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Abstract: As the demand for sustainable manufacturing practices increases, preheat-free welding emerges as a promising so-
lution to reduce energy consumption in welding processes. However, the primary challenge lies in preventing welding
cracks, which can result from several factors: mismatched thermal expansion coefficients of base materials, excessive re-
sidual stresses, brittleness in the welding zone—such as hard brittle structures, Widmanstitten structures, and hydrogen em-
brittlement. The lack of preheating leads to a smaller temperature differential before welding, slower cooling rates, and di-

minished moisture on the surface of welded components. To effectively mitigate cracking, enhancing the resistance of both
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the welding materials and the overall process is essential, compensating for the typically beneficial effects of preheating.

This necessitates a comprehensive approach that considers the base material, welding wire compatibility, and the optimiza-

tion of welding techniques. Moreover, employing finite element modeling to predict deformation and residual stresses can

significantly improve preheat-free welding methods. This paper focuses on elaborating the key technical pathways for

preheating-free MAG welding, including the selection of base materials with low hardenability, the development of adapt-

able welding wires, the strength matching between welding wires and welding processes, and process optimization measures

such as the control of welding heat input and interpass temperature. It provides a reference for the engineering application of

preheating-free MAG welding technology for high-strength steels.

Keywords: MAG welding; preheating-free; high-strength steel; welding cracks; residual stress
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FLE o 2Rk AR AR A A, BV AN KR AT TR, A
FEAEMEREZE S, N, AR DL EC A4 (ULCB) ) 44
SN DX JEE 5 4 R AR TCOCT FERR PR (v FI R
AR S

s LTRSS AN e U IS/ S U L L
REAF DX RS0 e 38 L AR 4 DX R i
LA ECR G TS AR KRR PG X (HAZ) iy
Fe B <350 HV I, B4 B0 H 58 R4 BT S0k
RE, AT LA BRI oy T B 4 i B ok
A BT T S e, 0P Rl ik 7 A R T A

DRI b DA A7 R i) DX RGE 8 5 BEL RS SR TR FA 2
ARSI e FRUARAR F2 T 75 S 05 A e A 75 ik

32 RBamokEEIFLE
321 BJBe(EX) R
TR N R PR — R R, TGS

R MR 2R KR TR IRAE A LA B
ARG SR E X LA A K A A LA P RE | it S
Tk FAGEIR X (HAZ) BRI DA SRR S i v Yy
MWAT N . TE R Y e 3R R LB AR AR &5 b 1 ] Sk
Az, BT e S BUSR R BT R 2
SERIAN . HABZET AR 225 B 1 R .

Kang ZE R ASR DT TR & 5 (0.061~0.080wt. %)
XT 1000 MPa 2 AN AR 22 TR 42 8 i TOW 25
2R s . F & B, Bl 45 ik o 1 1 7
151, COAORH A LL 3] S 2538, 55 e Rl e, DL EGAA RN
R A BLECAR ) B AR D/ . A, SO S5 44 P i
RIS A B A8 g “ AT 25 (LI 10) .
Jett AR5 E Bt 22 A 915 MPa #2712 1 007 MPa, X 1ij
FE-50 °CHF g phii e AN 120 JRE 2 59 T, 5 [T
TR LU A3 i R B i T M Rk B B (B DL GRS
I [C AR I 38 217 S5 4 A T v 1 B b R A E A K
BELAS T 48y e, missss 1T A R EMRIR A T
B I o XSk B T A T VR P AR R 22 A
PERE R A EEE L

JEAE T Y 45 i A BURTE SRR [ S 1, TR
J5 r A S A PO BRGS W , A R T VE R TR
B Y B T A SR AE TR 2 T (4N S
P)AEA &, Mn B BEGTA/EH , ol L4R AR 4 1Y)
L4k 2L SRE 7170, Mo Al AR 25 5 A 58 1 )
PE W B L Y NG 2 BEARAL Aok, A F) T
PRI AR 1 AN IR A TR AL TS Y B
FITTE B SR 7= 1) FeO WS L 25 A e, 5% A A Kk 4

