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Abstract
According to the connection requirements of thermosetting polymers and thermoplastic poly-
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mers, a nanosecond pulsed laser connection system is used for laser transmission connection of
thermosetting glass fiber reinforced epoxy resin and thermoplastic fiber reinforced nylon. In or-
der to improve the connection strength, the surface texture pretreatment of the thermosetting
polymer is carried out by laser, and then the two Kinds of material are connected with laser. Based
on the response surface methodology, a mathematical model of laser power, connection speed,
surface texture pretreatment, various process parameters, connection strength and pretreatment
time was established for the laser transmission connection of the two, and the interactive influ-
ence of each process parameter was analyzed. The algorithm solves the optimal parameter com-
bination. The results show that the most significant interactive effects on connection strength are
hole spacing-scan times, connection speed-hole spacing, laser power-connection speed. The pre-
diction results of the model built in the experiment at any point within the set process parameters
are in high consistency with the experimental results.
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TERIBUE R AW LR, BotEM &S T EARREET . e, TESES. R
WEYELE . JUFRRARN ) 5 TR ASMGERES R, 180 BO IR G 2 (8l i B8 7 H# A%
Bedikiz —. MWE NN FBUR AT RN, ] A AME G T R RS W OB S B T T AU IR N
[1][2] [3] [4], 1HA SR MR GV MECEE SHEB T TR o TR EPER A5 OB R & 2 A,
TAEERTR, (HMRCX ARG Z, R T HRBH. Amend [5]% AXt GFREP 5 PC #H4T 70L&
SRR T, Hob B2 GFREP /E &Mk, N Eik R BIEFR K PCAEAMOGAE, ST sisil 1
PR IRz . R0 0 T IO B S B 0 ] 1 R B 5 RIB I TR A WA 90 M AR TR B — A SE B R iR AR R
[6]o FET RV PIBYE R G (R BT R, A SO B AT 4 I A G 5 B 44t Je e 93 Fh B
I HIREE ML, BT PR R R O IE B E R .

A3 FH #ER 1 39 1 A 4 14 9 B R(PAG6GF30)/E N L JZ A RL, i [ 414 35 g 2F 38 i B4 4800 IR (O
GFREPYEN T EM AL A SO 9 BT HOGIE T ERE SIS, HEEX 3 B3 AT I8 560 T H2 11 o AR )
B0, $EHEMROE GFREP #HTHOGR M2 A PR AR A He s B, JE oG IE SRt &% T 25
K S A AT R 5T
2. WU RS HERES
2.1. REMH5RE

ASSCAE R i FH A P 2R S AR S RO E B 2T A3 s N U i, IR BN B T s 5
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N M AT e A T R, DY ES AT 45 80N 30%, IR TR 50 mm x 20 mm x 1 mm.

XU GFREP BEAT 2R THI 2K T A3 FH (0 152 4% Dy 75 M Ao i 4 A BIR 2 w1 1 R Dot g FL bk 9 24
12 ps, A< 1064 nm, A 0.4~50 Mhz, HOGHIHDIE 6~70 W, JGBEEAR/N T 20 pm. BHOGIE S IEREK
FNFS KOG &R R G, BRKIIEN 20 W, JKH 1064 nm, HEBEEAEHN 30 pm, AKFEH 100 ns, #
#7920 kHz. KH UTM4104 24 s 5 75 B i B A L0t 422k b AT o A S5 o

22. EEFROH

PRI R AT, TN R IFERERI AT L EA R ANEOE B SR IE B 50%0A 1. AR
AN - AT WL - LD A0 Y E TR PA66GF30 AEHIMO GBS K . @il &1, PA66GF30 K]
RN 16%, FEFFN 65%. BT PA66GF30 XL LI AMNEOE B S R AE 50% LA I, RILE&1E RN B2
M KL

S SLIR IR UE G R I, (EAHE RO DI R ANERSEE T, [ R A A R ek R B E I E
PR, DGR SE0 I R B T OB R I B 7]

23— R AL 5 K I PA66GF30/GFREP 1] LU AH & IEFL A S . fEHOEIIZE A I W, 12 W,
15W. 18 W. 21 W I, SR /5 3 (3850 FE A A 120.00 Ny 135.48 N, 151.85 N, 140.50 N, 93.74 N,
77 A X PR R S 1 R R 2 B T R 2ROt GFREP sl R A A E 2 PA66GF30 1 44k, it 2
FERERIR, FECERRERIK. AT 3E— PR EnERm e, A SCRATEWOS GFREP &4 5= M
URIALBR 77 58 AR iR PA66GF30 A1 GFREP [43 Sk 5 DL /2 B 755K

