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uq'aLﬁuﬁaﬂsxmumiﬁﬂﬁugﬂuuuLmaﬂﬁma (Insert injection molding) darilnedmesnasumnanduilenedimesndn wdwms
unsndinlaidnlaneidnlunsluufuida (Cavity) 9nnduivihnisdaduguilunedinesidedsenay Sawodiwesiiunldly
nszvaumaduneduanfinuedn (Polylactic acid, PLA) aweAieivdnuazinlaidnlaime Seilaidnlaimedazgnldidudauaiuusdu
nszuauns Sunuildfdidnvandunediuesifusneuaiuussieilsdnline Tnevndnwaudinisduguine audinig
na nuiwediesiiasuusaeinlddnlive fannemawieuilddnlinefianudiseulunssesn 14 rpm ussiurmnudule
20 psi Faudfnnuudausisonsais anuuduswoin1siafauuufimen wazanUudwalswawuy 3 99 aﬁqm Ao 53.53, 11.53,
50.89 MPa mudsu Wieflsuiuneduanfinwedaiildfinisiasuwseedilidnlive
ARy

wodanfinuedn wedlueielsznou ﬂi%U’Jumiaﬂ‘ﬁugﬂLL‘U‘ULW]iﬂaIQ‘VlE] Tangovaanalanisdinn
Abstract

In this research, the focus will be on the improvement and development of biodegradable materials. The study has
observed the insert injection molding process in which the matrix in the molten polymer and inserted non-woven fabric
into the cavity. Poly (lactic acid) (PLA) has been used to be the polymer matrix and non-woven fabric as a reinforcement
in the process. Accordingly, the specimens are the composite PLA that was reinforced with and without nonwoven fabric.
Moreover, study the morphological properties, mechanical properties. As a result, it was found that the reinforced PLAs
with non-woven fabric. Non-woven fabric preparation conditions at the melt pump 14 rpm drawing jet pressure 20 psi,
tensile strength properties peel strength and the 3-point flexural strength were the best, which were 53.53, 11.53, 50.89

MPa, respectively. when compared to polymer composite without non-woven fabric.
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(Polylactic acid, PLA) [2] &efiosnduniaidenndedy

° o a
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AdulUlglunmaununanadinduasgnildannnisdia
Feox Lilesannuaning (actide) Alddunanldannnismtn
AunIduazaunsaaiaudananiivlanianisinynsdiu
Ty 1Wu 12808 $19lne Tuddend wardes Tudiuus
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Wadunsauaniin (Lactic acid : C3HeO5) 395inssu3s
adrefumsuTnded anntutinsauanindilduuasy
Tssasliidu wanlng (Lactide) wdhunnauluszuu
qiyﬁuuwmﬂl,ﬁamﬁsuimaa%ﬁqLﬁ‘fluwaéuaﬂamw%m
(Polylactic acid, PLA) [3] Taerdanediuasiilivdsann
Aswanduaziannula aunsasiemauuuaza
Lol fannuudann Sanuudausimanadia venani
N15UsELuTdnsTinves PLA seudtdeeldngeau
Woadasduioundadluduwi WewFoudisuiungwes

dauasigy [4-7] Bnviedunuizauiunisdusuaieg

NITUIUNITAN 9719NTEUIUNITERsALEULY NTEUIUNTT
Anvugy wardsanansadesaatsliniadinm

WodlNesiBeUsenau (Polymer Composite) [8] Ao
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TanusenauiiuesAlsenoudesdlu (M3au1nnin) 7