F1 BEBURLFIE

Table 1 Comparison of Various Types of Welding Wires

JUES I % ffi g 3=
HS112 1.2%~1.7% 6 \26%~32%4% . 7%~9.5%%h  45~50 HRC  ELAT Uit B P AT B 3% FH T 650 °CLA R 355
Srsena HS113 2.5%~3.0% B¢, 27%~33% %% , 15%~19%%  55~60 HRC Mt BEMEAT  (H B i A 2% , 36 T 650 °CLL F 3%
ST HS114 2.4%~3.0% B , 27%~33% 5 , 11%~14% % HRC>52 bR o R4, (H A nh s b 22
HS115 0.15%~0.35% ¢ , 25.5%~29% % , 5%~6% i — —
RCBRAN K ik s R, ROV R R T
0.3%~0.8% % 52~57 HRC o i ) TN
g B2y AR, EE T M MR SR T s A
o N i 1293054 B . 6%-22% f..0.29%67% HRC=230%  FAT T2MERELS et AR s A =R S e,
0~ () , 070~ (] ,U.270~070 ¥l .
AL HRC260 N4 T A1k R T 200 1 A AL A 7l
ZnAll5 JIASE KPR B T 34 121 MPa, 28 280 °C4:3 30 min
CsAIF4 KAIF4 — _ o
MEEIRE]W e PSP BE S, HLAESE B 0] 3K 180 MPa
ek 2Ry AlSil2 12 15% Rk B FTAS 2 S PO B B A v T 3K 162 MPa, 28 280 °C I
ity S 30 min {55 b BIUS  HU0HE AT 5 166 MPa
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& T B FeO K (o AR v i) 157 S o B in T B AR ) 2
PERE, K22 T I 42057 SiMin BERS FHLAS Ty 2 R Y
RAARR , A Ik A5 4 S i)

R 22 NI JCR REE 3 e AR L i s B0k
XIS SR 2 05 A 22 45442 WQO60 1=y 5k A , A
FER I, 6 H R 0 5 20 IR il 50
W TG AT 2 Ni Y i i RE T O 359 2 B ek o 24
FRPE, B T BT O, HOR AR vh I O A R
TR, B AR AR . A 1.22%Ni (4 i B 1T 52
B M AR AIE A R A ) B R A R IR
N E AR AR T A R R e N & A B
A TR AR R IR AL XA SRR Tk
IR

H T A4t R R AE 4 8 45 ST B P B i
J R XS SR TS SRS s A A
TLESENE BSR4 it R BT S B
i 4 i, A2t AN SR A D
TEREZE 2 B2 Hin A 42 G Ni R M, NG 47t
R NiJ  RAE U/ NEOR , SR R JZ A/
BEAS NG 400K Mn & 38 £ K48 b Y 5 IR A A
JETE NS B AR SN RIS A 4

10 ARKESEREEEH OMISEM ERMALR: (a,d)0.061 wt.%; (b,e)0.070 wt.%; (c,)0.080 wt.%
Fig. 10 Microstructure of deposited metal OM and SEM with different carbon contents: (a,d)0.061 wt.%; (b,e)0.070 wt.%; (c,f)0.080 wt.%

JUER Ni fll Mn W RR 281 2B W Atk . i T SRk
b, I FC AR S5 A RST i A, X 45 5% 4 )@ = A=
RAFRIRIERCR

XFT MAG (845 , B TAEM AR A T —
E LU R A AR A5 X s T B B i 4 e
A AR AT R SR B S A SRR L Fe K, R
T B 1AL L R IR A 7 A R s e ), 5 PR
FRL2 e o i FE SRR N R AR 2 )
IR JE 160~210 °C, #fi A 12~28 kJ/em K2 F2 41
T 7 AR B AT Y A F T (0.711%~0.749%
Si, 1.840%~1.892% Mn) , 5% 7% 2 (0.082% ) FAK FA AR
2 LB R S PU PR )& Ol 778~784 MPa, 180°725 i
B ICRLL , TR 2 i (0.112% ) 45 i 1 it o b 4 1
SRR BE N 739~742 MPa, 120° 71 18075 i i 4
2o 1 mm.
322 REIFLIFLIEEITER

HHE MAGIMERHZ )R Z BB T, % 183
R AN RIS S TR c 5 M WS 2 (Y
VERC o T THT R Al [ AR 2 R T A S
22, A AT KRR TR AR ) 2T ), 3 Ao R
Xof R [ B AR AR B ek s 2 A
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FBIASC, 25« e s AT P AR I TR S B R 250 11