2.3. RELIIATE

FEEAT )8 5 R EVIBMOCE R SR, AU R, f£E )RR BEAT RIS R LIRAEA [ RF A
FERIUIRE, AT CAKE G S A R A AR, 1 o S AR ROHURAIN R, R O IR AR, TSR v
JREE[8] [9] [10] RZULHIFUE &, AWt GFREP RIMFATHOCMAMIER, Jen THURA — & MK 5L
K, FEATHOCER . XWROL GFREP 4T 1 434 AL B A8 H )2 e POt on T & S5t, i R Si1E
Wt GFREP R Il % 9 ALE5 K, UM X380 20 mm x 3 mm, BT B8 SR AL B R & B 1 FoR.

Z direction

i n S
» within 3mm width

Picosecond laser

X direction

Figure 1. Schematic diagram of picosecond laser texturing on the surface of light-absorbing GFREP

[& 1. % GFREP FTE K AL HAIRRERE

SEUG IR PR SR R R TIAL, FLIRIEE (A SR F 6 IR (N) ik e I TIAC B T 2580, ik e fLIshE
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2.4. FOCEGHERKFIE

K2 45 H T PA66GF30 53 TR ML AL BE 1O GFREP 3% S #2751 5B & P R THI
S I R RES L 2 A RS R AR IS RIRE N, S0 5 IS R v LU A LU R =25

1) WOEH S LR @E G HRIB IR G VAR SR & A, T EBOR A E MR A ER R ISOEOE R
HiEAHFARE, LRI gk B, EEREVIEN:

2) LEREMR S IEIEAEICE SRR AN FIVE R T HEEAE A SR, § R RE R SR T

VAL AR LER
3) IR - AETERESMREM AR, AR, WRESRESMEMNEE, SREEREYIY
JEAUA 2 -

Laser beam

Laser microstructure PA66GF30

—>

Microstructure of material surface Mechanical interlock after cooling

Figure 2. Schematic diagram of connection between PA66GF30 and light-absorbing GFREP
B 2. PA66GF30 5]t GFREP EiREE

2.5. MEEMIR S o4

A8 H H 1 7 REAR BRI A S IR EAT R AR s B2 IS, B FH OB T AR 9 WL 12 W
15W. 18 W, 21 W, XJ 13 BB E KN 120.00 Ny 13548 N, 151.85 N, 140.50 N, 93.74 N,
FEAFEIM ST, RIS A 5% 208 T 250 A5 e B B s FE AR Iy 158.30 N 199.23 N\ 220.18
N. 209.40 N. 138.50 N, iiF B3R T 2R Kb 38 AT A 20 imr Bk I i 25 2

HHIRIS 45 R v N, BEE WO R, Bk iR W BK, SO E 15 W i, %
e LIRS BB E, T GHOCTh 2k SR RN, HSkMERE R 2 R G . X2 H TR R
(RIZAE T, ot GFREP WU B e S8/, il FrifiE 7407 %18 3 FJZ PA66GF30 [FAEA R, Ffl
PA66GF30 ANAETE A WA A 34 Bt sh =W ) GFREP R M FLIE Y, TiEE A& [l fe ek, h
M RS B SR INIMOES:, NI SESL IEE R AT R, MAEROLI RSN, TE~EER
2 PA66GF30 [#E LW, LA MBI IFY B NS FLIE N, BARS Bt GFREP PRI K 3735
SFYEFHBBRN, HOREMANKIES, RN RIES SR/, Rk ERR R Mok
DiEfI 15 WO, WOLDhZ R RS RBA 7O GFREP KM FLIEZN, T 2 e A8
PAG66GF30 I fif, FEMREEDXI™ BRI SIE, RAVEHIAAE A AR AR /N, R 25 5 77 A L
DG, IR e v FE PR A i DA

BRI R AT LA =R s R SR A e TR AL B I RS B A B A T 1]
[12], Wl 3 Frse R AEME 3(a) B REOE S, 35083 S b I 122 8 AR T P O M4 B I i i
FE, B RBOEAWE 3(0)EE 3(o) i, ML IERREECR, SEBOEEMTWR.
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Figure 3. Connection failure mode

