, B4 & 0L, 51-597(2010), 953-957.
Wang, Z.G., Komiyama, S., Yoshikawa, Y., Suzuki, T. and Osakada, K. : “Evaluation of
Lubricants without Zinc Phosphate Precoat in Multi-Stage Cold Forging” , CIRP Annals,
64(2015), 285-288.
Nakamura, T., Bay, N. and Zhang, Z-L. : “FEM Simulation of Friction Testing Method
Based on Combined Forward Rod-Backward Can Extrusion”, Journal of Tribology, 119-
3(1997), 501-506.
Nakamura, T., Bay, N. and Zhang, Z-L. : “FEM Simulation of a Friction Testing Method
Based on Combined Forward Conical Can-Backward Straight Can Extrusion”, Journal
of Tribology, 120-4(1998), 716-723.
Hansen, B.G. and Bay, N. : “Two New Methods for Testing Lubricant for Cold Forging”,
Journal of Mechanical Working Technology, 13(1986), 189-204.
Sawamura, M., Tanaka, T., Yogo, Y., Nakanishi, K., Suzuki, T., Watanabe, A. and
Miyajima, N. : “Estimation of Friction and Heat Transfer at Cooling for Prediction of
Hot Forging Die Life”, 8th International Conference on Technology of Plasticity(ICTP),
Verona, Italy, 9-13 Oct, 2005, Proceedings (Advanced Technology of Plasticity 2005,
ISBN 88-87331-74-X) Contents(CD-ROM), 262, (2005), 639-640.
FBAY B, G5E BRZZ, Uik -, B RIRK, HhvE R, B A BRI L 2F
RGBS L2 7 A ABEFERHAN” |, SRk 20 A2 WRPEIN T 2 Gl o 2 fm SCAR,
(2008), 383-384.
FERS B, B RERk, HEF £ “[RIEERME AR OG0 IR UBEERRER I X 5 T
B oA ¥AME & 1T, 39-455(1998), 1258-1262.
HPE IR, B 4 Ll SR VR B, HEF S0 “Bod i ToEEENTIC I S S
BVAERFE” | ¥BME &N T, 37-421(1996), 207-212.
AT 55, /MRS . “BRlSm AN I 1T 2 B0 R |, 8k & 9, 57-3(1971), 485-497.
R 90T, oo K8, SR Bt . U oV TEMRERIC L AW HEGEIC BT D IEE
WEBSMEOFAN” |, B AM P25 U C i, 55-516(1989), 2184-2191.

I

/E]]H

42



FA4E RESBTRAVEY VT EBEERRICKD
ﬁﬂ*j-o)f&laﬁﬁﬁ&bﬁﬁa/ﬁ/ﬁ ﬁﬂ@aﬂiﬂi

4.1 &

T2 AT JE T CEb e 2 i3 2 #0lE T, SEERFICE W TR OBEEN LIL
LIXME & 7o T 5. FrICH O 2L RS T, Al OREILIC X 2 Beft &, 2L
PR O IR L THE U H2HEbIZ L DR, BERICIAe— NI Ty 7R ED
BEICZ 0 ROHFMPENGEE R L . O FHEMNE & RIEOR o By 2 THEMN
BN Tl 2 2 FAEL AR BT, BIOBREIIM I Z D HENSH 5. BEHEE
B O iﬁﬂ&ﬂﬁﬁ®ﬁﬁﬂﬁ<gﬁb %@ﬁﬁ TV A OB EID R Z
V. BVHEEE IS BT DAL, FORE T DENREN T o s Z Lk
2 BIERAL O] D 1F ,ﬂ%ﬁm@ﬂﬂﬁwﬁm KDDL, BEft X, B
BOREN, BMRZOMEICEET LD EETHLH. 61T, BEARIMALZ L
MTEIUL, MEHREIN R 20, #ERO R AENHSCRE i ORI WIFF T & 5.
—J7, BRI, WIBXNSE T8 mmIC R s, mE, 330 HEECHE) SR mHE
JERH 72 & OBRBAMENEET S, LiaRN o T, T OBEEIENHER T 5 BEEGE
iliFkERIE 2 VT, BB E OB O BEEAR I 2 & \EAIZREH T 5 2 s TE L
el 7o EYE Al OB EN TE, BOBEOME], BoOERHFMIZENRD

