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This report describes an effort to generate the correlacion data
necessary to establish ultrasonic standards and specifications for the
inspection of brazed and weld overlay joints of artillery shell rotat-
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and weld overlay areas of projectile motor bodies. Mechanical test
plugs were machined from selected areas of these bands. The shear bond
strengths of the plugs were measured and correlated with C-scan results,

Artificial and actual unbond areas of bond joints were destructively
examined and correlated with C-scans.
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INTRODUCTION

The application of improved techniques for attaching artillery shell rotating
bands over the conventional mechanically hot-swaged method has been the subject of
considerable attention since it was recognized that their use could result in
significant savings in cost and critical materials. Two completely distinct
banding techniques, the .eld overlay and foil interlayer braze, have been demon-
strated to possess the above advantages and they are applicable to both conven-
tional and nuclear shell, Further exploitation and application of these methods
is contingent upon implementation of industrial testing techniques that assure the
maintenance of required mechanical properties. In the case of the weld overlay
banding technique, problems exist in inspecting not only for bond defects between
the rotating band and projectile body, but also for discontinuities (cracks and
craters) in the steel under the rotating band. Inspection of brazed joints is
concerned only with the detection of unbonds because the process has no adverse
effects on the steel body,

Ultrasonic C-scan techniques were initially employed during the developmental
stages of braze banding in order to provide a fast, reliable means of bond eval-
uation, Ultrasonic testing was found to be more sensitive to changes in the con-
dition of the brazed joint than radiography. Although conventional black and
white or go-no-go ultrasonic C-scan techniques have been successfully applied to
detect unbonds at the braze interface surface, very little correlation data are
available for establishing complete nondestructive testing (NDT) standards and
specifications for production inspection of these components. This Materials
Testing Technology Program study was undertaken to perform a destructive analysis
and to correlate the physical condition and mechanical properties of silver and
nickel brazed joints and weld overlay joints with ultrasonic test results, This
report addresses the problem of unbonded detection. A preliminary study involving
the inspection of weld overlay motor bodies for cracks and craters was the subject
of a previous report.! A more comprehensive crack investigation study is cur-
rently being conducted at AMMRC,

TEST PREPARATION AND PROCEDURE
Brazed Motor Bodies

Eight forged motor bodies for the XM650 RAP (rocket-assisted projectile)
were available for brazing. For purposes of this report the motor bodies were
arbitrarily identified as forged bodies 1 through 8. Forged body 4 was found to
be defective prior to brazing and removed from the test sampling. The brazing
materials employed were Palcusil and Cusil, silver base alloys, and Nicrobraz 10,
a nickel base alloy, all of which have been successfully used in previous applica-
tions., All brazing was done in an inert atmosphere except for forged body 5,
which was brazed in air., Forged body 1 was used as the C-scan standard.

1. BROCKELMAN, R. H.,, MULDOON, R. A., and RODERICK, D. Preliminary Development of Ultrasonic C-Scan Test Methods
and Standards to Determine Projectile-Rotating Band Integrity. Army Materials and Mechanics Research Center, AMMRC TR 76-1,
January 1976.
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Forged bodies 1, 2, and 3 were brazed with Palcusil 15 foil. To produce
unbonds of known dimensions, six 0.005-inch-thick Grafoil disks, two each of 1/le-,
1/8-, and 1/4-inch diameter, were positioned at the interface of bodies 1 and 2.
(These disks prevent wetting of the mating surfaces during the brazing cycle; if
bonding takes place adjacent to the disks, unbonds of known dimensions will be
produced.) Forged bodies 5 and 8 were brazed with Nicrobraz 10 paste, body 6
with electroless nickel, and body 7 with Cusil foil, Prior to brazing forged
body 6, both the forging and rotating band were plated with 2 to 5 mils nickel,

On forged body 8, too much pressure at temperature was applied and tne rotating
band was deformed. Figure 1 shows a typical brazing operation.

Six of the brazed motor bodies were heat treated to obtain the property
requirements for a 4340 steel, i.e,, austenitized for 1 hour at 1500 F in a vacuum,
0il quenched, then tempered for 1 hour at 800 F and air cooled to room temperature,
The bodies were processed in two lots - 2, 6, and 8, and 3, 5, and 7 - due to
furnace size limitations,

Weld Overlay Bodies
Two finish machined XM650 plasma-arc weld overlay RAP motor bodies were made
available by Picatinny Arsenal for correlation of ultrasonic and destructive test

results.