3. EERMAEHTR

X% Y GFREP 2 [ 2R A4 A BRI )5 IR EEFECRE 73 i3 AT AR S 58, A 5 R 30— 3 [R1 R 2R 3803 I AR AE
HERE AL . s 4 R, TTUAES], B S0 PA66GF30 kL&A K& GFREP #RHIALLE, [
i, GFREP HIZR /R & H PA66GF30 5k R 2H 21, 50 45 AL it I 042 R0 ER AR Ht vy 1B BE, HOE 44
SLARE SR EE AT /N T PA66GF30 5 GFREP AR 5 (B Hr 58 %

Figure 4. Tensile failure diagram after texture treatment

4. QIR FREVRIR R

3. BTN EERNMEEFTER T ZSHER
3.1. LRI

EZRE R 4 BIER 5 AP O E G BT SEIR S Bt . RSk R N EZ R R A HOL
DA, BRI . FLIAIRE . FOCH MR 0 0 5 B R S W] DARAE % TS HOR B A VE
TESHBUEIEE 2 1 FrR.

Table 1. Value range of process parameters

1. IZsHHIEER

Level
Code Parameter Unit
-2 -1 0 +1 +2
A Laser power w 10.0 12.5 15.0 17.5 20.0
B Connection speed mm/s 10 15 20 25 30
C Hole spacing mm 0.3 0.4 0.5 0.6 0.7
D Scanning times N 1 2 3 4 5
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FIFH Design-Expert S0F 3¢ 1 #i EA7 77 ZE 0T RI 0] AR st 2 1 S8 B vh 7 58, FRREVE e B (B 1)
PSR 5 FAL BRI [R) PO S B0 45 RAEN SRR Ve Bt &

3.2. LHATRALERIEIRY S ZE S AT F R

AR S 36 B T 3 1) 45 SR UK FRUAL BB (DI A0 A AT 7 22 50 AT, RO T2 S80S m
LB 8] (AR [13 ] BH 5 22 43 M 3 i BN mT DASR . AL BRI (IR AL I F {Eh 33.84, P {EAIK
ANET DL S i AR A AT S, 25 P < 0.0001 NI iZ AR A LA RUR LR B 2 . B AN, MR BT LG
B LA BE N 0.9693, A B IE R ECN 0.9407, TG 2% 0.8232. Adj. R® fll Pred. R* FZEA
KESEEET 1, YIRS B B A A Rk ARSI LR 19.3149, (EWEEL KT 4 Ui B A
TR 1 B

i Design Expert #FH AT 43 Hrdbl 645 215 AR gtk S 2 5[ 141, TARFEET [A](T pre time)
(g5 7 FE AN S B 5 F2 an =X (D) AR Q) FTR

Gt 7 e s
T ime =23-6.38%C+6.46xD—1.81%C*D+0.5729* 4’ W
+0.5729% B> +1.32% C* +0.5729* D*
SPRIT AR
T cime = 70.25-2.46667* A—0.75* B—135.41667*C
+12.70833* D—0.005* A* B—0.25% A*C—0.025* A* D @

—0.125*B*C—0.0125* B*D—18.125*C* D +0.091667 * 4>
+0.022917* B> +132.29167*C* +0.572917 * D*

P 5 SRR T AL FER A () B 2 AR T 45 SRR SR 4 SR O RS LL I, A R AT B B AR R, SERL
I 5 F 7 (R R AR AR 22 950 Ut B AR TR o S 485 AT R A R TR o Ayt — 25 BAIE Py 2 f) il
ACFEIT M BCEAR B RE S, SRR T BE R P B 3 H T 238, B L ESHE W AR,
AT 25 S 5 S0 B A7 L. sk 2 fiow, RIS Z RIR 2Z RN, BT 6%, UHZEA A
B R EMREEE[15].

Predicted vs. Actual

Predicted

10 20 30 40 50
Actual

Figure 5. Relationship between experimental value and predicted value of pretreatment time
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Table 2. Accuracy test of pretreatment time model

2. TALIRRYEIEAYA S B ALY

Pretreatment time/s

NO. A/W B/mm/s C/mm D/N
Actual Predicted |Err0r| %
1 12.5 15 0.4 4 42 40.7083 3.1
2 15.0 20 0.5 3 23 23.3750 1.6
12.5 15 0.6 2 16 15.0417 5.9

