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Production Optimization:
Scrap Reduction on the 25 MN Press

Leader: Tefik Fuchidzu

Team members: Batuhan Anar, Tundzhay Redzheb, Eray Hamid

LEAN.BG Champion: Georgi Apostolov

ADDING VALUE

Field of activity: Aluminum Extrusion

Location / Factory: Alcomet/ Shumen

Completion date: 30.06.2025
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1. Problem selection

High level definition of the problem:

*Scrap generated by the cooling table.

*Profiles that should be rejected as scrap are instead
transferred to the next processing stage.

*This results in additional labor, time, and energy costs
(electricity and natural gas).

Problem:
Irregular replacement of the cooling table
conveyor belts.

Conetion to the strategy plan:

The objective is to ensure that the equipment is regularly
inspected and kept clean through planned maintenance of
the 25 MN press. This will reduce handling-related scrap
and prevent rejected profiles from proceeding to the next
processing stage.

Project scope:

The 25 MN press is part of the production line. It produces

between 800 and 1,000 tonnes of profiles per month.

O6uio npoussegeHo 25 MN Mpeca (T)
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Expected Benefits

» Scrap caused by profile handling, which currently accounts
for up to 43.62% of the monthly scrap, will be reduced.

* Profiles identified as scrap will no longer proceed to
downstream work centers, resulting in savings in labor,
energy, and processing time.

OGLLO NPOU3IBEAEHO / OBLLO

NPOU3BEAEHO 25 MN (%)

49.26
38.10
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Based on the study, the project is planned for
implementation on the 25 MN press. This press was
selected because it accounts for an average of 43.62%
of the total monthly production.

The objective is to reduce scrap caused by profile
handling and production interruptions.

The objective for the second quarter is to
implement Autonomous Maintenance on the
cooling line of the 25 MN press. As shown in the
chart, during the first three months of 2025, scrap
caused by profile handling averaged 0.46% of
monthly production. The target is to reduce this
figure to 0.10% by the end of September.

MANIPULATION DEFECT AT 25 MN
(KG)
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PRODUCED / MANIPLATION
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Georgi Apostolov — Production Director I _

Tefik Fuchidzhi — Area Manager =0 =Ne ==
5 ‘ ._,._ miu‘t*: 1- e

Batuhan Anar - Production Engineer | ==l T .F_

Tuncay Redzheb — Area Manager

Eray Hamid — Area Manager
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. 24.06.2025
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4. Current state analysis

Establishing the facts (Genchi genbutsu):

*Question: Why are the profiles being damage?
Answer: Because part of the equipment is worn and damaged.

*Question: Why is the equipment worn and damaged?
Answer: Because regular preventive maintenance has not been performed.

*Question: Why has regular preventive maintenance not been performed?
Answer: Because there are no clear maintenance instructions or schedule.
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Before

*The equipment had no maintenance cards, and no schedule for routine maintenance was defined.
When a failure occurred, operators discussed the issue with the maintenance technicians, and the problem was addressed.
*As a result, when operators changed shifts, a new operator who was unaware of the issue could not ensure that it was fully

resolved.
After

‘Under the new system developed through the project, the operator identifies the faulty equipment, completes a red

abnormality tag, and attaches it to the equipment.
*The operator then completes a blue maintenance card and places it on the maintenance board. During their daily rounds,

maintenance technicians review the blue cards and begin preparing the required repairs.
*Once the repair has been completed, the maintenance technician removes the red tag from the equipment and returns it to

the operator.