Ultrasonic C-Scan Tests

The seven brazed motor bodies and two weld over.ay bodies were C-scanned
in accordance with the test procedure for unbonds.! A pulse-echo immersion

A

Figure 1. Typical brazing operation

19-066-511/AMC-75
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system using the longitudinal wave technique was employed. Figure 2 shows the
inspection equipment and a schematic of the test setup, Figure 3 is a typical
A-scan presentation,

The acoustic energy generated by the transducer is reflected sequentially
at the inside diameter of the steel shell (front surface reflection), the inter-
face between the outside diameter of the steel shell and the inside diameter of
the copper rotating band (bond joint reflection), and the outside diameter of the
copper rotating band (back surface reflection). The reflected signal from the
interface of the steel shell and copper rotating band is separated for C-scan
recording purposes by means of a time gate., Negative black and white C-scan re-
cordings were made of the test motor bodies., With this method of recording, the
reflected signal has to exceed a preset threshold level to interrupt mark:ng of
the recording paper. Each body was scanned at three arbitrary threshold levels
(30%, 50%, and 70% of full-scale screen height) to provide the range of amplitude
data necessary for subsequent correlation with destructive testing. After align-
ment, the sensitivity of the test is set b’ moving the transducer above the rotat-
ing band and then adjusting the reflection from the outside steel body diameter and
water interface to 100% screen height. Fine adjustment of the sensitivity is then
made to duplicate a standard scan of a motor body containing both artificial and
actual unbonded areas.

C-scan recordings of the test motor bodies are shown in Figures 4a through g.
The figures do not present the entire C-scans but only the sections that are of
interest to this program,

Test Plug Specimens

Mechanical test plugs (Figure 5) were machined from selected areas in the
rotating bands of seven of the test motor bodies to fit a destructive shear test
fixture, The locations selected are noted as circles in Figure 4, Only two test
plugs were taken from weld overlay motor body 110. Each brazed plug was marked
for complete identification, e.g., 2-7., The first number represents the forged
body and the second number locates the test plug on the C-scan,
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Figure 4a. C-scan recording of forged body 2
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Figure 4b, C-scan recording of forged body 3

6

s

S e

Pnal

HeL

gy

RSV

W

e e— -



10%

0%

30%

Y

i S mgern® L ot

P I R e B ves g, N a0y e

2 j §

Figure 4c. C-scan recording or torged body 5
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Figure 4f. C-scan recording of forged body 8
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Figure 4g. C-scan recording of weld overlay motor body 110
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+a. Bonded Test Plugs [N
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b. Unbonded Test Plugs

19.066-1210/AMC.75 Figure i I\(I)lt(e)c:amcal test plugs

The actual test plugs are 0.500 _ ;55 inch in diameter by 0.30 #0.01 inch
thick, with the interface at mid-thickness. A minimum of six test plugs were
taken from six of the brazed motor bodies. Two were taken from an area that re-
mained predominantly dark throughout the three threshold levels, signifying good
bonding; two were taken from an area that remained predominantly light, signifying
poor bonding; and two were taken from an area that contained both light and dark
patches throughout the three levels

A number of test plugs did not have sufficient bond strength to withstand the
machining operations (Figure 5b). Those which had sufficient bond strength were
X-ray tested at one time and dye-penetrant inspected for open porosity at the
interface,

Destructive Tests

The shear test fixture (Figure 6) is comnrised of five basic components: a
movable center slide, two stationary guide blocks, a tapered wedge, and a retaining
box, The test plug is inserted into the appropriate diameter hole of the moveable
slide (Figure 7)., The test plug braze or weld overlay interface is positioned at
the shear surface by an adjusting screw. The second guide block is positioned to
accept the other half of the test plug and pin aligned with the first guide block,.
These three components are placed into the retaining box along with the tapered
wedge. The actual test setup utilizes a compression machine which records the
load in pounds (Figure 8),

12
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Figure 6. Complete shear test
fixture, disassembled

19-066-1212/AMC-75

Figure 7, Movabie slide with test
pfug
19-066-1211/AMC-75

Figure 8. Shear test setup in
compression machine
19-066-1214/AMC-75




RESULTS AND DISCUSSION

Visual Correlation of C-Scans with Unbonds

A C-scan section of the standard, brazed motor body 1 with its six foil
disks, is shown in Figure 9. The unbonded areas produced by these disks are
readily detected by C-scanning, and by adjustment of transducer size and water
path, a one-to-one correspondence between artificial unbond size and C-scan pre-
sentation was attainabile,

While inspecting other weld overlay bodies for Picatinny Arsenal (PA), a
significant unbond area was observed on body 41105, Accordingly, permission was
obtained from PA to remove the weld overlay material and correlate the C-scan
findings with the unbond area. The bulk of the copper rotating band was quickly
removed in a lathe to just shy of the interface. The remaining copper material
was removed in 0.,001-inch increments until the unbond areas were visible, The
thin copper layer over the unbond was easily peeled off. Figure 10 illustrates
the success with which the C-scan technique details actual unbonded areas.