3.3. EEEE R ESTMEFERE

A FoRBOLThE, B FoRIEREE, C FORILIAEE, D RoRSUHHIREL. MOERESREE )7 2 /0T
Frbal s, ERSREBIAE) FAEN 18.55, PEAIAR/NAT DL B HAE A A 52, 45 P < 0.0001 JU 35 B 1%
B BT SR [16]. b, MWRFIE T LU AL G FE N 0.9454, HE1EIERECN 0.8944, Tl
WA RZHN 0.7349, Adj. R® Al Pred. R* MZEA K HIF8EE T 1, BEUIRERILA B A HLAS /0 A 30 5L
KT 4 U R B ARG el S, MR A ERE LN 15.4234, BRI SERERS[15]. 1@ Design
Expert FF A BEAT 2 A 40L& 15 23 B AR e T 22 I, 1R R I A A R AN S bR 7 AR an =X (3) A

K@@ PR:
1) 47
Joint strength = 244.53+3.05* 4+3.98*B+2.67*C+0.23*D
~14.20*% A*B—3.76* A*C +6.68* A* D—8.74* B*C
+0.9750*B*D+7.70*C*D—18.37* 4> —14.81* B
—21.42%C* -20.44* D?
2) SERBRITHE:
Joint strength = —1802.1325+111.59567 * 4 +49.67633* B+2513.19167*C
+40.34250* D—1.13590* A* B—15.045% A*C +2.6735* A* D
—17.475¥ B*C+0.195* B¥* D+ 77*C* D —2.93853* 4’
—0.592233* B* —2142.33333*C* —20.43583* D*

Predicted vs. Actual

300

250 ]

200

Predicted

150 _|

100 _|

I I I I I
100 150 200 250 300
Actual
Figure 6. Relationship between experimental value and predicted value of joint strength
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6 R T FEBE R P I TN 5 S R B 2 R L, MBI o] B SR 3, 2 RN R 2 D,
WA SR A R AT R AF I TN BCR[17]. il — D IAIEE R R RS E . SEIG e it Hiia 2 o
BENLAHE 3 %, K L ZSHEW AR, 05 B AR R U 45 R 5 SEIR B db AT b, R E 2
AR 22/ T 5%, U WZ IR o BT B 8 iR A P 18]

4. TZEHXI AR B MERERE X BT MO
4.1. TZSY TR E R

K7 SR T SRR B S AL TR ER AR DR /N Xt AR BRI (8] 5 . 1] 7(a) 2 AREL T & TS H0xt
TRAL TR (8] SN, 0k T REE I B S 80 DA (A MUE SR L (B), - S THUAL B I (8] AN i 1 7K1
BATAAL, B AR I HCF B I 7(0) s (i N T AT DL H 2R FlAR BRI 1] 2 45 4304
G 2 AR, A S SN AL R BB R S T4 BR8]l 22l

Perturbation
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Figure 7. The influence of process parameters on pretreatment time: (a) Trend graph; (b) Response surface graph

7. TZSHX MR BHIFNN: (a) #FHE; (b) MBI E

4.2. TZSHXERERERIRNE

HEOETh#(A) EHSEEE(B) FLIAIER(C)FARE R EU(D)IE A S 4 N I HLZE R0 B A Dy J82 it 422 57
MBI AR H, A L ESHO SRR A EL B TUANFR RN AEIA 6 4, R
TR PRSI 75 22 43 W 2R 0T LA HH G B 5k B 1 2 L SRS A 0k 4 3 (R LRI BE - R IR il
FE - FLIEE . BOLThR - BRI X S HS A S . IR SO X = A B 4 AT

M8 b 2 o] LB 8% T2 S Ho i B s miass . MEIHReILLEH, ok, %
Bl ALIREE A ZU R IR ECX U L ESHOS R E sy — 8. R E RS 125
GRS NTEUN i3 BN -4 2 (A

E 9 ¢h T O ThA R B e B Sk i A8 B NRe 5 51, IRl L, FEBORTIR N 15 W, i
FEI SR 20 mm/s PR ATAS IOHE SRS 00 5 i i o MBOETIER A 10 W KR 15 WL EHH A 30 mm/s
PEAK A 20 mm/s B, $HeSksmBEBE 2 IZWIE N MBEOoEThZM 15 W K Z 20 W EHE B 20 mm/s %
KZE 10 mnys I, BeSkEEm g 2O F&E . XERVLEOLThHRI R, B ERCNT, T2EiE
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F| )= PA66GF30 H#hvaE 218, (FH AT BORNSIFLAE N, TR L, w3 18] ()% 4
FEE DAL b AR B K o A 30 D Bt vy DA R S FE AR, SRR AR Y B R R R, AR T ROk
GFREP £ LN, 1 Hid 2 f&E 324l PAG6GF30 #VAM R, M= A KA i S0l 74 i T B .