ABTOHOMHA NOAAPLXKA

ETHKET 33 JHOMATHA Mopeaex Ne 1

| Wme Ha mawuHa/oGopyasaHe:

ABTOHOMHA NogapbXKa

ETHRET 33 3HOMANMA Mopeaeshe [

| Vime Ha mawmHa/obopyasane: |

AHOMaNUA:

AHOMaNMA:
[ 1. NpeanocTagky 32 snononyka

[ 1. MpegnocTasku sa snononyka

I:I 2. Tey (Macno, Bragyx, COT)

[:I 3. Nospegera/usHoceHa YacT ot obopyasaHeTo

D 4. HeoBuuaeH wym nianw sabpauum

[ 5. apym

Onucanwe:

]:| 2. Tey (Macno, Bragyx, COT)

D 3. MNospegexalmsHoceHa yacT ot obopyasaHeTo

]:l 4. HeobSuuaeH wym nvnu subpaumm

[15. Aoy

OnucaHue:

I Cuaka: 1-33 ii-pa li-Ta

I YCTaHOSeH OT- fatx

| Cursa:

| YCTaHoB=H OT:
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JEACTBME . HAYANHA | HPAHHA
HAMMEHOBAHHME HA NEMCTBUETO OTMOBOPHHK MNOACHEHME
NO A OATA OATA
OpraHMsMpaHe W $U3IMYSCHD NOOFOTEAHE HA NPOAYHTH, HATO HAPTHYHM M
1 MogroToEHA Ha KAPTHTE, XAPTHATA M T.H., KOMTO LWE Ce 01.06.2025 | 23.06.2025 Epaii STMHETH, KOMTD 03 DBAaT NpUEpPENEHH H'bl\:l MacaTa (MUHMMYM 60 yepEEH#M-
M3NoN35aT 60 CHMHM KAapTHYKKW - AOKYMEHTWMTE 3a paboTHa nope4ka TpROBa ga Ca Ha
MarHWTHa XapTHa)
M .
2 M3roTEAHE Ha HEOBXOOMMMTE MHCTDYHKLMM 01.06.2025 | 16.06.2025 BaTyxaH =OTEARS A3 RAPTHHAW MACTRYRUAM, KETO RANPUMER RaRE0 WE NPoBspAss
ONEpaTopPbT MK HbAE WE B3ISME KapTaTa, KbAe LE C8 HaTpYNEa.
m .
3 ns:::-rr:aHe ¥ OPTARWSUPANE HA PANONI, ONPEASAEH B 01.06.2025 | 25.06.2025 Tedus MoywcTeaHe Ha macaTta Ha 2500-ToHHaTa npeca.
.o 6 \ B ’
4 CpraHM3awma Ha TabnoTo 33 MHCTPYHLMK 01.06.2025 | 18.06.2025 TyHO#aH PrEAMSUPENS Ha TADAOTO, HA HOSTO WS UBAAT OHAueHA HaprvTe
NopLYBaHe Ha HEODXOQMMMWTE NPOGYHTH M T.H.
5 3anenBaHe Ha KapTH M paboTHM NOPBYKK HbM NpEecaTa 15.06.2025 | 25.06.2025 | WUenAT ekun  |PM3IMYECKD NOCTABAHE HA HAPTH M paboTHM NopBUYKK.
- Cuh 6
6 OCHrypAgaHe Ha HeobXo4HMHTE CHUMEM M OaHHK 15.06.2025 | 27.06.2025 [Tedwk - BaTyxaH BUMPENES W ARAAMIMPARS HA MICUPAMENMA W AGHnK 33 WInonssane &
Npe3eHTaLMH.
3 3]
7 NOArOTOBKE HA NPEsEHTALMATA 20.06.2025 | 30.06.2025 BaTyxaH ABLPLWBAHE Ha CTENKMTE BLE GOpMaTa Ha Npe3eHTaWMATa W AobaBAHEeTo
MM HbM Npe3eHTaLMATaE.
B MpeseHTawMA 04.07.2025 | 04.07.2025 Tedus
A project implementation timeline was established to define when each activity would be carried out. As the project
team, we monitored progress during regular review meetings with the responsible team members.
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*In this step, we can demonstrate how the indicators defined for the problem or for the
development of the current situation are affected by the implemented
measures/actions, and to what extent each measure/action is reflected in the indicators.
In the achievements section of this step, the sharing of the effects of the changed (or

newly introduced) points is also highlighted, with the aim of providing insight for future
applications.