4 FE TIChR 2 7R BRI ERBR T E DR S LT D 4D 40 fil 2 ,mé%ﬁﬁﬁ
HETHVRBA AL ESEIRAND T LR LSRN HIUTRBR A TR ) v/
JERERBRIE ST, BRSO Y o 3B A ONBERE/NER & RS B EOE A H
WTEBBREAZFRET H. ZOHEE, KRS TR i, K
PERECITHHR B NSV F72, TARVEERER RV L ZEBOR—/Lil LikBris +),
T—X—7"F 7@ LikBRik 49, KEBEILKEDKEWERTEAILIE 4749, il
H LU YODORBRIESLEN D ZMAS DR TR ERE YD+ PDRIBERIN TS, Zh
b ORBRIEICE T B BEEIREIY, T FEM T TR 7=kt oakiR i ko &
& BEEAREL L OBMRN S RIE L TR Y, FEM fRATICIZ A O Z BT B ME A
REDIERERMENLETH L. —F, RRFFICHE S ED O BRI A
WESTLHHEELE LT, R AL U FRIBPERIINERZ T —/ X=X L ZATL I
TeRE DS F AT E & XA AR & RTE N S BEESRE & koD 2 71k +10 DR
WM ORBIOEZ L ZWREOE FArE & L 2 &M s D EBEEREZ R 2 HiEN
REINTND ¥ F7o, REBRFFOMEE Ly ORIEMD b EHEEERE Z R
HHiEE LT, EoeeM FICHFERERA Z B S 208 5 M LT 2 ik 21950,
LWWMGMENV%iEm’E%@% ERISMAID Y > 7o TN O [ AE S
VFHNEEBICERE ST 2 L OOMBICEE S TR Y, MR £ BT

43



JEMEtR, TRZRERSELZ LT, ERSMUDY & TR FRziT HmE S Ly
IO BB A ERER T 2 HIEPRES T D 20 £, EHEHEFAZRE O
R 2L, BEE S MR N T 2 FARREEBR A O B LIAATZREO
ML LR D b BB A EESR O TN 5.

AiTER 2T, AR A ERIITRO 2 BEERRE S LT, FieMa vy
> JTEMEEERBRIE 2R R L, R 2O & 4 T o S A 2
MWT, RUSREIRE & BERR S & ORR 2 E RIS Lz, ATiE, RFER4
TR D BAH] S I T A1 2 O, BARIBOEIR I Jo 1 B USRI & EEAR AL
& OBFR A ERZINTTHM 20 +2L, 50 [, R REL RS FRi Y/ S U S
D EASBOE I TEIEAI O ETR #2155 .

42 ZEERAFE

42,1 [EEEEBERACY VU EREERHRE

Fig. 4-1 |[Z[EReR 2 W2 U o ZEMEEGRBRIE 2R3, BB TlE, FEFITED
[EIHAHE C PR ZEERSE22830, B Z2EMRL, FTHICRELLr— N1
HAWTHiEE M7 2R E L. 70, BARALE—NEICHAAALTERRE —#IZ
K0 BT A T E OB L 7o, SR E AR TSI 25 /] RE 72 EEE) Y — AR 7
L A(JEFIRES) © 3000 KN)NIZRR & L 7=, A g T 240 SKHS1 O BEABE R (1 &
S59HRC)E L, KM I3 03 umRuslZ72D X 5127 v 7t BiF U7e. BB 134ME
48 mm, W& 24mm, mS16mm DV 7R E L, FEHEN 6.3 pum Rys|272 %

Die torque M __ | Die rotation (1 rpm) 448
Die load P I Q2i
T = v ,
i Y = = a7
IO I @f‘“.‘“"*Heater T Before
I -
A Upede g
: LT ——l—Is———Ring specimen éd
! &\\\\\\\ﬁ:Lower die < 2
- | ! 9
P © i O <—Heater 1
T ; 1 % I £
After
(a) Die set (b) Specimen

Fig. 4-1 Die set for measurements of friction coefficients
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Fig. 4-6 Relationship between die surface temperature and compression ratio
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Fig. 3-13 Relationship between
friction coefficient and die surface
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Weight loss ratio TG/ %
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Fig. 5-1 Die-set for measurements of friction coefficients.
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WHORENALTHRAET D MLV OFIEMED, 5 2 72BEEEEOEGE LR 25
7.
1= 0.00709(M/P)? - 0.0121(M/P)? + 0.0937(M/P) (5-1)
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Fig. 5-2  Measured punch stroke, load and torque.
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(b) Averaged friction coefficients

Viscosity grade of the mineral oils

1Imm

Observed area
VG22

VG100

H—
—

Forming direction

\ f‘tlght:adhesm:n

(c) Photographs of the punch

Fig. 5-3 Effects of viscosity of the mineral oils.
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Fig. 5-4 Influence of penetration depth on the friction coefticients.
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Fig. 5-5 Influence of punch temperature on the friction coefficients at 44 mm

of the penetration depth
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Fig. 5-6 Effect of length of the punch land on torque.
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Fig. 6-1 Die set to measure punch load and punch torque
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Fig. 6-2 Dimensions of punch nose and billet
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Fig. 6-3 Relationship between friction coefticient and ratio of punch torque to punch load
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Fig. 6-4 Punch load, punch torque, and distance from bottom dead center of press

measured on time chart during test
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Fig. 6-5 Change in friction coefficient
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Fig. 6-6 Tribological effect of billet coating on friction coefficients

for different initial temperatures of billets
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Fig. 6-7 Tribological effect of lubricant spray pressure on friction coefficients

for different initial temperatures of billets
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Fig. 6-8 Observations of galling at punch shoulder under different lubrication conditions
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Fig. 6-9 Observations of punch nose covered with lubricant under conditions

of 0.1 and 0.5 MPa of lubricant spray pressure
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Fig. 6-10 Observation of galling at punch shoulders after tests with three lubricants
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Fig. 6-11 Curves of punch load and punch pulling force for three white lubricants
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Fig. 6-12 Relationship between friction coefficient and maximum punch load
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Fig. 6-13 Relationship between friction coefficient and maximum punch pulling force
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Fig. 6-14 Relationship between friction coefficient and lubricant combustion temperature
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Fig. 7-1 Die set to measure friction coefficient in backward extrusion
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SesmEt O M JE 120° 0/ FHIREND ¢ 0.4 mm OIREZET T2, Z O U BB A
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BRSPS A CIHIA DN ZEE Lc., BVENSOERIT T ¥ 7 bOHFLEHND,
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Fig. 7-3 Dimensions of billet
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Table 7-1 Forging conditions