WANAIIAY duwsnAsdIuMasuLss dutdudiumdu
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Tnssasafilimnuudausauanedimesideszneu Yan
\Huduaiuuszdedinnuudusiasivegdags Jevh
w1 dudiuiifuussndn (Principle load-carrying
members) ¥aanodluesITaUsEney dIuiianide
wan3ng (Matrix) WuianfiviniiBadiuiaiuusadn
arefuliegludundaiazifesdinuiivun lngay
douseuuazuntosdruaiuussnnsideaninilessn
Aswandon 1y gumgfl Arwdu WWududsiumavinddin
fAuudeusuarNandatosndndaTULSY WANSND
Jussduszneuiifianuseiiies (Continuous phase) 4%
vt udinatadiemuseiild$u (Load transfer
medium) TUgdmiaiunss Sswodimedideusznauiioidu
Fanfifouuaziinisldunlutiagiu wedwesiBesznou
JarduTaginnssu (Engineering materials) Addgydn
yiadslagduinisldnedinesideusznauluian
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(Specific strength) ge fadudislinedwesissznouly
daulAsaadng wu srunviue asvinlidandinanuudanse
geuafthniniunadoudildisatu fuszdnsamuay
Usemandanuannty venninediuefidsUsznauld
gnihanld uasdudfiddndustrsunsnans Faldednane
Uszns InglangegnsBsnmsnuiuvesnnaudivemed
wosfunnsinefu 2 viin viewnniidu Fafuasdssarh
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nsunauNnslatAansenisitnavunldlvtnaznisedes
aaen19%20m SnvadielUIeulisufunediuesida
Uszneuwuuduaszinnlasdeuialuudanuinnisld
wodluesidaUsznasudanmduiivssloviiianivin
wiu A1natuisatunsileifa nisuyuiivuuas
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UszAn3ammienaiindu wlesarnnisdaniziidau
\dSuusiaz et AnTuns Tan il duriafeity
Fanszurumsiseglilunmsanueded 1Wlaewmadans
AauuuLnIndane (Textile Insert Injection Molding)
[13,14] Fsnszuaunisdntuguddaniuaiuisondn
uanFaidanunduif Fansdauuuunsndmeanuise
wAnTudnsalugunsnisusus gunsainisnsunng
duérgulaaviing Taeilunisldimaiaiazausn
Balduslendldndeasdusznouuarfadansidnig
wazAUszneuld [15] wadlanisdauuuunsndmediay
Wunisdnazunsndndnly Tneudduiessulaiies
vedufouingrinisansduy Wedaisdudnly wifium
wwgniadleanusuuaranulunisdatunisunsnd
vosinfuil lunsdfiazusnguuiiufowsiiag u
nszuannIsHandatutsananliuuusaludfuasd
Uslovilusundniiannsaldauuuuunsndudule
§55UYRNEUUBNUI DI UIUYBILURLNLS [16,17] 9%
I¢gudnuaivestunuiieonuninin mszinldgndnanald
PIINaNTBsTudI FadsmaronsUTuUssanaNTRIena
Y9931 Andrzejewski wavansy [18] 143ERAuly
mswiey Jagtuinldiiterdunisansuyuuasiandildly
mawdniandalszneulsiluegiaunn msaSunsaiiern
yio vidernlsignlsmelneluargnldfunssuiunmsiaty

5U [19] WanneauanAaLaTa (Polylactic acid, PLA) 1Ju

Tanndevaaralan1aganimaiganitgn1snageud
wanasfuitednuiguantAvesnsasuusslunediues

Welsznaunnuasiangauiian

2. F/Magau
2.1 Jagnldlunisvegau

woakan@nkadm (Polylactic Acid, PLA) 1n3a 6100D
dm¥uiusuinludnldvedanuvuiudy (Density)
= 1.24 g/cm’, ¥n51n15k1a (Melt Flow Rate), (ASTM
D1238) = 24 ¢/10 min, gauniinasuinad (Melting
Temperature; T,,)= 165-180 °C, qquﬁﬂéjﬂwﬁ? (Glass
Transition Temperature; To)= 55-60°C 91nU34¥"
NatureWorks LLC product ﬁ’]%%’ﬂ“ﬁugﬂﬁﬂﬂiﬁﬂiﬁwa

naakanAnNLadA (Polylactic Acid, PLA) 1n39 3052D
21nUFE NatureWorks LLC product d113udatuzy
fauvunniy (Density) = 1.24 ¢/cm’, 8ms1n15ina
(Melt Flow Rate), (ASTM D1238) = 10-30¢/10min,
gunninaeunad (Melting Temperature; Tr)) = 145-
155°C,aunilaaneiia (Glass Transition Temperature;
Ty = 55-65 °C 9nu3¥M NatureWorks LLC product

2.2 YURDUNITNAFDU

nsnadausuinislua (Melt Flow Index, MFI) 13y
ms¥arnslvavematafnuasuaiodudsildluns
AIUANAMAINTBUNESIUNaaRN N1snagaullunis
nasuaInalainlunsruennaaeu (Cylinder) Ane
gaumngfiidmun lnsguugddld 210 °C ol du
guvnfierfuanneililunisedouiununaaoy ud
Tfmidnng 2.16 Kg auanfifnvusauiy naaquuLis
A (Piston) Tagliursasnszyifuilenarainmasuman
fleglunszuenvadey wanaRnmavlvarusenu1an
Famed anduInimanainesnudniitewiludeimin
Wisuduan 10 wil Jelarrvesaaiinislua (MFI) ve9
wanadn Femiedu ndu/10 Wi