FINCARET 5 [ A ARE A TE , — PR s/ N AR
A O A48 8 M 1) . T TR ARFT R MR ER IR
R e R AR R B AR 22 A R T SR A
TP AL N EEARFT G U7 8 A 26 TR, T
SN N TAE R IR R R S U R
5, T FH AR R 2 5 T 1

o D A R T 2 B AR T iR B DR C
MIRFSE T S 0 AR CRR T A BRI Sy 5 °CLL |
20~50 mm AR FABLBREL Hil A I 4 v i A o
PSR I 1 20~30 L/min 4 80%Ar+20%CO, IR &
SR B S EE - T TR AR - LA AT K- AL
A NI AR -HLAE A S5 R AT RE - (1) A TS AR
%, 21.2 mm 1Y ER50-6 L0422 5 (2) F AT,
1.2 mm Y ER62-G 5200 AR 22 5 (3) HLAF AT IRAR
@1.4 mm 3, &1.6 mm ML I ER76-G S50 0822 5 (4)
HLAF NI T4 A 35 T R, 21.4 mm 58 1.6 mm [
ER76-G 3200522, H JER62-G 1.2 mm FLA% [
SR 22 BRI B >620 MPa, Jif IR 55 [ >520 MPa,
fiff K 3R >19%, —20 °C Y V B §t 11 o o5 T >68 J;
ER76-G @1.4 mm &Y 1.6 mm A 1 S0 22 4 hr o
£ >760 MPa, & i 3 F >660 MPa, {# K F>16%,
-20 °CHy V BUgR 1 op 5 D>47 1. SRANZ T 2088

FA) v e X R TR A, I B TR VR e, S
AR R PR 100 °CAH L , 122 0 T 1 ] $2 e A AR
JEFERCR 20% LA I BB AR AT A 10% UL [

4 BEWMIMMAGREEITEMRL

4 MAG 712 2R E 1t iy A M IS 7 122 I i 2
DR RS BEINR , S EUR R A B R, W
B RIRFRAN ST o 18 M AR AR $2 il = R
M E , TR TR B 25 PR TR AT AR B 2R, I 3R
BUF IR REK Jr oA RE . i T UM TR Y O
PR R E R 1) LU (BN AR RE B, SR TIURAR 2 S AR AT
PR AR LU, 7 1 4 R ARAR 42 P 3 M P 9ICR
T3HN AR JE DR T 20K R IRk v HER
ol A R BT T PRI, X T 6 A o o
MAG 1812 , EA8 1 T 2007 T 15 4 AR A
P2 IR AR PRI . 3R 2 AP0 R sRAN S
P MAG A 2R 1 ) S A i

P AR SHE BRI A M O, e
AR MEV AR S 1) JST i AR RE , i 5 28 B A 7 R A< AT
JRASEE ], S S B o e A AR ] 8 e )
FRTBL, Tang SIS T 1 AXS 690 MPa

x2 BRHNESEMEHRMAGEEREEH 516

Table 2 Heat control and performance of non-preheating MAG welding for high strength steel of various grades

e JELJ¥ /mm FELTIIN S ] I PR JEH AL/ ERE
FTIRARAE A I SRR, 3 FRE
Q34SHEIRANTY <80 20 ki/em, HIFEMIA  40~80 °C; SRR, — e

ABIE A 30 kl/em

B RJE 60~100 °C

ey A1 AN E

JE L FRI TR R JERE PP 730~765 MPa, fif

Q550 #iR> — — 200 °C 200 °C/h, FEHIE 350 °C, (A K3 16%~19%,-20 °Cihti B3
= 1.5 h, EAZW 121~18717
58 T UELE 100 TCREL ., JEIRSEE 755 MPa, Brhisg
. S [a) ~
QOIS — — oo — Ji£ 840 MPa, FEff124 19% KLkt oL

=20 °Crpri H=11017

TRE. PUISRE 760 MPa, Ji I3

HG785 i s TR A S LRI G M 7 s e

f TEHES 30 R Bt o S Eﬂﬁ&%ffﬁ%‘ KRRk i 680 MPa., it [ 2219 o e

13 10~20 kJ/em X i ZE )

IRKT8917
10 mm JEAATCZEL, 15 mm JEFH
890D FBRAYT  15FIT0 HEIA 101 K/ — —
" : o TERTE B MR TR
SR, BRI 1 080 MPa, Jii

1 100 MPa g 41hL \ . )in)c PR a, Jifi it
15 — — 1E200+5 °CEAF TR 50 min - 5 945 MPa, ZEMH13R 14.6%, f4%