X-Ray and Dye Penetrant Examination of Mechanical Test Plugs
X-radiographic inspection of the mechanical test plugs did not reveal any

of the unbonds but did disclose gross copper voids in brazed test plugs 8-2 and
8-5 and in weld overlay test plug 110-1 (Figure 11). The void in test plug 8-5

1716 DIA 1/4 DIA
1§-066-1533/AMC-75 Figure 9. C-scans of motor body standard
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Figure 10. Ultrasonic C-scan and corresponding Figure 11. Test plug X-ray
unbonded area of copper weld overlay rotating band

was so far removed from the shear area that it had no effect on the shear load
(sec Table 1), While not discernible in the figure the actual X-ray negative does
show the presence of the 1/8-inch-diameter Grafoil disk in test plug 2-7,

In general there was fairly good agreement between the extent of dye pene-
tration and the C-scans (see Table 2 and Figure 4 for actual comparison). Test
plugs 2-6, 3-5, and 6-6 were exceptions in that the C-scans indicated a greater
dye penetration than was actually observed. Visual examination of the sheared
test plugs generally showed that even when the dye did penetrate it did not pene-
trate deeply, indicating that the unbonds were not gross. Correspondingly, visual

examination of the test plugs that came apart during machining indicated a
complete unbond.

Correlation of Mechanical Shear Strength and C-Scan Results

The C-scan predictions of Table 3 are based on a visual examination of the
C-scans of Figure 4, i,e.,, an area that remains completely white throughout the
three threshold levels is assumed to be unbonded; an area that remains completely
dark throughout the three levels is assumed to be bonded; and an area that is
partially white and which contracts over the three levels is assumed to be par-
tially bonded. The latter case is a prime area of interest for it represents the

15
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Table 1. MAXIMUM SHEAR LOAD ON TEST PLUGS*

Load Load
Test Plug (1b) Test Plug (1b)
2-1 8400 6-3 7300
2-2 8750 6-4 7450
25 BO50 6-5 7000
2-6 3900 6-6 4300
2-7 5800 12 330
32 1350 7-3 6850
3-3 6900 7-4 3520
34 6525 7-5 6850
3.5 5800 7-6 6200
366700 g4 7100
51 4600 8-2 2500
5-3 7850 8-3 7450
5.4 6700 8-4 6800
5-6 7600 &5 722s
8-6 00

110-1 3150
110-2 6900 8-7 7100

*Unreported plugs parted at the
interface during machining.

Table 2. FRACTION OF OPEN POROSITY AT THE INTERFACE
CIRCUMFERENCE AS DETERMINED BY DYE PENETRANT INSPECTION

(Fraction Percent)

7/8 3/4 5/8 1/2 3/8 1/4 /8 0
#3-2 #3-6 #5-1 #5-6 #5-3 #2-5 #2-7 Remainder
7-2  6-5 1101 5-4 7-5

8-1 8-2 7-6

Table 3. C-SCAN PREDICTION VERSUS PERCENT RATING

Completely Complately Partially
Unbonded Rating Bonded Rating Bonded Rating
Test Plugs (%) Test Plugs (%) Test Plugs (%)

2-3 0 2-1 96 2-5 92
2-4 0 2-2 100 2-6 45
2-7 66
3-1 0 3-3 100 3-5 84
3-2 29 3-4 95 3-6 97
5-2 0 - - 5-1 59
5-5 0 - - 5-3 100
5-4 85
5-6 97
6-1 0 6-3 98 6-5 94
6-2 0 6-4 100 6-6 58 .
7-1 0 7-3 100 7-5 100 B
7-2 49 7-4 51 7-6 9N )
8-1 95 8-3 100 8-2 34
8-4 9 8-5 97
8-6 90
8-7 95

|
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transition from bonded to unbonded. The percent rating is an arbitrary number
arrived at by taking the shear load for each test plug and dividing it by the
highest shear load developed within each forged body category (see Table 1 for
shear loads). From Table 3 it is readily observable that of the eleven test plugs
categorized as completely unbonded, eight failed during the machining operation,
two huad significantly lower percent ratings, and only 1 had a high percent rating.
0Of the eleven predictions for unbonds, ten proved to be accurate. It is equally
as observable that of the twelve test plugs categorized as completely bonded,
eleven had percent rating over 90 and only one was low., The partial bonds are not
so easily described nor interpreted. Attempts to correlate the C-scans made at
th- three threshold levels with a visual examination of the sheared surfaces were
imrossible as the unbonds were indistinguishable, although gross copper voids and
the Grafoil disk are clearly visible (see Figure 12). Comparisons made on the
ratio of dark areas throughout the three threshold levels to shear load were in-
conclusive in determining which more accurately predicts bond strength (although
the test plug C-scans at the 70% level appeared more accurate than those at 30%
and 50%).