Forging temperature ranges

Ttem
Cold Warm and Hot
Billet material S10C S45C
Punch, container material SKH51 SKH51
Billet dimensions gD X H | $29.9 X 20 mm $29.0 X 30 mm
Penetration depth L 24 mm 44 mm

Temperature measurement | ¢ 1 1 45 m| 0.4, 0.8%0.05 mm

position
Billet temperature 25°C 900, 1200 °C
Punch temperature 25°C 200 °C
Container temperature 25°C 300 °C
Billet lubricant Dry—in-Plg e No
Bonderizing
Die -(punch, container) No White lubricfant
lubricant for hot forging
Punch speed 100 mm-s-! 200 mm-s!

722 NUFREREHEERE

NRUFREBEL, R FREND S FWNEA~DOBYRE 2 — Ik 5T O I E H BV
WEREL, T RENSOERE A WL 200 WEOBVERHZ X 2 FEHIE % 1
WTC, —IRICHEFEMREH R A 2255 Bl L 72 (7-DIC L v H#EE L7z 720,

Oo(t) = 201(¢) - O2(t) + xa At + { 6:() - O1(t-1) } (7-1)

T, IR, o (3BEEUREN(=1/Cp), AITEMBEE, CIXEE, p XL EE,
A FEEAT v R, A IREERERIRR, 6 IXRmIEE, 6 1XFKmo b O Rk
Ax WEFOIREE, 013K MmN S O 2/ Ix WITDIRE TH 5.

723 ERFRBUETEAE

T VAR TN FOMABLBIENMEILL, R FREEEOHRE LTV DI
HESND/RFHEP KN, /SF hvZ M IN-m & BB w OBFRIE, 8PN
Tv2=alb—3 3 Y7 b FORGE (TRANSVALOR #t)% Fu CREEBMEMIATIC XL 0 sk
DIFERE 3 wENF L7=(7-2) & vz 719720,

1= 0.00709(M/P)* - 0.0121(M/P)? + 0.0937(M/P) (7-2)

80



ZIT, RUFME P ENUT MVT MIFRUTFNT LA FHAIZEIE L THIA
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724 BAFAFEH LUHREBREH

%7 AR LRBRSE % Table 7-1 L\ d7. XU F Sk Fig. 72 IR LT
AME 212 mm, Sedw/ — X 170° , T2 FEE S 2mm, X2 FJE LA 4 mm
ELTT®TY a2 NRIE 30 mm &L, WrmfERARIT S0 % &L, NUTF
BLOa 7 MEIE, & T HA SKH51 OBEAN « BER LM@EE S 697 HV)E L,
NoFERIMBLPa 7 FTHEOREM I 04 um Rus 12725 K 9127 v 7 BT
L7, by ML, BRI C ORI I & R 80 S10C DR
PRACBESALERAA (B & 131 HV), iR - ZAE SIS IR B I C O RBR I 1 I bl 15 FH o 5 6
S45C DERIALBESIALERAS (B & 161 HV)Z W=, B Ly MIEFIRTHEZ, #
ML S 6.3 um Rzs [ZUIHITH: EiF 7=, BBz O L v NEHSOREIX 8 mm (2R E
(FVATHRL, Eby hEIZFESTLHZ LT, FAFLEI I Tm S IEE
T ORERTIX 24 mm, IR - BAHIBOEREHCTORB TIL 4 mm & L7z, SUFE
AR P TR 1 rppm —E & L 7=,

MBS IR I CORBRIT I, 1 MW ABEAICARE:, 1 A L #=i), VU
W AR ALBRFI(CARE, A TRl R e L7 e Ly NERWE. i - BRI
R IR CORBRIZIE, IR - ZAHBEH B ARIEEAIREERE 0=569 °C, HRH
MEAIE KFD, BER OO A L B ESRIENEAR A & F CEEA)E Wz, ST
BT T ~OMEAIOBMAIL, SHAHICRE LTt —% T&M% 200 °C (2
AL, 3 KB LZEAEZ =T — AT L—T () AN ¢ 1)k D, i
FOBIEHHK) 30 pm (2722 X O ICTFEH TIro 72, MEAIZ B4 Lok, S Fix
200°C, =17 71300 °C I MBVEEF L, HBR&21T -7z,