TR

0 °Cfef =90 J,-20 °CifriF 1j=60 J
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9% i AR 44N (HSLA ) B 4% 4 Jm () 2H 1 45 K
JIZEERERYSENR o YRR A 13 k/emBG 2
19 kJ/em B, X422k (o p ik JE Al i 2 S B0
R 34, T 12 45 R E - 50 °C Al il W2 1A R 2 1)
FEI R I D A . R b, FE 16 kJ/em
(I A SRR, 548 4 8 R B T sk (1% 5 )
P, BARRIO X L br s i ik 51 828 MPa, #7
fE L -50°C Y i MR BB IR T 71~90 T 2 [H],°F
K 80 I, MR85 4 8 AU 4120 3 Z R DL G BTk
BRZAR AR SRR b AR R AR R M-A 210t
o BRI AN, 1454 TR T M-A 41T
(R Sk JR ek, SRR R AR LSO 2207 T OR

& B FEAIE B 25 R KK i 1 R ]
B, DUIRARGE At 28 05 1 DB S A bl S5 5 1) 21 254
B AL, 76 13 kl/em BIPRS00 L 48
55 4 JA TP AR 2% DL EG AR RN AR 2% 2k 28 IR 5 s 4
ZURECT vl BIE RREAR ; T 7E 19 kI/em 9 #RET A
M CHLIR A M-A 40 M S b R 4R 4L T 8
2D REART il B s M 2R #E 16 k/em
MREASRIE T a4 8 TP e/ Bl T ¥R B
AIET IR R, S B2 41 5 D1 R AR AS G001
AR E T IRAE S B EIE . AN, A/ HLRE
5 B M-A 410 R K55 42 J8 3 Pk 77 A I S )
RN

(d)13 kJ/em M-A 2070

()16 kJ/em M-A 417t

()19 kJ/cm M-A 2070

B RESEMUMALRM-AHT
Fig. 11 Weld metals and M-A in weld metals
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(NG-MAG ) IR0 F 01, A E A2 3 T HIRE )
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S BUS A AT A SR IR v M
TR, B, A B I AR NG-MAG &
T2 ARASR SRR Ik G M 114 DG
W oh AN e T 1 T 2Rt T 5%

5 MM MAGERERRNNGEE
LT

S BRAR N ) o AR R A 5 S A BIR
Bl ooy HE SRR B T 4 B R el g i
AT B RAR LY S g TR DU R RE (Y A7 K
FBE BB WY BRI MERE RO . LA
BROCAS UL — A 28 A A 2 100 - BE , ik Ay
BROTASIL T LA S AR 12 2 T T 7 72 A 4
BRANL T3 53 A, BET R I AR S RO I 41
WS o F TR B A BROTE A L 455
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E12 (a)TIG1EHk BB EE; (b) 5 (a) HEIXHERIET
AE®%; (c)N100 -3 #EEE EHRERELR; (d) 5 (c)HREK
HERIHT OB %

Fig. 12 (a) Typical metallography of TIG weld joint; (b) Fracture sur-
face image taken from the same sample with (a) ; (¢)Dendritic micro-
structure on cross section 0ofN100-3; (d)Fracture surface image taken

from the same sample with (c)

ANSYS. ABAQUS. ADINA . NASTRAN, MARC .
SYSWELD 45 A BRICHEALM HER PR T 41 LR
PERE S RS K] 43 AR TR B 5 R i AR AR
SE AT

T NI T e R R AR A R 2 T S A R A
{E 53 5 ¥, X 20 mm . 25 mm ., 30 mm = Fp A JE 1Y
Q345 N T BU4 K AT L, 70 B AN [ AR D RS 4R
A I A FERHR G IAVE AR I SRS
SERAIEEEN 143 A I RZ e . BERLETH A Q345 49
(M) )k s M A e 1k (L3 3) T B A G I
RN T3 (W3R 4) , IF 2R FH 5 il SE B A 7 ok [] 1Y
ZEZEHAEE T SRS, Uik R EE
AEEAUL A B S P RTORS 0 B i 83 o AH Y S R A T
T A G R B AE . 8 X H & IR, A LA AR
AR RIRZE N 17.7% (W 6)  JEHER AN
{EIR KR 2EH 16.67% (W3 7) , R 2E 4 6 7E 20%
DAV IR SE T 2Bl ik ) T Sk

R3  Q345REIREIE AT BB HHEBE

Table 3 Material properties of Q345 temperature-dependent steels
R SHRER A el Y G 7AW S