Bl10 45 H 7 Rl FE A SR FL IR EE A B Sk n B 28 B m 25 31, BT A, fEIE R LN 20
mm/s, fLIAIFEA 0.5 mm FT BT 18K B0 e - “MIEHEE S 30 mmy/s J/N 2 20 mm/s. FLIA)EE
M 0.3 mm 4K 0.5 mm I, Fekom R B DN 2% RaH A 20 mm/s Jil/N 2 10 mm/s. FLIAIEE A 0.5
mm ¥ KA 0.7 mm B, kRS 2 RS XS RA M FLIE EE /N, BPZR ) R IR,
W' GFREP 5 PA66GF30 2 [A] 4 filk [ AR LE RS O, ARk 2 18] RO UGS 22 5 5, L i o5 B 5 1ol B2 F) ik
PA66GF30 M E AR5y, EREARER FRAMN, ASHMREEARS B, (H LR N
W, TR R R, AL T AR A R I 2 [19], AR LR AR, 1 H2 32 PA66GF30
o, BRICEARIAR, SBUEERRE T .

Perturbation

260 -

240 -

2201 Z

200

180

160 -

Joint strength (N)

140 |

120 -

T T I T T
-1.000 -0.500 0.000 0.500 1.000

Deviation from Reference Point (Coded Units)
Figure 8. The influence curve of each process parameter on the joint strength
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Figure 9. Interaction effect of laser power and connection speed on the joint strength: (a) Contour plot; (b) Response surface
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Joint strength (N)
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Figure 10. Interaction effect of connection speed and hole spacing on the joint strength: (a) Contour plot;
(b) Response surface

B 10. EEEMFLEENEERENZERF: () FHLKE; (b) NRHE

B 1L 25 H T SR FL IR R AN SO R oo 4 Sk s B2 (22 B 5 3, e I wT g0, fEFLIRIEE N 0.5
mm, ZUEFRREC 3 IR AT i) o Bt B fe . 4 FLIAIFE AN 0.3 mm 35K 0.5 mm. ZU 4
DB 1RGN 3 ki, BeskwBfE Rz 38 m; S4FLIEEEA 0.5 mm ¥K%E 0.7 mm. ZUAERHREN 3
DEINZE 5 IREE, B ER A SR B . KRR SEIIRECN 3 IR, PA66GF30 a5
REBEIRNFLIE N, KILARIFHRAER /AN, W R, e ESERsR B R o . MR BT 3 &
B, FLEREEIENIR, PA66GF30 (St /G Rem AL RIRZ, HRHE ST, FRHZIRE K
P BHRAE K, PA66GF30 ML AL IR B, AL AN, UENFAE T,
- H T ALIAIEE eS8 K, BPZU B FE RN/, Tt GFREP 5 PA66GF30 2 [8] Al AR TE 9/, Ak 2
(] RN UBR IRk 58, SRR T R o i 23BN 1 2 IR FLRE IR AR, SURTEROG IR S 4
SEAMEIR, EAR B2 PA66GF30 A1k IFM ARG GFREP W, (HIR AR IFAZ, [FIN T 20 IR,
PA66GF30 5t GFREP (4L /N, PR HE Sk IER R A K.
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Figure 11. Interaction effect of hole spacing and scanning times on the joint strength: (a) Contour plot; (b)
Response surface
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5. BAESHERIESHK
5.1. KRG

RLFHEAL AL B (Particle swarm optimization, PSO)R A 5428 5 & HIAT NHFME[20], 18 FJC R & AR FR
JEVERTRL T (E R AR “ SRR RS RAME T, SRR & AN B AN E I, RS
AR FRAT B A AR AR (pbest) 5 KL FE N RO HABRL 7 IE 5, S DA AN ARAR A ki3 R AE B S AT A 3K
751 4 JRy B AEL (gbest), - TE i R4 HF B T A KL T AR O 4R 21 A IS 36 52 10 4 Jm AR ABL AN 25 i A A AR K
W E SR AALE, B R4 R A eI .