I - BREEIRER CoORBRICHBIT A E Ly MBI, &8s E 5
MWz, v by b FREOBRCEIEIE R Z 63 5 72 O MER » 7 AN 02 FE IR
K[ THIA5Ss~T75s THIEVE, $910s Ta T FE~ ket L, RGO E L v
N ATHIEEE 23 900 °C, 1200 °C & 72 2 INEVERE & L 7=,
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Fig. 7-4 Changes in punch load, punch torque, and distance from bottom dead center (initial

billet temperature of 25 °C, dry-in-place)
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Fig. 7-5 Changes in internal die temperature and die surface temperature (initial billet

temperature of 25 °C, dry-in-place)
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Fig. 7-6 Changes in punch load, punch torque, and distance from bottom dead center of press

(initial billet temperature of 25 °C, bonderizing)
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Fig. 7-7 Changes in internal die temperature and die surface temperature (initial billet

temperature of 25 °C, bonderizing)
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Fig. 7-8 Changes in die surface temperature (initial billet temperature of 25 °C, initial die

temperature of 25 °C)
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Fig. 7-9 Changes in friction coefficient (initial billet temperature of 25 °C, initial die

temperature of 25 °C)

732 im- BERACAALHE LEBRKONVFREGRE

NoeFBLarFFicatRMEszHNT, EVy%m@ﬁF9m%r€£E
HAFTH LR 21T o 2R, BBRBHAG ) D ORBRFEIT T2 /N FAHfE,
V%Fwﬁ,7VXT%§#%@E%®@E%%%F@JJO_m?.ﬁ%%%ﬁ
04 s BRI/ TFILTVATHRICEGEL, £90.6s 7 LA R CTHIALENES
ik Uiztk, 7S FITBEL L T 5. S F B IR BREA LA B9 0.05 s 2 I e Kl
oL, BB TEECHEIL CBY, RXUF M7 FRT LA FESICE
ELTWDMITETEEL TV D.

ARERBRAA D & ORGBFERTIZ kT2 /8 FINEREE R EE & 2 ORIEM S HEE L
T FRIEREDOE % Fig. 7-11 177, S 0.8 mm (L& Tl miRE 570 °C,
TR E 0.4 mm (& Tl i 639 °C, o FREIEE TR EIEE 774°C ETHIEL
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Fig. 7-10 Changes in punch load, punch torque, and distance from bottom dead center of press

(initial billet temperature of 900 °C, white lubricant)
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Fig. 7-11 Changes in internal die temperature and die surface temperature (initial billet

temperature of 900 °C, initial die temperature of 200 °C, white lubricant)
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Fig.7-12 Changes in punch load, punch torque, and distance from bottom dead center of press

(initial billet temperature of 1200 °C, white lubricant)
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Fig. 7-13 Changes in internal die temperature and die surface temperature (initial billet

temperature of 1200 °C, initial die temperature of 200 °C, white lubricant)
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Fig. 7-14 Changes in friction coefficient (initial die temperature of 200 °C, white lubricant)
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Fig. 7-16 Relationship between maximum temperature of die surface and surface area

expansion ratio (initial die and billet temperatures: 25 °C)
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Fig. 7-17 Relationship between friction coefficient and surface area expansion ratio (initial
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Fig. 7-18 Relationship between friction coefficient and maximum temperature of die surface

(initial billet temperature of 25 °C)
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Fig. 7-20 Relationship between friction coefficient and surface area expansion ratio (die

lubrication: white lubricant)
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Fig. 7-21 Relationship between friction coefficient and maximum temperature of die
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EWZKIET 2, 3 ORBRRMORELRT Lz, ZOREE, UTIORTZ Enbio
7=.

(1) T - RPN I8 C R 0 i UEEERITAE 5 i FIBOE AR 12 L 2 BEERIRRE A
b, R BRI RIZ A - EISFORE, RORMEmBEGET X, )k
DENE, BEEREOELR ENLHBICH O 25 2 E N TE 2.

(2) AR ORE R & EEEOHE & OXHILT — X 2 EFET 2 2 & B L OB EER
HREIER O —BOWEKER D Z L LIc kY, KRB ITERICTWINT ST
TORM, HBH R OB TH O~ 7 A R 2o—aREOFEliF X OB S E) 7
HriciEH LGS & & 2 6.

HIFTIE, 2my R EORBIEESM L LTI L < 20 ERh O #iE 218
EL L, EERY o VEMITE OEERBRIEZ /R L, mEEEEERICE N T,
K72 0 [ #R0E R A 2 O 7o R O EEER S E B O R IRE OJEZ T -T2, £
DGR, WTIRT Z EnbiroTe.

(1) HEARINGEI CIIAR R mIREHEEEDN m < 72 D L EEREITIRE <Y, EFoox
HLREN-oTo. W CIIEBREIIIEE A EED LT 004 THo7-. 1 RIHE
VB C T 2 T VL HE TE A A3 200 °C (23 W) CEEBMR SR I3 i/ IMIE O 0.01 277 L,
300 °C CIIEEEAREITA 0.04 £ TREL R odz. A2 7 CIFAY SR ik B HEE A 23
#1200 °C (23BN TEERBU TR/ IME DK 0.008 Z7~ L, 300 °C TlIEESRHUIH
0018 LT REL po Tz,

(2) FEANCAR T 2 VT, FIHIALERE 23 °C DA TI%, FNERREE R &M,
REREHEEME L H12, S10C OHE LD b S45C DGAE O T M @y MEM 23 L H 4L
7o. S45C D6 ORI EIREHEEEI TR &K 80 °C TH Y, S10C DHFE LD b
) 20 °C miroTe. UL, M ORI & W BRI Z N &
DERLTWDE EBEZ L.