°C /(Wem-K™") (kg K)T (1079°C) /GPa L
0 51.9 450 10 200 0.278 6
100 51.1 499.2 11 200 0.309 5
300 46.1 565.5 12 200 0.331
450 41.05 630.5 13 150 0.338
550 375 705.5 14 110 03575
600 35.6 7733 14 88 03738
720 30.64 1 080.4 14 20 03738
800 26 931 14 20 04238
1450 29.45 43793 15 2 0.473 8
1510 29.7 400 15 0.2 0.499
1580 29.7 735.25 15 0.00002  0.499

3500 42.1 400 15.5

R4 Q345MABREMXERE

Table 4 Temperature dependent yield stress of Q345 steel

0.00002  0.499

/K JE N T 7, /MPa HEZ/K Ji it J) o /MPa
293 398 1073 36
373 379 1273 28
573 305 1473 20
773 192 1673 12
973 41

RS IBESHIEINE

Table 5 Selected value of welding parameters

Pt SR R ﬁ?ﬁﬁ{g iﬁﬁﬁii
/A A% /(mm-s™")  /(J-mm™)
H—i 300~350 29~34 9.1~9.6 717~930
HE 300~350 29~34 7.5~7.9 870~1130
= 300~350 29~34 4.5~5.1 1 450~1 750
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Table 6 Comparison of simulation and experiment on boom welding

deformation
AR HAEE/mMm AN EE/mm FRE%
R 14.25 12.35 15.38
f3bL2 2.93 3.56 17.70
KR E 10.15 12.14 16.39
KR 5.01 5.70 12.11

®7 BEERERREAHESZEX
Table 7 Comparison of simulation and experiment on boom welding

residual stress

o FJ T Hifi{E/MPa &6/ MPa Wk IR 2E/%
o [ 5840 77 200~320 240.0~318.9 0.34~16.67
I 5 AN T 152~292 180.5~312.0 6.41~15.79

T B FE SR 1 SYSWELD #544: %of 255 28 ML 3 s
K R0 L, AW 1 12 o, R
J5 1] G e SRR ) K R K e R AR
SR S R AR AR T RN ST I RZ R . B = 4
SERAL TN 132 T , S8 222 i 20 mm JE (18
M (2208 ) A1 S0 mm JE ) R B AL . T
BT RVIE 5 AR A3 1 1 A A/ A5 LI AN
SPHE TP sgm . s IE = B LK 13b, Hr
L0 F R R AR T A X3, W 00 R IR T 1 X 3

S ' l -]

E13 (a)shE=HEWED; (b) ERETHEERE
Fig. 13 (a) Three-dimensional structure model of boom; (b) Post-

welding deformation cloud map of boom

SR B A T 5 R A e X el R A

R SF2R1.5 mmx1.5 mmx8 mm, 76 B 85 4% i) shVE
i XA 20 mmx20 mmx20 mm. % FH R [ A5 7
PRIy o N A P B, SR R A AR A o

FEMEAEL. (7 BLZ5 R R (ULEN 13b) , shE RS A5 IE
I XN ] 5 SEER IR I 7F 17% 1R 2540
Rl N )7 ELAR T E T, 76 19% 1R 250 AR A 1 T
(EEAERT R, W 14 BT, EANFARES RO E
55255 ()RR 5 AR Y B SR IR 5R AR I ) B A Ak e H
— 8 ESE Tz A T A A

—iE
180r
<160}
T ———
=120F
EIOO-
& 80t
4% 60}
D 40}
20
s 308 338 348 368 388 408

2R figi/kI/mms™

14 ZEEXNSEERRNAZEPXE

Fig. 14 Relationship between line energy and post-welding residual

stress

Kerénen 5572 A5 BRI 77 (FEM) T 1 #
o AN I A O A T KR R AR N T, AT 15a
15b o , B[R] i 2% 08T S i A v o= A
BIFRATIN F7, i A S700 F1 S960 A1 ity LA LRI,
FLHG BE TR AR AL R LU Ik R4
RN 77 HE A 38 Az FOASE DL RIS LS5 . R FH
IR TC R A FERAR , DR TR A 300 X n
IR A, W& 15¢ . 15d Fiti , SR P43 22 — %t
FRAS IR fi £b 13 (AR R0 D DY 43 22 — A5 76 45 SR A
W), N FRTRR I FEA 1 RS 8 15 A LA E IT
REAT = 4R A IR - RS BT, FEAR I 1 17K
S S AR BE A 2 1 A% 5 B . FEM BBE4DL 2%
5 S0 I 8 R v B — B, Bk T B AL A R
FEADLZE AR 7 T KR 42 P AR 5% 4 7 ) 1 I 3
SZMA, AN 8 BRIV A KR g, R AN STl .
AN ZE S (%) 5 A% 7 SO AS AR, A AN ]
PR BRI ) B KA, R R A iR S
TN FR L IR AR