While examination of a specific level C-scan was useful in predicting the
relative bond strengths, the best approach was to examine the three C-scan levels
together (see Figure 4), Starting with the 30% C-scan, note the white areas
{indicating unbonds) and observe how the white areas contract as a function of
increased threshold level, The quicker and more extensive the contraction (white
area), the greater the relative bond strength, While admittedly the sample
population is small it may be observed from Table 3 that *the average percent rating
for the partially bonded test plugs was about 80. Considering that the completely
bonded test plug categories averaged about 93% and the unbonded about 15%, it would
appear that partially bonded areas cannot automatically be relegated to the

rejection box,

Brazed with Electroless Nickel Brazed with Nicrobraz 10

Grafoil Disk
Brazed with Palcusil 15 Weld Overlay

Figure 12, Typical trepanned test specimens after shear testing

19-066-1239/AMC-75




CONCLUSIONS

1. The size and shape of unbond areas can be accurately depicted by non-
destructive ultrasonic C-scan tests.

2. The dark areas on a C-scan taken at the 30% threshold level are repre-
sentative of the bonded areas of the shell and will be characterized by fully
bonded strength levels,

3. The white areas on a C-scan taken at the 70% threshold level are repre-
sentative of the unbonded areas of the shell and will be characterized by low
strength levels,

4, White areas on a C-scan that contract (or dark areas that expand) as the
threshold level decreases from 30% to 70% are partially bonded and their bond
strength is directly related to how fast and to what extent this contraction (or
expansion) occurs.,

S. Gray scale ultrasonic C-scan recordings should be applied for testing
brazed rotating band joints to eliminate the necessity of generating more than
one C-scan per component and the uncertainty involved in interpretation of black
and white ultrasonic C-scans.

6. Strength requirements of rotating bands are needed before NDT specifica-
tions can be formalized.

18

ST e g e e w o e




DISTRIBUTION LIST

No. of
Copies To

1

12

Office of the Director, Defense Research and Engineering, The Pentagon,
Washington, D. C. 20301

Commander, Defense Documentation Center, Cameron Station, Building 5,
5010 Duke Street, Alexandria, Virginia 22314

Mctals and Ceramics Information Center, Battelle Memorial Institute,
503 King Avenue, Columbus, Ohio 43201

Chief of Research and Development, Department of the Army,
Washington, D, C. 20310
ATTN: Physical and Engineering Sciences Division

Commander, Army Research Office, P. O, Box 12211, Research Triangle Park,
North Carolina 27709
ATTN: Information Processing Office

Commander, U. S. Army Materiel Development and Readiness Command,
5001 Eisenhower Avenue, Alexandria, Virginia 22333
ATTN: DRCDE-TC

Commander, U. S, Army Electronics Command, Fort Monmouth, New Jersey 07703
ATTN: DRSEL-GG-DD
DRSEL~GG-DM

Commander, U. S. Army Missile Command, Redstone Arsenal, Alabama 35809
ATTN: Technical Library
DRSMI-RSM, Mr, E. J. Wheelahan

Commander, U. S. Army Natick Research and Development Command, Natick,
Natick, Massachusetts 01760
ATTN: Technical Library

Commander, U. S Army Satellite Communications Agency,
Fort Monmouth, New Jersey 07702
ATIN: Technical Document Center

Commander, U. S. Army Tank-Automotive Development Center, Warren, Michigan
Warren, Michigan 48090
ATIN: DRDTA, Research Library Branch

Commander, U, S. Army Armament Command, Rock Island, Illinois 61201
ATTN: Technical Library

Commander, Aberdeen Proving Ground, Maryland 21005
ATTN: STEAP-TL, Bldg. 305

Commander, Frankford Arsenal, Philadelphia, Pennsylvania 19137
ATTN: SARFA-L300, Mr. John Corrie

Commander, Harry Diamond Laboratories, 2800 Powder Mill Road,
Adelphi, Maryland 20783
ATTN: Technical Information Office




No. of
Copies To

Pt bk bt ot Bt e d et et ot e

— et e B

&S— N

Commander, Picatinny Arsenal, Dover, New Jersey 07801

ATTN: Mr. D. Costa, NMDD
Mr, C. Spinelli, SARPA-D-A-2
Mr. J. Rasman, PAD
Mr. A, Stabile, PAD
Mr. W. Goodenough, QED, PAD
Mr. S, Harnet, RAP § PBR
Mr. P. Vandenhouten, PAR § PBR
Mr. B. Stang, NDB10O
Mr. G. Lehwald, NDB100O
Mr. K. Strickland, NDB1OO
Mr. G. Gurrera, RAP § PB, AD § ED