PRODUCED / MANIPULATION
DEFECT (%)

«Compared with the first three months of the year, a reduction
in scrap caused by profile handling has been observed.

*However, monitoring should continue for several more
months to confirm that the improvement is stable and
sustainable.

Aunyapu — Meepyapu - Mapt| Anpwn — Ma# - KOHK PaznuKka
% 0.46 0.33 0.13
kg 10556 8478 2078

3. 3. 3.
APR MAEY JUN
empgem Produced / Maniplation Defect g Target

MANIPULATION DEFECT AT 25
MN (KG)
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Based on the work completed, a One Point Lesson (OPL) was developed. The responsible employee was trained on the required steps to
ensure the task is performed correctly.
ONE POINT LESSON
:‘LEE.(T Standard '°%%E§mwzm Tightening ALC‘ >MET Cn1CbK Ha ypouuTe OT eAHa TOYKA
seepmmcrisms o e e s ot o s anan wprs | | CREATING SUSTAINABLE FUTURE TOGETHER
e S . Mpeca M"cﬁ’g.““"" 30Ha farta Ha U3gaBaHe
— 25 MN 1 3 15.04.2025
25MN 2 3 15.04.2025
25 MN 3 3 15.04.2025
25 MN 4 3 15.04.2025
25MN 5 2 15.04.2025
25MN 6 2 15.04.2025
25 MN 7 1 15.04.2025
346LPCBINE K3 3MLCABINIR, GTAOMEN W METANEH NDaX OT NENTHTE M BORINNTE. 25 MN 8 1 15.04.2025
e e e ‘I’f"“""'”“ 25 MN 9 1,23 15.04.2025
T e : 5 5 25 MN 10 1 15.04.2025
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m AsTOHOMHA nogapbxka OMAV 095A
Cranpgapr 3a Nouucreare, MHcnektuparne, CmassaHe u NMpurarane
Maakupano
3oma Mameasmren Aelicrone Cwmanon | M Yy Onucareme
Homep tecnpned opeme (mun.)
Nposep X
1 TpancnopTiie nesme o Mrcnesupmn 9\ 1 Cvama 10 Buayanex ornen D T ey
newrvre. Npodunure we TpaGoa A3 ce APICKaT.
2abupCnane #2 SAMBPCABIMKA, OTAOMIH M METRNEH NPAX OT
2 TpancnopTie nesmi o NowscToane ¥ 1 Cwama 10 Mapuyan, swagyx P
4 NENTUTE ¥ BOAIYHTE.
8 A m 2 0 , MEob , Npax no
3 OxXAAMAIUM BENTHAITOPH o Hucnexupn a\ 1 Cvana 5 g o crncithoLancad PPN e b Ko TP
> KONTPOA nepRMTe.
% FloMMNCTBANE K3 NEPHMTE U PEWETIITE M3 BENTUAITOPUTE Sea
4 OXAAMAIUIM BENTHAITOPM o MNowcToane " 1Cen. 10 Mexa yerxa, ssaayx
i’ HaAPACKBAME.
Mpoacpia Ha HADOTD M3 XAADABNHENAOTO MACAD H HANKLME M
5 Xuapanawsna CTanumn n Mucnesupn 1Cen. 15 Huayanes + Huno P
Npurarane ¥a opuack, SUTIri M xaems. [ponepa 3a orbpatgst
6 Xuapanamana CTanumn n Npwrarane ’ im 0 Hmoqone, oToepTia
“ Teyooe.
- Npaxocmynasna, ModucToame Ka TabnoTo or npax. MNPosepka Ka OXNAMAINETO Ha
7 En. Tabao w ynpanncwme n MNowwcToane » im 20
yeTwa CNCKTPOMMKATA.
Sayanen « NposepKa 33 MINOCDINE, IAMBPCABINE M HYPKAS OT 3aTONDANE
8 Mexauursm 33 pRaane n Mucnesaupn im 30
WHCTRYMENTaNEH WK NOSMAND K2 PEAELIN CACMENTI
%3, & 13 306CNRIING HEMINPABHOCT YPES CTUKET M 3aNKC B
9 Bowanm 30mMm o Aownaanane q 1 Cmana 2 ETvxeT 32 anomanns Aoxnagnas s e pes
WYPHAA KK NOAIACH CHrHAA.
\ MOSHCTRINE K2 MALIMHATS, OTCTPAMABINE M3 CTLPTOTHHKTE M
10 Mexauuasm 33 pRaane o NowwcToane » 1 Cwana 10 Mapuan, swagyx
v NOYMCTIANE 12 CMATHEHHTE YSICTBUM C KBPa.
1 cmmen 1Cng im am ir
[IEFRPT I [ Er————
g m mapma | e W OGRE KB (e e e e et wcans | 10 epess
Marbupns 5 Kk WK o cama mems cmna TG A W e
o p— e | Caadan:
n TG AR 1504 208 I Lomyram Amap