6 Z5it
MAG 1343 00 T HH: R R 5 45 B R B2 AR

ERREFE AR R A , 2 T AL oy o 00 R T 454
R TR B S A B AR AT, RS T i KL
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(a side length=100
cl 3 ) c4

=100

side length:

E15 (a)iR#BRFFFNTTE; (b) REER SRR O JLARAK; (¢)S700 HQRHLT 2 P VIR E 571 (IR B XIBR >
1500 °C) ; (d)S700 HQ % A EREHNEY B2 K E 7k R B A1 (7% € X B 3R T AZ 1788 S AR PR AR 52 A )

Fig. 15 (a) Welding sequence and directions; (b) Welding set-up with butt weld groove geometry; (c) Temperature distribution during simulation

for S700 HQ (temperatures on grey areas are over 1500 °C); (d) Simulated maximum principal residual stresses after cooling down for S700 HQ

(surface stresses on grey areas exceeding the nominal yield strength)

*8 ARTHEBEHSH

Table 8 Predictive parameters of the finite element model

RPN GRAN T IR R IR AN T
kil X35,
a b R-square a b R-square
$700 321 (wp1%3) 2.71E+08 8.60E+08 0.51 -5.49E+07 -5.02E+08 0.73
i (wp2) 1.97E+08 8.60E+08 0.99 -1.52E+07 -3.03E+08 0.20
$960 3t (wp1%3) -5.98E+07 6.07E+08 0.42 6.53E+07 -4.51E+08 0.45
1 (wp2) 1.83E+08 2.31E+08 0.66 2.92E+08 -4.26E+08 0.86

AN H SR SR AT e A R R A A B T
PRI A ME R B IR AR A, TR
PRI TAE G I TP 40 /N 25 BRI 05k
JIE KB BRI 2R TR 7K 4345 D HRAE T, DRI 2 DA
Btk bt M2 L) R 22 5 TR IE e AR T2tk
LI mLE A U AMEBUA M ME R o KRR 7
AT, WA S0 5 B A | AEK AR e {05 1] A b (A e
DL EGAARAEN) |, 48 il B0 ) X e o B 2 <350 HV, MR
Sk BRAIRA M SRR s IR 2 B TR AR S R 5 A
4 ICERC H (Ui 780 Mn . Mo (Ni %5 , [ if 52 81
5F T E B F TATIRAE AL N5 AR T

JF AR i 3 D IE 5 AL T 25 J2 10, 30 e 5 B o)
A H 2 ) B RS PRI e, s AR AR A 4L
I AR s SR ER AN 1 5 AN R T2 S5k
FRAR AL T RS S8, nT A R T0INIRL R B 1 AR R
oA e RSP AR = . TR Sh IR T Rty
AT, B PRS2 A S B T L BRI 34, ol ik /D
SR AR TP 1 BB VR T AE AT AR T 5 K B A
KIIREETG Y o BLAM B ARSI AR A R
Fk DA FEASARHE, ARG A A A H A A AR
W, DTl X 225 7 I 4 7 TR0

MR X THRNREE R RN, S T MAG /7
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PRl L (H R 20 mm B DL B JREARAR T, AL
P MR S, S A B T AT R RRAR s LA, X
T AR R TUA L TARTIR A 3 IX, Sp FiAAR 42
FRIREFEE RIS S 1) S TR SR, 70T
AR ALRAR 2 M RS 2 2 B 0 0 1) R B R
e

AR, e PRI LR 1) e Rt E R S =K
PR (DR IE i Pl o S PR R 2R3
FAHESROHAT H O AR AP, L DRAR 2 I B ik
FIRARE . DX ALFRRT A PR PR R A AL L L T D R T
A FEE | DT o AR 42 2o o v ) 2 2 R R RURS:
(2) MR 5 PRI . (T8 Y i IX, S T BAVAR:
PR ZORG O BEFARZ AR, 1 R I S 2B 7
22, IS 2 B T G, LA S AR 1 Sk v o
dr PR AT R o (3) PRBEIE NP o FEAR S e 5%
PER  JEHIRFEVE i X, W HT S P R 7 22
SR IBURRIR (Y BRSFE P A o 3 PT FEf 475 A S 2 A
TIN5 RSt A it , DA S5 IR e e —
ANIE B TRLEE Y Y, B R TR A AR E AR
T
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