Commander, Redstone Scientific Information Center,
U. S. Army Missile Command, Redstone Arsenal, Alabama 35809
ATTN: DRSMI-RBLD, Document Section

Commander, Watervliet Arsenal, Watervliet, New York 12189
ATTN: SARWV-RDT, Technical Information Services Office

commander, U. S. Army Foreign Science and Technology Center,
220 7th Street, N. E., Charlottesville, Virginia 22901
ATTN: DRXST-SD3

Director, Eustis Directorate, U. S. Army Air Mobility Research and
Development Laboratory, Fort Eustis, Virginia 23604
ATTN: Mr. J. Robinson, SAVDL-EU-SS

Naval Research Laboratory, Washington, D. C. 20375
ATTN: Dr. J. M. Krafft - Code 8430

Chief of Naval Research, Arlington, Virginia 22217
ATTN: Code 471

Air Force Materials Laboratory, Wright-Patterson Air Force Base, Ohio 45433
ATTN: AFML (MXE), E. Morrissey

AFML (LC)

AFML (LLP), D. M. Forney

AFML (MBC), Mr. Stanley Schulman

National Aeronautics and Space Administration, Washington, D. C. 20546
ATTN: Mr. B. G, Achhammer
Mr. G. C. Deutsch - Code RR-1

National Aeronautics and Space Administration, Marshall Space Flight
Center, Huntsville, Alabama 35812
ATTN: R-P&VE-M, R. J. Schwinghamer

SGE-ME-MM, Mr. W, A, Wilson, Building 4729

Director, Army Materials and Mechanics Research Center,
Watertown, Massachusetts 02172
ATTN: DRXMR-PL

DRXMR -AG

Authors




SURDS-) YILM PATC (84400 PUR PIULWEXD

xrm>_uusgumwu 343 siutol puoq 30 seaurp puuqun (enjde pue {PLD1 313y TS3{nsas
UEDS=D YN PIIF|3u4DD PUP PAUNSPIW 24dM sbnp 8yl 40 syibuaugs PUOq LEAYs oy
- SPUBQ 3S3Y]. 4O SPOUP PBIDI[IS WO PIULYICW 2udM sbnic 3593 |edtueyday 'Sa1pog

A020W 3111330043 40 Sedue Ae{43AD pam pue

129-35M6 D1uosealln
PazZRIQ 40 LOL}DACSULL

[T I+ L TN RPIPP UOLIP[I44LD Y] IIRJILIL

$a[1323fouy
sSiu1of pazeug
$3531 Jiuosedyn

“paoK A3y

NOLLINGI¥LSIO QILIHI A
GILSISSYTIONN

—_—

av

©32R4Q JYY 30 TPOW DJUIM $3SI] URIS-)
“SpuPq BLIleIod [(aYS “ua([134P 40 sTu0l Ae(u3a0 plam pue
SUl 403 SUOLIRDILYEI3CS PUP SPJBPURYS ILUCSEAI|N yYSi{qe3sa
03 340432 UP S3QLIOSIP Juodau S(y)

0CLLL 6t L0BSE9 3POT SWIWY
MY-MY-10-020C8-5- 1y 313044 y/Q ‘sa|qe3-sny(1
S UC 12 COLEL N C02 9L UL JYNWY 14003y |edruyda)

§I149p0Y - - (acueg pue ‘Aafbinh ‘y sawep
‘LRW|3YD04G 4 JUBGCY UOULRH S AD1Japady
= STVIHS A3 Loy
NO LN TOVLILY ONYS SNILYLICH AYI4IA0
030738 ONY 337ve8 40 NDILDIJSKI DINOSYLIN
2:120 $313SNYDLSSEY ‘unDldjeM

491U3) yI4PISDY SILURYIBY PUP S[PLIDIRL Auuy

TSURIS-) YILM PAJR{5440) PUR PIU(WEXI

£3ALIINUISAP BJdM SIULOL PUOG 40 SPILE puugqun en3d

UEIS-J 41in P3JE 34400 pul PIunseaw duam sbniC ayl 4

SPUPG 359y3 40 SE3Je PIIIA(IS WOJ; PBULYIPW auam SHR|

— 4030W 3(1103(04G 30 SRIUR A0{4IN0 PIIM PUR [3zTesg BY)

e pue |RLDi4434y  "SI(Nsau
9 SuibLasls puoq Jeays oy
€ 3531 {PDLueYIdY SILpOq
30 TPRW JUIM SIS] URDS-)