(3) #HATRIE T & 5 iR B O HEEE N [RIFRFE IS 72 2R, S10C TiX# 120 °C,
S45C TIEHI 190 °C 2 FABRA DJEMEZEI T L D BHREVTIRE R L3R A o
MR L HER S 7=,

(4) miFsEE e A OMETERIL, MEEIREICL S TRESELMT LI LEER
PSR T Z EMTE . Fe, MEmEREE, BEORERFOWENERE, kA
OWEVEREE, MERRENCME ) B EOREZZ T 52 b, KIETHED
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2 BEBR R & RIS R & OBIRIE, oAl HRE FIE A OO 1 T ME RE O 1L BE A A7
PEZELSFHEL TWD EEX BN

(5) RiLENB1G LI D EEEAEUL, JEMATEAIZHE 5 MBHREN S KT L2 1& DB
(M 2)eEEA@E)ZERNE L, BEEAEZHEE L TWD Z L0 bIEMK
THREOHDOEEEIRIEZ RO LT BRI L B2 b, £, ARETIIEMRK T
e DFER A BTN OBEBARED NSNS OE TR LT RE700, RENLELNI
D BEEREUITERIE TR O N D BEEAE LY b/ SWERGE DN LB R b,

FA4FTIE, BERY 7 EME OBEEGREREZ W T, & - ZVH#EIR Iz B0
T, RERY7Z2 4TI OB S TR A 2 O 7R OFRBRIFORTE & MV 7 DR
S D BEEARENT RT3 3B A AR R, JEME A, BRm IR, BB A O IR
BE, RIFRmiRE, RBRA BRI, EEAAREIRE OB 2 A LIRER, BUTIOR
T ENbrol.

(1) BRI OfRTE &~V 7 ORRED 6RO T BEEMREIE, BIPNEEE O SHIE )
OHEE LI RREIREIC L > TRESEMT LI LA EEMITIRA D Z LN TE
7z.

(2) WTHORBRAMHIREICE N T, BB 2ERFEKH TMEL =B KRR
TR TMEA L2546 L0 SRR EIEE TN 50 °C @moofz. g, &RBgh
FENZWIEBAZh T B D BRALE N TFAE L7228, BB 0 SR~ DO BUAE e
SN EEZ L.

B) WITHORBRAMEASLFITB N T, REBEAMHNEESEVIEE, BRmEE X
L7, AfRRMEESEHWEEATIE, WIThoRBRFEEEICBVN T
BEENRIEEA L v B AR IR TR 30 °C & o7, ZhiE, AGRRIEEENCE
F D AT DITRBRF ISR, ABE LT BRICRAT D W A goWEh iz Ly, &)
BRI DRIAOBYRED I ST led LB BT

(&) WTHOBRREIREIZENTS, BHRFMKT TR 72356 O )7 58 KRR
RO L7268 L0 b, BEEREIT/ NS o7z, Zhuid, sBk i F i oK
DMEEERIDONCATET D Z LI K D SRS L2 e B2 bk,

(5) WT OB MBI N TS, REBGITIZE T 2B O — 27 % 438 °C
IZH 2 AERMEIER Cl1E, MoMEIEHA L &EEERNSKREhoT7o. BENRIEE
A, BERMEEA A, BlIEX, BERKBEEHN C OFREAOE—7RE LY HK 100 °C
L@ <, A E £ 00 BEEAKBEN RN & 5 VR 5T DPRBENHE A T 7
Wz, BEABUTIAARBEAIC L0 b/ holctE 2 L.
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(6) ZAFHBaE e A O BB ENZIE, B A OIHNEE, MFRmIEE, FIEAoREE
ﬁﬁ,ﬁ%ﬁ%%ﬁ@ﬁﬁﬁ%<%@?6:k%ﬁ%%m%%ﬂmf%:&ﬁf
7.

FSETIE, I aA L M7 T U7y 7 N & ORI EEERSAE D g LD
i DEBIEEAE & LTz, Bl T AL O BEERBRIE AR L, MR #0E R K
IZBWT, firE & by OERPED & BEEAR O BEHER 2R A7/, TR
T2 enbhrolz.