&,

M

In addition, regular equipment cleaning and inspection instructions were introduced for the areas identified by the press and maintenance
team leaders. These include visual and mechanical checks to ensure that the equipment is inspected regularly and kept clean.
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N/1AH 3A PA3MPOCTPAHEHMUE

CraTyc Ha pa3npocTpaHeHue

No MpunoXeHn gelcTBUA Moe nu ga ce
P e 23 Ako JA, Kvge? OTroBOpHUK Cpok
pasnpocTpaHmM
25 MN 6
1 LLle uaerTMdMLMpame HoBY 0BnACTH Oa 25 MN Tedrk Doumnamm 31.09.2025

8 npecara.

For the 25 MN extrusion press, we plan to identify additional improvement opportunities and implement the necessary optimizations. Our
objective is to roll out standardized maintenance and cleaning instructions across all areas of the largest press at ALCOMET.
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Mposepoven MUeT no 55 E, MNposepoveH NMcT No 55 Sy
e ] = | ChNEs0aLa Ninin Amna ,!:Bm: I 1:“: lzg ) 25 '“::
AT
Nt | O, Hewemcme g 28 = 45 ] DSup Toum ] 1E 5 (B IE
C=up Tosm 15 12 o E E [==ag T = = =
B npoch E 5 E E 5 e " . -
[Feane Toa S0 = To TE 15 pEaHS .0 i6 3.0 28 3z
——— EAHOCTH N0 15 - COPTHUPAHE
OefAHocTi N 15 - COPTHUPAHE 0]1])2]28]4 = = pal
1.01  Ha paloTHoTo MACTO C& HAMHPAT C2MO HyWHHTE Marepikans, Hal, W ap. MaTepiane, soero | 3 x 1-01Ha paSaThoTo MRCTE SE HAMMPAT OO HYRMMTS MaTSeans, Hall, W Ap. MaTepaan, kema | 4 ®
HE C3 HyWHH 33 TEKYLLATA padoTa CA OTCTESHEHHE OF DatoTHOTD MACTO. ﬁ%ﬁmwﬂm - e ":"_D P I <
I . MEHAC o L. = paCoTHOTO T OTRFCHTH, NEANO0o0s -
1.0z ;apaummu m-o:_:::mpm ‘:a:“ r—:.:-.mn:.- umm“g;:n;ru e o Em "ﬁc"m = ® MISCTDY WISHTH, KOMTO HE C3 HYHA 33 TEK/LUATS Dal0Ta C3 OTCTRAHERA OT padoTHOTD MACTO.
T_H‘TE)_.—P'JJ_ILL_; r—— ey . = ofony T g— = 1.0E  Ha PACOTHOTO WACTD CE HAMMDE CIMO HEOOMIJHMOTO OOOPYASANS. MALMH, CTEN2NN, 2] x
WEAHORE, MACH H S0, HOITD T8 HANEAMH O YIRS MITH SRy #HA 33 TERYLYITD weathoee, M3CH M S0. KOHTD CA MANSANK OT yNOoTDeSa i HEsysHA 33 TEKyLLYoTD