0ud3-3as{nc Jluesedy1n

“spuRg buileiod [(ays

S481[ 1340 40 S2u10f ARju3A0 Plam pue

TSURDS-) YTIM PV (HUI0D pUR PIULWRXD
£13A135na353p 34am SIULO[ puoq 40 SP2J® PUOQUN |RrIDR PUR (RID1 134y "SI NSdU
URIS-) UI(M PIJE (34400 PUR PIUNSedw IuM SBN(C Y3 4O SYIBLILIS puog SRIYS Iy

"SPUYG 3SIYT 4O SEAJR PIIDA|AS WOy PIULYIeW Iuam sBn|C 3533 LeJtueyday  “SaLpoq
4030W 911333040 40 SVA4P AR|JIAO Plam puR pIZPJIG DI 30 3pPwW 4w $753] ueds-)
0Y29-35(Nd J4uoSeATI(N  "SPUR] Buy3e304 ((IYS /43 [(i1340 40 SIutol Ae(uan0 p(am pue
PAZRIQ 40 U0LIDCSUL Y] 40 SUOLINI}1D3dS Bue SPARPURSS DLUOSRUY N yS| QRIS

03 JRSSIIZU EIPP UO|IR|AJ0D Y3 IPJIUIL 0 340443 ue $9Q1.4353p 3J0dd Sty

DOLLL" 6y LOBSB9 2P0 SWOWY
MY-My- 10-02004-5- LY 3133(0ug y/0 *sa|qe-sn|(y

$211329f 044 - dd (2 *946¢ £iAr "02-9L WL JUMbY 14003y (BI(uydd)

$Juiof pazeug
$1533 Djuosed3|n A31423p0Y ' |diue] pue ‘Aa[bind i samep
‘URWIIND04Q M IJIQOY  rOULBN ‘S NIylapauy
= STIINS A¥ITILYY

NO IN3WDVLLY ONVE ONILVLICH AVT3AO0

spaom Ay
HOILNGIYLISIC QILINIINN

G3073% GNV Q27088 40 NOILIIISNI JINOSWEL N

Q3LAISSYIINN ) 20120 SIIISMOITSSE ‘unojaITen
Qv 433U87 YOJ4EISAY SOLURYDAY Pul S(ei4ey Amuy
— —— et e v e emee - ot

"SUBIS<) YA PATE (84400 PUR PAULLWRXI

AL@AL3IN41S3p 34aM SIULOL PUOQ 40 SPAJR PuOgUN [BNID8 PUP [@1D1 134y RrYLITY
URIS-) YILM PAIL|IJU0I PUR PIUNSEIW asIm sBRiL Ayl 4O syIbLauls puoq seAYS DY)
TSPURQ 353Ul 40 SRAUP PIIV|AS WOy PIULLOPW 3uM SON|C 1S3 [BDfuRYIAY  "S3LPOQ
4030w 3| 13133[04G 40 SIUP AP)43A0 PIam PuP PIZPIQ DY] 4O TPOW JUIM SIS} URIS-)

P32€4Q 40 LOLIDACSUL IYI 404 SUDLIRI|41D30S puP SpJe
0} 4PSSIDFuU RIBD LOLIL[IJIUI 3yl 3}PJILIE 37 34034

oydze-asinc Jucsedlyn

‘spueq Bui3ejoa [[ays SuafflI4e 40 SIULOl AR[a3A0 plsm pue

PUBIS J1UOSRJI|N ySt(Qrsa
¢ UR SAQLAISAP Y4003 Sy}

_ 00LLL 60" 10BSB9 2P0) SWIWY
"MY-My-10-020CY~S- 1y 193(044 ¥/ ‘sa(Qqei~sny|:
Sa3i1322fouy . N e S

s1utol pazesg 9042 "946L UM 'CZ 94 ML JUNWY 14009y [@1uud3)

$S3S23 DJ1uL0SeA N

P3Z€4Q 40 LOL3I3CSUL BYY 40j SUOLIPDILLIICS PUP SPIRPULYS DJLULSEL] (N yYSL{Qqessa
03 JBSS3IU RIBP UOLIIPIBUU0D 3y} 2IP42U36 03 J403j@ UR $3QLADSIP 340034 Siyy

00111 69 L0BS89 3POD SWOMY
‘My-MY-10-02068-G- Y 333[0ugq y/Q *sajqer-sn(i

$311323(04g - dd 12 *9LEL FINC ‘02 9L HL JBMMWY 34003y |BIiuydd)