(1) WEE FVT OERE G EESAE P EZERE TE D e 2R L. WTno
NRUFREIZBN TS 1RBEEOBEEREIIAR 7T L0 bEhrole. £, 1K
MW ClE, SUFIRENERND 200 °C F CEEEMREITMIN L2, U FiRE
8200 °C 22 5 L EEMREITELS IhoTo. R T T, RNUFRENRERND
350 °C F TIEEBARE LM L 72

(2) /X F T 2 RERICE LWV E N AE U TATH, BEREOMIT A /NS )
o=, 2L, FHIIENTZL2XF AT IkT D, RUF T FRE 2 mm &

DCEAETD LT OFEIGICHRET L, 1IEEETIEI %, AT TET7% &
INEo Tz EEZ BT,

(3) AILETH: B2 BEEMREUT, #HALKE TR OBEBURE(mITE, BN O,

VR A DOYEIR) & S U TR o F - RR O EER S E B2 b,

%6 B TIX, [RlERE TEASLEOBERBEEZ HWT, Ly MR 900 °C~
1200 °C D « ZAFSEOSIR IV T, BREERE DR 5 3 FE O - Z\HHIEH
AN OWT, BERERICKIZTE Ly ha—T7 ¢ U7, BEAIR T L—E7),
Ly NIIEEOFELZTE LR, UFORTZENbhoT.

(1) ARERTII AN F ORI E N E WV EBEEEN KR E ot ZOLAITIE, i
KOFHMFERE T D/ FRIEE N FHIRE T REL, D ORERITNER
DFEFE L <HHE LT,

(D%ﬁﬁﬁeﬁwn&aﬂm@ﬁ%wﬁﬁﬁigﬁﬁﬁﬁiméw@ﬁﬁﬁEﬂt.
L7eMRo T, NUTOREA EIC L 2B ZMZ 5 7=, A3k
PRBEIREE 25 =V MBIVE A S B & 5 2 BTz,

@) Ly MIHNEERNEWIZE R TFOREME N2, BEEKLRE 2o
7.
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4) B Ly ha—F 4 Y TEIE Y OBE DT BT ORER & 13 7 < BEERENT/ N
Ehol=Z b, By ba—F 0 U ZENITERbIENTIN z, A w4
DR BLERO BT,

(5) A A 7" L —HE D% 0.5 MPa DA L0 HIEEAIA 7' L—F 11728 0.1 MPa D35
B OHPEEBREBIZ R T, N FolEft& b7, BEEKL /NS ho T,

%7 TIE, BRI AL OBEEGRERIZ IV T, SRR R O FERIE 2 F v
THMEBmMBELAHEE L, ZOMERmEE & BEEAEOBRE EBEIZEHME L 7.
F7o, BESMHE L TEmM LS 2w U EMERBRCoR R Ltk T 52 LTk,
OGS & SR IR E LA OBAREZER L. TORE, UTIIRTIL
oo Tz.

(1) W RIBE R IR TR T AT LB 21T 72356, U v ZEMERBR CORE R
ERIARIT, (IR R8RS B Ve AN I BB ORI RE DIE WV AFR O B LTz,
F7o, BAEAAE LRBRIFOSMF R mEEIL, U oV EEABR THE L
7o AR R s P TRV 51 D R BBAR B MK < 72 B A U35 1 e e 1L FEE D P IZ A - C
W, U U ZTEMERBR OSSR K0 b EEMREITK 0.01 Mo Tz,

(2) W - B\ESEOERE IR TR AT o 12356, BATAAMH LR IO V7
ek TG O IV BB R A TR T i E C—ARICRH T 52 N TE 22
o727, BHFEALIH LikBR COBBREICIE, v Ly MR E@®:L
EE)DREN LA TH Y, £ OWITHEAIORFIRBEIRE, Mgy, b
FRiti7e &), REBILKENEE LB O

(3) W& OWEIE, AN TREC X 0 AN TEAARE L 0 1T H 0723 &R
70, MTHOMBAIOREEIEREIIEMREEE IV EEZEZOND. —
7, i BBEEOS A, MBS E L v b EETINfR DN T B AR RE )N
HANTR b EIRE 720, HEAlOKERIFERE X Ly MIFHREIZEWEE X
LD, THOERA L TER LR, M, - 28BS X o T BB
VTN TRHAR > B 8 TIRFIZ 35 1T D IBVE A O fe @ 2R L O BN XEH Th 5 &
Bz bz,
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UERFEETHLNLLH@m CTHD. 61T, KB WTRE LZEROR L
ST 5 3T OBEEGAR TR O EERR O RS &, RERmEIRL & OBLR, T
RIZHOWTREET 5.

(1) BEEARE O RE &

BI85 Y o 7 JEMETE O BE AR T DEEBURE(Fig. 3-8)I%, TERD VU > 7 M DEERE
RBRT1E O D BEEMR(Fig. 3-9) L 0 b <HlES . UV 7ilBRA 26
RBITIEMG L7ea, EMBA DIEME TR E CoOMICIHEWT, miE, RERmik
FESOTIE A DR 70 & DEEBRIEN AL T D 72, RERITIT R T7 10 O BEEAHUT
e 2L TRY, BB ETHThBEAREIIZAVER LS. 22T, HEEY &~
7 M O BEERER I, miE, SR IR O A OPEIR 7 & o EERRE S A1k
Lo T2 EMERE TS T 2D, R ETHOBEIN/NSWHEOE o, HE
J7 10 D BEEAR S 2 I L T 5 (Fig. 8-1). —J7, EkETHE, RBZORBRF ON
PR /N & JERESR D D BRER I % 2R oD B AL IE #h#R(Fig. 1-19)% FEM fi#HTIZ X 0 {ERLT
LHERIS, RBA LN OBERBIIER T —E L IRE L T 21T T\, £77,
BRI sE 2V VER & U CEBIRPT O ERENE, BVRERE e & oW L@
EWEEL Ty, R OEBEIOEEKRFME, BVREREE2EET DL, &
JE LW ERIE L 0 b BRI/ S < 72D 2 & & 1.3 filZor L7z (Fig. 1-21).