KPS P IR 9. 1) WIIGMRE 7R 2) THEDERE: 3) FHRAMAEWE: 4) FHER
AR 5) BRI AN B RS, SR i (5 A (6) ok B AR — YIS AU i
AN B

V. =V, + C;random() (pbest, — X, )+ C,random() (gbest, — X, ) 5)
X, =X, +V, (6)

e, ViRE i MR RERE: XK ALE; pbest 55 gbest 23l AR HIAMERE A A /RAE: G-
Cy A2, —BHUEA 25 random() A X [FI[0, 112 7] i AL 45 o

N T ARIESE PSSR, 1998 4, Shi % AN UL I AN AR ERE, BT PSO MIARAEZ[21]:

V, = wV, + C;random() ( pbest, — X, ) + C,random() (gbest, — X ) 7

a)(t) = (a)ini - a)end )(Gk - g)/Gk + a)eml (8)

Hr, o NIEERT, FENIE, X o RALIEILBUE RIS S IR o MERNREHEERE: G
FoRBRIERIRE: w04 AVIIEREAE, g WA EM, — W 0i=0.9, ©ua= 0.4,

AT A A S TS B, SR8 MATLAB B SEBURL FRERAC S, AT A%
PBOCIE SFERE T ZZ R H R .

5.2. RUKBESYHIE

N T ERER R DR, RAR PR SE G2 0 R FE RO T T 225k, RIESL
AR R T 0 — MR Bl 1R O T A SRR E A FE N ZR T s L2280, KA T
PIFPAS [ A HE W AT AR AL o ARALHED T: DASRAS S KR ERE SR N H I, ANH A de it
I FELRIE AL ER I ()5 /b (2 it b, SRAS e K IR B0

WEYIMEFEECE v 300, HPERER 0.9, = HETFH C, =C, = 1.5, mAERKRECH 50, 153)i%
RUREE B RERRE Z MR R W 12 FioR, &R 20 AL, R FRRMER, R REERR
ERTESH0N: Bt 15108 W; R 20.500 mm/s; FLIAIEE 0.505 mm, F#5K% 3 &k, Bhi
TR (TR Ny 244.861 N, FiiAb BRI 18] Jy 22.831 s.

R R ACHEI T R B ARk TR A SE, RIS AN TSR, HRSRAE K
MR RE .

UEPRRALE T, FFEESL IR B AR RS T2 H AL

max (Z,) = @, f (Strength)/(Strength) -, f(Time)/(Time) )

Hrt, w1 o, 70 B2 7y B2 JE PR FEM AL BRI (8] AL AR, ALEAE o) + oy = 1, HALSSRIRERRE,
B 0 = 0.8, @, =02, K2 HARHBE R ARATRE, RESESIEN TR, S2FE
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Figure 12. Iterative optimization diagram of optimization criterion I
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Figure 13. Iterative optimization diagram of optimization criterion II
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Table 3. Result verification of optimization criterion I

3. MRAEN 1B RISE

Preprocessing time/s Strength/N
No A/W B/mm/s C/mm D/N
Actual Predicted Actual Predicted
1 15.108 20.500 0.505 3.023 22.751 22.831 244.684 244.861
Table 4. Result verification of optimization criterion II
= 4. RACEN T A9E5RIIE
Preprocessing time/s Strength/N
No A/W B/mm/s C/mm D/N
Actual Predicted Actual Predicted
1 14.895 20.069 0.544 2.516 17.905 17.873 235.270 235.184
6. &t

1) FEHEATHOGT SRR, 0 S £ YR I DRI AU IR BEAT R 10 R AL BRRE 6 A R P Sk R R 0R

7

2) HPOCTHEN 15 W, EBEERN 20 mm/s, FLIEEEN 0.5 mm, FTFLEFIRECH 3 I3k 10 %
Bl . WA T 2SN A A PROCTI R - SRR S E - LI, fLIRRE - ERfEod
LTI N AL LS N

3) HATSHAMA)G, Bk n R AR B — e S . (R — PR AHE N B B 1 s L2 S0 %%
PR, EEREN 244.684 N, 52 AN R L 2S00 008 : BWOtIhZEA 15.108 W, EHH 4 20.500
mm/s, FLIAIEEN 0.505 mm, ZUAFFIRECN 3 K. 165 AL rE ] i B HE T ZE S BT,
BRI N 235270 N, 5 ZAHX N L ZZSH 08 : BOGTIF N 14.895 W, IEHGHE N 20.069 mm/s,
FLIEEE N 0.544 mm, SUHFAHERECN 2 K.
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