_ sjutol pazeug

—_— -l

AN

¥2t49p0y |atueg pue ‘Aa(bunt -y sawep 531591 Jiuosedy|n AJ14upoy 0 (21ueQ pue *A3tbinh i sewep R
CURWLAADOUG “H 349QCYH UOUL e S Ad143p34y 'UBK|3ND04G W 343QCH UOULRY S ¥JJPIJy s
Spsom Kay Y spJsOM Koy 2
- STTIHS A¥3IT Awy = STI3HS A¥ITLuy 3
S . NO SN 3Dy Liv ONYE ONTLVICH AVIHIAD , NO INZHIVILY ONvE ONILVICH AV WIA0 :
NCTINGIYISIO 03LLilmn 03073 OKY G37va8 40 NOI133¢SK1 TKOSYYLN NOLLAGIALSIA GIL T N 030738 ONY Q37v¥8 0 NOT1)34SK] JiNOSWHLIN _
03T41SSYIINN 20120 SII3SNYIRSSE *UNOTa03eN Q3I141SSYIINN 2LL20  SIIISNYIRSSEY UMDIIIIOM
- v 433U9) UDURITIY SOLURYII, PUR S(RLIDIRY Auwuy T T ay 433U3) YOJRASAY SOLUPYII PUR S PL4IIC Auwuy
_' — R — — — — — — — — —— — ——— aman — JE— — ———
{
1
— V. .




UPIS-1 YILN PAIE(BAA0C PLP PIAUNSPIW 43M sbr|.
SpuBG 35841 O SPIJR PAIIB[IS HO4) PAULYILL ddam sbryc 1931 [eILuPyday
4016w 311103{04i 40 SRAsE AEL4IA0 P}

FL3AL1IRI1SID 43 610400 PUOQ 30 SRAUL puoqun (eride PUB {BLIL4thay TSI NSad
ay7 30 SuiIbLALLS pLOg 4eadys Syi
's31pog

04I3-3S ML JLUCSEATLN

pazess ;0 wotyoadsul aul 40; SU0,}PI1,4133CS P
]

01 4PSS3D5u e1ep UC

Sa(«32al04¢
siuiel pazedg
§31883 J1u0Seal|n

SpAOM A3y

LCHINB1EiSIT J3LIHITND
REREISN -AMAL

Gv

F1843TINILEIE ush STUL
UEDS ST YL 1S DAIE[ 34400 PLP PAUNSPOU CUdIM ]
SPaaR P3iIA[IS WUJ) PAULYDIPW 243M SHNiC 1523 |@DLUPYIAK

Spuel 353Uy ;0
4030w 311378{04L 4T 5

747925 7 Tuin(sedly
LAZOLT LT LL1IIEISUL
G, €9%n3Bu €30D
§A (. 3Fal 04y
i, G0 PITELY
(AR EN A 22

SSUEIS-) YIiM PIIP[Ja0D PUP PILLWeXS

oM PUR PAZRUG TULT U CREW DJAm $153) uRIS-D
i3 [1148 40 S0, KB 4aA0 pLEK PUP
uP SpJ4BpuP3S dLucseal|n ysiigeysa
4@ $DGLAISHP 140034 SiLl

SpuRq DLIIEIC4 | (84S
1108440 3Ul 31eJ43udb 01 40440

0011t 6y 108589 SPO) ShIWY
‘My-My (0-020CH-¢- Ly 323f0ag y/G *S31ALI-SNLLL
S e 12 T9/6L LN 02 9L YL UMWY 34009y (FO1UUIIL

YI140p0y 7 (3LueQ pue “Kabung, "y Sdwel
tuRW|aX2048 ‘H 148Q0Yy CYQULRH TG %D1daPau
- SIHS AS3NILBY
NO LNINHOVLILY ONvE ONILVLICYH AvTHIAG
43013 Ohy Q37vy9 30 NOTLIDIdSKD JINOSWHLIN
2/120  SIIISNUIRSSL CUNDIIIIEM

483437 4D4PaSIY SILUPLITK PUR S[PLATIR, Kusg

SSUPIS-T YILM PATB[HAUCY PUP [BuLweYE
 pudg 3G SPIST PuOGUN | BNIDE PUP [Bioijildy TS1{NSAs
L34T 40 SUIBLBATS PLDT SIS QUj

$31p0gQ
©34% FT143AD PBM PUR DIIFAQ DU 3T (PRW DudM $3593 uedS-

CSpLBG SLIFFI0A [ (A4S 43[|134° 30 s ut0f AB{43nQ plam pue
Y SUDLIETL;1I356 PuP SPJARPURYS DLuCSBATLN U, |Qe3ss

403

UCLIBLS40 BUT @3R43.A0 01 14042 UF 53QLIDSIP 340¢as Sia)