L7eo T, BHRY & FTEMEE O BERER TR DL 5 BEEMREIT, kB L
T/IhSWEZ R LT, E£70, JEMRE TRFOBEERAE 2 RO U 72 5258 O BEEAR £
ESNTWDZ L, BERY 7 EHMEE OBEERER TH & 1 2 BEEAEIC L v H
WAIOMEREFHI X FTEE L B 2 T,

KHlE BIE iR
ERETROERAD ERRAEISERBTRET
MNEVVERMOABESEO y FTEO u3—BERELE

EEFEO U

EReTE Yoo | Emms

Fig. 8-1 U > 7 [ERET D EEEE BB D BE BRI D L
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[Bl#R5 7% 078 A FLIE O BRI T O 40 2 BREAREUE, 5 T BB IE I  d8 (Fig. 5-3),
R« BAREIHBE TR IR (Fig. 6-8)I2B W T, XU F OB & ORRE A KL TV, L
L, ZOBEEREOMIT, WEBERER TIZ/ T T 0 RIS LW & 3%
A L7286 (Fig. S-HIZB W T, BEAHIT 0.051 E/hSVMEE R LZ. £72, &M
BE R CHIE SN R F AT ICRIET N F T 2 REESOE2% Fig. 5-6
\Z7R L7z, Fig. 5-5 OfER ERERIC 1iREE, A7 & bIci BREZ O/ FITITBEfT
T IEIN oD, RXUF T FEES 2mm, 6 mm O%A &L AEEAIT
DELJEBRBITIZIEFE LN EBZX NN, NUTF M TEFEANCTFITURES 6
mm DOPEDHT BN F T FEEI 2mm OBE LD bEmL oz, 2L, N
FI7 U REIOEIMM O THRAELZ M EDEELEEZLND. BIEI NN
YFRNTICHKTT D, NF T REZ 2mm #0 TRAET H/F vy OEIAIC
BET DL, 1B TIE I % RTTET% Thotz. 72, FEMEFTIZE W
T, NUFRENGEEBEB LTI FHOETNANZRAET D F v OLR
F MV T ~OF G R BEEREIIME T 5 &, XU TR ST T — S
NRUFZ 2 REIE 02:07:01 THhoto. TOEBBREICKIET S F T o
NV T DF 52, %%%Lmrﬁf®ﬁﬁﬁ% BWTARUTF T RERIZE LW
Bt E DA LCTEHGAITB N TS, BEREDENREL 261 THEBELEEZD
niz.

L7eMo T, [BliRt: 5t A LI O BREGRBR C5F & 2 BEEMR SIS, /v Fmafk
D 72 BB R 2 R L TR Y, R F T2 RERICRAE LB &1, BEERK
ICRESIERBENZ2NWEB 2 DL, MREEREETIX, U F 7 FEICEE
&AL TOTHEBIREBII/N S RENRIE S, £ OB & ORRE & BEEA
BOREZIIRE LT\, —F, BFERAETTWRWAR YT, —RIEHEORKR
(Fig. 5-S)ITHBWTIE, HIE S 7z BEEAEUC L0 BEHEREOE W2 IgICIE 2 LT
W=, E 7z, IR - BSSEERER T, SNV FR T —VEICEMN E N BAELT
V72 (Fig. 6-8)7%, /N FJH T — IVERIZHEAE LT BEAT X K B8 F RV 7 13 BRI 5
2 7 BIRRERBES DT, BEfF & &2 KB Lo BEREDRIE SN L E X bR
7.

uL@#%wa B #i5 1% 05 A FLIE O BEEE R BR T & 1 2 BEEMR AR X 0 M Al

PERERFMIL FIRE L B 2 LT,

(2) FEELRE & RS IR L D BIFR
MmAEOER AR T, by PREOEBANL, MIEZICLY, NI X
DHEIMTHOLNEIRE 2D N6, AR BERE 3N T o R 3R K
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EIREIZITWEZ 2 v, BlRY o VM OBEERABRIZB N T, A7, 1HKE
T OBEERENS, EEAOKREEGERE Z T B Rk EE CEIETE 2N
o 7= (Fig. 7-18). R T I 60 °C THREMMICHEFEL TWDL AT TV Vgt