PCVAEGACTES Ca OTCTpaReNH OT PatoTRGTS NRGCTRATIEE, NECHBOSCTIS0 G OTCTRAHEH OT DalOTHOTO NPOCTRARTCED.
1.04 Ha paloTHOTO MACTD CF HMAMAES CAM0 REDINOIMMATE oKy MONTALMA |56, Mechopsaugn no | 4 x 104 Ha paflioTHOTO MACTD OF HAEMMES CAM0 HEOMOIURATS QOKFMSHTALA |80 Wshoplayn no | 4 x
rafnaTA). CCTADANM HAN HEHYRHI AOCTARH, BENEwI0Y, OARRMN, SN W AR, £ CTCTEANEHL TAGNATA) OCTARENH AN HESyRNM SOImasH, Senesan:, OOmsH, 2DMUH 1 AP, C3 OTCTRaHE
105 CTarmEnTE 0 B (Dah. Ty R e NS B .| 33 DEETROTE M TD C3 QRS eraen T 1.05 B CT2M0a0Ta NO 55 (pa0. MHCTRY EUMACEMA M NP} 22 PAO0THOTO MACTO C2 SEqibMpat 2] X
BCIRSEH ke (DR OARTI 33 MRCTOTD SRR RN MESIMETH 33 MRCTOTO
[eRHOCTH Mo 25 - CACTEMHOD NOOPEROAHE o[1]z][z]2]m== LefrocT no 25 - CHCTEMAO NoOFERIAHE 2|4
01 TIDORGANTS C8 ACHD FEETTACSILADER 1 FESarpedsni FRADOHTE O3 RO SEDmepa A i = 201 TIpOXCOMTE C2 ACHO AGEHTIDHLIEDS W RE3aNDEUEHA. VMIDMGHTE C2A ACHO JEDHHADAH & X
———— HEABNDEYEHIL
2.0 MECTETA 32 BOMYEH NPSOMETH - & ROHD JSTHHADERD, DHEQTAH0 ¥ MADEHPaHD Mo passpas [ 0| x A 202 M=CT2T2 22 BOMUNH NPASMETH - & RCHO SECHADEHG, DUSDTARD W MADEHEEHD 1D paafupas | 2
HEUWH. (MOESMETIL N0 MOAT - KT, Hal, METEHENK, KoY, NOUHCTESLM CRagCTea, . {MoeiEmy N0 noda - By THA, HaM, METECHENK, KINAGEE, NOUMC TSI CRECTER,
MIAMETH 38 CTRYMIH B 00T MoeiRaamy mo SOF0U0 SIS - MHCTOY MEHTH, CTAMMH | D) TANETH 33 CTHYRKA 1 AR MOSOMEMU N S0FT4 MECMS - HCTRYMERTI, CTENDEN W MR}
IO  HONWSSCTSATA 33 MATSDMANH, KORCYMATHEM B Hall C2 MCRD GSEMNMDanl, CHepmar i [ x 203 HOMMMECTEATE 33 MATSOMAMNM, KOHOYMATHER ¥ Hall C2 ACHD A2MHHADEHN, CUSTTARN H 4 x
S HAINMC A
2.04 ToCTaseHd C3 STHESTH M HAAMKGH 33 MATEDNMANH, H3T, MSUHHN, yHaCTelid, NasE inp. |0 x E 204 MocTEEEHM O3 STHKSTH W HAANWGH 33 METEDAAENH, HEM, MSUAHH, YUBCTLLM, NasHuH B np. | 4 x
Z.05  [OKyMEHTHTE (BA. BRDODMALTT N0 TEMNATE) 03 4ETIMS0 HAIIMCaEn f EMAT RoHs x 205 ey sbSHTHTS (SR, BROODISLHN N0 TEANATE] O3 WETITHED HEIMACAHE H HRST ACHD 4 x