0CLLL 6% L08SRY 3P0 SWIWY
1730044 y/Q “S81Qe3-SN{ L

Sey-py 1 0-020C8-CLe 3
Y22 Q7 HL DMWY 14003y | €YLUYI9L

Sde g2 el A
< av.eq pue ‘Aatbung ty sawep
343Q04 CUDULEL TG §D1AATd

- STIIIHS AT asy
1.0 ONYE ONELYACY sv sl

4o La0p0y
CLpL| @504 i

wC

§UPIS-) UILM PAIL|8J40D DUl pILLWRXI

K13ALIONATISAP Badm sjutof puog ,C $2BJE puoqun [en132 pue (e1dtytiay SIS
Ge3§-7 yIin PIIE{I4403 pue pasnsedu saom sbnyc ayl 30 syibuauls puoq 4BAYS Ul
-spueq asayl 4O SPE4R PIIY|IS Wldy pauLydew 249m sbnic 3531 LPILURLIAN *saLpoq
3070 311329(0sC 3O 5eBAR FRL.BAC pl3M pue DAZLJA Y} SO SpEU JUIM §1531 u®IS-]
0yIa-3S(NC ILLOSeLILN) " SPuRQ BLL111104 [|dYs J4dp[L34E 30 $1uL0f Ae| 1aA0 plam pue
pazedq ;0 LO1323CSUL U 405 SU211€I14109GS puP SPJepuelsS JtuoSRAT LN USIQeIsA

0} £4PSS3I3IL °YeP U0 3B 3440 SUY aje4auab 01 140442 ue $aq4Isap 340034 Sty

OCLLL 6% 108589 3POD SHIWY
cuy-my- 10-0200Y-G- 1y 1230044 ¥/Q £$3(QPI-SOL{Y
S do 1z ‘9s61 FIRG 02 94 ¥l Dy 140034 |BILUDIL

AIL42pOY "0 L3LuRg PUR ‘A3 (BN W Sawe
Cupw|2YO04g "M 342QCH UOULEL °S %$2143p34 5
- $I3HS AT LMY
NO ANBHOVLLY ONYE ONILVLICH AV THIA0
2307130 ONY 037v¥8 30 NO1133dSKI JI50SWALN
22120 S3135MUDRSSEy fUNOJIIER

JATUSY) YI4BBSIY SILUBYDIAR PUR S(RI4ITE, Ky

sayi3dalouy
suL0f pazeag
53523 J1L0Se4I(N

SpaoM A3y

NOILNSIBISIO 031017
QIT41SSYTIND

T av

SSUBIS-D YIIM PIIR[e4400 DUE PILLWEXS
¢ §Pa4P DUOGUR |BNIDT PUE [B1I131IY “$3M584
Pow 243m SHN{L 3u3 40 Suibuauls puod 4T3YS U,
pauLyIRL 243M shnic 1531 (@ILUBYIAN SILPOQ

1010w 3(t33al04C 40 seade fe|43A0 DB PUY PAZRIQ 3C 3pPW Ba3M $ISIY UEIS-
Qyde-3S| ML DLuOsE4ILN  Cspueq HLLIEI0L | {8YS Ja3{1340 30 srupol KR (43N0 Piam pue
pazesq ;0 u01123¢sul 3ul 4O SUOL3P314103GS PUP SPARPURTS DLuCSeLI(N ysiL|qelsa

07 4PSSajFu LIEP uOLIR|IIL0D YT a3049u3D 03 140333 uT SIQLAISIP 400434 Sy}

S BALIINAISIP BaIN saurof pueq ;
UeIS-T Yilr PAIRLIJA0D PUR DILNG
SpuBG BS3UT O SR3UR [IVIDLIS WOLS

0CLLL 6% 108589 3P0 SWIWY
Cy-wy -10-020CY-G- 1y 3I3[04g Y/Q *SILARI-SALLL
S de 17 faz61 FLMC ‘02 9L BL JuWWY 34009y LEILULI3L

¥y21J3poy T 1aLul( pue ‘h3bink "W swel
cLPw|@YD04F “H 343QCY ‘UOULRH 'S %¥)143P3d 4
- STIIHS AE3ITTIiNY

NO INBBIOYLLY ONVE ONILVACW AYTHIA0

G3213¢ QNY Q37vdE 30 NOI11D3dSNI JINCSWEL TN

sa[13daloay

syu.0f pazedg

$31623 TtuOsSeLI N
spaop L3y

LO1IngTELSIa Q3L ININD

rl
03373 oy Q37wad 30 NOTLDIdSKD DINDsvaa 1g 4t
71120 S1I9SMUIPSSE. uN0iaIikN GIT4155VION 27120 S113SMUILSSEN *UROJIITEN
43,UB) GT4R3SON STLURLIAYK puP S|PLLDIR,, Ky som T T av 133U YOIPISIY SILURYIIY, DUl S| RLIAG, Ky
||l||....u|.l.|.|!|._|..|llllll|lllllllll

R sttty

o b ey cnin thL u_"'\'\

(TP, CUTINE © LR

- —