FU D LSRR LERYD, & 5HIT 200 °C AT TIIRMICATE LT % U R dign i
RFO LR SN TWAEAT T Y VBN EENET S Zick b, HEShD
RV MET U CEBREIIR/IND 0.01 &> TWna, S HICRIER R &EEEN
<700 LTHIBEIEDOLIIZ L 0 BEEREITIRE< b, 2ok o, BIRE TOMH
BRIOWREBNENT D LICKVERIRE O AT D L4, FEN LSRR L
RIL R EIEEIC LV ERBAIRT Z N TE . BN LW IEGRE A
A OBEERBR TIE, RUTEBEOE L Yy hE2RETEALES 24 mm £ TH LA
ATEBS ORI H B BB 13#) 260 °C TH Y, T ORFOEEEIRENT 0.02 THHo72. —
¥, ORI EEIRER 260 °C OWRFO[EER ) o 7 JEMEIE O BEEGRBR AL R 2 NI L
TEEEBREITK 001 THoTZ &b, ZOETEEBOR L & 2R REMEILKHT
DEIZEDHDTHY, FHlix5 L T 5#E LiEmOBEOR L S 2 B8 L7 BEE
RER TS 25 2 L OEBEMEN DI ST,

- ZAHBBOE IR I CUX, BlHRY UV EME LD bEEOR L S OBETH LK
MR L A3 R & W [B8E 14 7 1 A AL 00 BEHR SRR 0D J7 73 5% i e v 1L 2 13069 300 °C
B2, BEOE L SRR D 200 BEEGRER O BEEIRER A S i 1R TR
T5HZENTE o 7= (Fig. 7-21). £ Z T, MEHOBREANL, MAINZEL >
N ERINfL DI TRAR A I bR E D B2 NS Z LD, MIBAIORKE
BRI Ly MIENREE TV &5 %, BERELREXIE A O B @ BIE IR E & R
TE Ly NIENEE TR TX 5 2 LR b o = (Fig. 7-22).

UL EOFERD G, 4 SR Ik C VB 2% i e e RS, TR - AR SRS R Ik T,
Ly MHHEEZFHMIIIE L 5 Z LIk v, HEIEA OB 2 BEER R &
DEEMICFMECE S E 2 b,

(3) EEEAR L OIE T

RSB W TIRE LB O L S 03872 5 3 OEERRE HW 5 Z LTk
D, IR E T DM HEIET DD, FM LR L DM THRAET D EEO
LS ZHEL LRSI TICB T 2BEREI /OIS, Thbb, #EIZBIT5
REBBRBIRKNTH D28 2 IAHBIE, I LB TOmM, 15 - B0 & IR B
DR 2R AIORENAIRE L 70D . T ORE SN MIBH &2 EAFEICERAT S
izl y, BEESIEH S, BRIES A MBS R EMOM EICEH S TE
%.
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Flo, BEOR L S 2 B8 LI BEESEMAT O bV BRI A s TREERGTEL
BETO CAE FATICH WD Z &2 XV, CAEHTHE DM EIcFHETE 5. T/hbb,
I DTG EE DS @, Bl e s TRERRGI N TE D 2 &0 n, YIHISO% TR
INAREL R BT LF—RICORND. S5, BB AN, BWIA RS
ML, BFEMPRWVEE TEKEDARBERD 2 b, BEBEIZ O 5S.
T2bb, REICELWEEBSEHINOR FIcFE x5, BEOBLIZHIL
T BRI T O D VT R R S 2 CAE fNT OFENT SIS E T D54, Mk
IREECCIE, IR AIOWREE AR Y 3 2 B R m e R O B AT fE O BEEIRE 021
ZBATLOHIMLENDD. M LOETITE, FEMEREVE NN U CAZR m iy SR
(EMEAIOIRE) R E L 725 Z 12XV, BERHNZEI L, ZIU RO EEIEEEN
AT D, ZD7=8, CAE FENTIZERWTIE, M OWIEREN L BEEREE ZE L T
BEEAR A RET DL L BT, TOMBAHERICED LD ICHITE2/M Y K LIT O &
BN D, —J7, i BREERER T, Ly MR SRS LD, BB
BERETDHZLITEY, Ao ans, BWam-CHEREi 2 ko 2 2 &2
TZ 5.

EHIC, MELUEZBEARREZERT 2 LICLY, BEBEICE LV ETEREZ NS
RO ET 5.
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E

RESCOVERICEE L C, 2R THELZ W& E LA TR LERY ofEE
BIRICESEH N2 LET. Fo, KaXEeELDDIHy, ZRRIHRED
BE &2 WAl B LERY: RAISURER, 4R RY A)IIZF64ZEH8%,
At BRI ) MR AR R < B2 L E T

RAFFEIEEN % ZHE KR E F L) B R REFIERT A =T ¢ T
JEEMY HEEREZ EAFZER, Jo(R)S BT RARIERT 7 — 2 BREV 7 2 AR
ERERERMEEEEEE) ha 4 Ta s v a P27 U 7 CAE TR 7' a
Tz 7 MEHES), CAE fATIC IV T KRR ZW ) & W 2 7200 7= (BR) 2 o e dgF 5
SYRTAFZEREIR FILNE A IS KX OBAMRE BT < AW 2 L E .

F 7o, BREGBRIEE OBGT - BUYEICER L, ZRA2WD W7Vt R) B
WFIERT RAVEBRFEAF TR RN I AERE G, (BF) SHH I F e SRPEBHSE A JEaE I Fr il
B E K OBIRHE BN E  EH W L E T
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