DS WRCTO SECTHHARIRD MACTO.
OefocTi no 35 - CMARHA YMCTOTA 0]1]2]3]4 s TERH0CTH Mo 25 - CHARARA SHCTOTA a]+
3.0 MogossTs O3 WACTH OT MPLCOTHA, MEEY, OTTHATLUH, KOMMGHERTH, ONSK0ET.EH METENAAR 1 o= B 301 TAOBSTS O3 YWCTH OT MPLOOTHR, NP OTTEATL UM, KOLINOHESTH, OMNAKOETLYEH MAETEDINN W 3 ®
Ap. MADKHDOSKNTE N0 MOGA C2 5 S0000 CwlToRMMe. CTSHITS, NDSTDAnMTS, KONoHMTS, C3 G0, MApEHDOBEHTE NO NOGA C3 & 40000 CucTaRrMe. CTEHMTSE, NPSTDASMTS, KONOHKTE, 03
HHCTIL YHCTH
.02  MAUMHNTS O3 WHOTH OT MEAK, M3CHD, MTWCOTHN M NP, | F3500THA IRaTose, snagy, croasc |0 = B 302 MOMHMTS 03 WHITH OT MDA, WM3CN0, MPWCOTHA @ NP, (P&3OTHIM ANOTOSBE, GanNauM, CToR C© |3 X
METEDHENE M g0 ) NaTERMANA B ap.
30E  SCru NpegeeTH - RAT-OTHE BA0H, KYTHH, KyTHH, K00 M, HHOTDYMSHTH, M GF. O3 4HCTH, o= =} 303 Bowdand NDeseTE - BEEOTHE WANH, KYTAN, KW, HHOTDVMSHTH, B QP O3 WACTI, B c3 3 ®
HE C3 PEANWCAHH MM Nospegeri. Te Ca NOOpEaeti No MECTATA P3N CANN WM Nospegerid T Ca NOGDESEHN N0 MECTATA CH.
3.04  OoKyMSHTHTE O3 WHCTH, HE O3 MOSPEISEHH, B O CuiDSHARST HY MECTAETE O Ol=x B 104  O0eysSHTHTS CA YKWCTH, HE C3 NOEPEAEHH, W O CLOPaHARAT Ha MECTATA CH. 3 K
305 MaTODMANMTS M KOHOYMATHEMTE 33 NOYMHOTEARS C& CulDaMABAT H3 TOMRD ONPEIENED 0= B 105 MaTepHaneme M KOHOYEITHEHTS 32 NOYMCTEANS CF CuiDarMsaT B3 TOMRD ONPEgAnEHD E x
MACTD C NOEMOGALLE WAPKADOEKS M C3 NECHD JOCTWNHA NEH Hys5a. KRCTO © NGIMOSAWS MACKHDCEE W C8 NECHO J0CTwMEH NP Hy%oa.
OefHocT N0 45 - CTAHOAPTHIMPAHE D]1)2)3)4 3= OefHocTd mo 45 - CTAHOAPTUSHPAHE £ £
4.01  ¥ina rpadhme, SDATD NOS3AZA SDCKE, YECTOTA M OTIOSOPHOCT M 23 NOYMCTEINETO Ha [ ES r 401  Fwa rpad v, KOfTD NOKE3ZA SpeME, YECTOTa M OTNOS0EHOCTH 32 NOYMCTEANETO Ha 4 x
MBLUEHHITE, CTENANM, ATOTHOTO NpCCTEAHCTESD B AP ML HHMTE, CTENEM, CASOTHOTS MDOCT PEHCTED 1 ap.
42 VM2 rpadmK, SDATC NOSAASA SPEE, YECTOTA M OTTOSOPHOCTH 23 OTCTRANAB3NE KA 4 X 402 Vua rpadh MK, KOATD NOISAEA BRERE, SECTOTA M OTTOSODHOCTH 32 OTCTRAHAESME HA & x
OTNAGLUMIE OF NPCHAIEGACTBOTE. CTNATulMTE OT MDOHIEOACTEOTO.
203 BHuBegEHA CA NPSENHTHABHH SDIH 33 CNAIBNHE HA S5 MANCKESHMATS (HAND. CHC TN 33 & x 403 Eamanss X NpSSSHTHESHNA MSDEA 33 CNa33830E B3 55 HIACERS-SRTS | HanD. CHCTEMW 33 4 X
CwEESE M OTCTESHASSHE Ha OTTH LM — SOHTERHEDN, KyTr 1 ap., | CulSMDEHE ¥ OTCTESHASSNE H DTN LA - KOHTERHEDN, Ky THA 0 0., )
204 Feaynmamime oT NpAOX0IHWA OGMT C2 NOCTAEERM H3 EHQMAL0 38 LEMHA S MACTO. B 404 PreaynTaTvrs oT NPSOEGAHHE OOHT T3 NOCTABEHH K BIGHKD 33 LENHA EG1 MACTD. 4 X
4.0 TouKHTS 38 NOSopeHing Ha0anna-i H NpSINOaHAR GOT C8 HAMuHEHE. [ E 405 ToYKHTS 33 Mo olpaHAS Ha0anmIaHd B NpEINOOHAn COET C8 ETe HEHL 3 x
LefHocTd N0 55 - CAMOOWMCLIMMNMHA 0]11213]4 |see OeAHoCTH no 55 - CAMOOWCLIMMTMHA 4
5.01 MpsgcTassmen 3 MOHAQRELATA & PUaCTEAN B ASAH0CTHTE N 55 KT OaMToR, HAH B 4 K 501 MpagcTassmen Ha MSHEDEMLHTE & YUaCTaaN & QafHocTHTE N0 S5 KaTo O oD, Him = 4 x
T GEABCCTH NDES NOCNEqtn 1 Mecey SOFTH AEAHOCTH NDE3 Nocnegryn 1 Mecey.
5.02 Emrire {CMEHMTE) C HAR-TONMM NPASOC B AEASOCTHTS N0 55 CF OTAMEanaT. Olx 502  Ewamme (CrsrsiTe) © HAd-roins Neos B gefnocTETe 0o 55 Ce arnesasar. a
5.0 3apsiHOCATTE NG 55 OF OTOENST A0CTATWUHG Bpes i BSOYEoN (Hanp. Crpsssneso O|= [ 502 =ageArockTms no 55 OF OTSANAT GOCTATLUNRG EOSES W DEOYDOH |HANE. CNDESansss 4 x
B0 BpEREE 33 NouicTEANE, S5 mnnep B ap.) CHESHO/CEIMMGHO EDEME 33 NOWWCTSaHE, S5 nWaep k. ap.)
5.04 SrCimac ONSDATODH, MAJEDH W HIHANHALA MW3T 3353H 33 RAMaNHesHe 00 55 8 pasame w2 1| 0| x 504 Boydmd ONEpATOR, MAJERA B SIYATHALE HEAT 33034 33 BITLAHESHHE [0 55 8 pasre B2 | &) x
CECMALA CEIMALE.
.05 Emma CTAPTHRS HHALMATHEM 23 NOA00PSHHA 3 DaloTHOTE MACTS, KOHTS HE o2 4 X FFE0S  Emana cTopThpa MRHLMATHDHN 30 NOOCODSHHR b3 DOSCTHOTD MACTO, KOMTO HE 08 4 x
onpeqenssi s 58 aanra L
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