N1SNAARUFFIUING VN AW BIUTENBUN
NA099aNIIAUBLANATBURUUADINTIA (Scanning

a

Electron Microscope, SEM) ( JEOL,LSM- 6510) %
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M&wene 500 WevlmAnnmiinsueadiuls Tnennd
wanseenuuariidnvar 2 N
AINAABUANNLTILTINBUTIAS (Tensile Strength)
fa81A38 9 Universal Testing Machine Model H50KS
Snvazdunuildlunsnasovasiidnvamfusuua Tae
m’%w%umumummgw Type | iA911817 165
fadums N9 13.5 Taawns Gate length, (mm) 50 wag
auEalunisietusud 5 Sadwnsdeuni Famnaey
AIUUINTFIU ASTM D638 Taeiivinn1snaaeuseatios
10 fheghs MntumALase
A1SNAFBUAMULTILTIVRINTTnRALUURIaDN
(Peel Strength) éi1e 1A% 0 3Universal Testing Machine
Model H50KS MA@aum1uunnggIu ASTM D638 in3es
Fusuildlunisneaeulnglduiul3dunime sdduaud
THlunsuaaeuiiietestunisintuvesinlidnliveuay
Wowavisng szsmunenugilumsidununagoui 5
fadumssounil n1sageueg1elas 10 degd
N1SNAROUANLTIILTIFOUTINAUUY 3 90 (Three-
point bending) Universal Testing Machine Model
H50KS Funaaeufmualidvuinniag 10.5 Taduns
817 90 fadUAT U1 4.16 Naduns auslunisaa
Fusunegeud 5 fadwnsdeuni Support Span, (mm)
66.5 Wag Position limit, (mm) 30 NA&8UAINUINTIIY
ASTM D790 ¥ihnsvaaeuseatios 10 fegns anntiuwmn
Aade
23 MSWSELTLUNAFDY
nmswsendnliinlineainweduaniniedn neunls
Jugtineduaninuadnouliuiafiguugi 80 °C 1y
nan 6 $alus lugeuiiauuuandeuuss (Dry-air Chip
Dryen) #&331nHuTugUd181A309 Thermo HAAKE®
PolyDrive (Single Screw Extruder) ﬁﬂLLaﬂﬂiugﬂﬁ 110w
n1sgnsanteldanngll 230 °C (Zone Extruder)
Asaseulun1sonsa (Melt pump) Aa 8, 10, 12, 14
soustoundt fauandluntsadl 1 iinstugdinlidnlame
#eABMs Spun-bonded vdsnTignuaeLaLSATaHIY

Waluueisn Wduloduaseiilaazgnindisienies

wutdule (Drawing jet) é’quamiugﬂﬁ 2 #28A1L57
A1eNIUTeIsUAIifl 10 m/min USunssiuianudule
(Drawing Jet pressure) 7 15, 20 uag 25 psi A1US1HY
ierfiudiegsvesinlidnline Tneflhwindeuiis
wandluans el 2

mawFeufandeuszneu Tnenstihauaudilaidnls)
nofituguiiuukuiaoudrundalaldouiaminly
WURAUN (Cavity) HA21ue17 115 Haduns na1e 13.5
AT LaILIAALUUAIUULLRNW fudly (Cavity)
auAnNsivaveswailagldvuniassmin [20] 69
LLﬁﬂﬂugU‘ﬁl 3n) ﬂJaﬂLﬂ%aﬂamﬁugﬂ (injection Molding,
ARBURG 470C) laanslainaiia Textile Insert Injection
Molding Fsuanslugud 3 ) aandusiinisdatuguned
wediFwsvneuiiasuuseflldnlinelneniosdntu
53U (Injection Molding) T%Gdaﬂqmwgﬁiumsaﬂﬁ 190-210
°C Screw speed 100-175 rpm, Back Pressure 50-100
psi AnsanunléFunuiiduiandaszney Fuandugd

17i3ﬁ)

A15199 1 wansanzfldlunswseusnlidnline

- Arusiseulunsdn | wssuiinuduly
gaumngil (°0) = ,
37 (rpm) (psi)
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a v o o o 1 & 4 IRy '
M1319N 2 LLﬁfﬂQm’mﬁuWUﬁuﬂMUﬂmaWuﬂﬂaﬂmﬂmﬂﬂi&lwa

anmeldede AadsAuduTuS T seiiuT
dlsddnlsive (¢/m2)
(rpm/psi) 15 psi 20 psi 25 psi
8 rpom 114.60 88.25 75.40
10 rpm 184.35 111.75 99.73
12 rpm 231.50 121.81 111.75
14 rpom 267.75 124.50 117.25

gﬂﬁ 1 Lﬂ%d%ugﬂﬁ’ﬂiiﬁﬂ“%@ (Thermo HAAKE® PolyDrive
(Single Screw Extruder)

%) wdesiuduly (Drawing jet)

Un 2 wsesnudulowazateniulunissesiudilddnline

INNTFUIUNIT Spun-bonded A) ARE19TUNUANLUATILUULNSA warldunsninlidnlane

g‘dﬁ 3 mﬂﬁﬂmﬁiﬂ?ﬁugﬂLLUULLwiﬂéwa Textile Insert
Injection Molding é’iﬂl,ﬂ%aﬁaﬂ%u;jﬂ (Injection Molding, ARBURG
4700)
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3. NINARBULAIATIENG
3.1 MINAEUFMgININEN

NAIINNITIATIEIANNAINEY SEM Aiinaavens 500
Wi wanalmiudan1soaniziusenIsnlddnldnady
é’lj a & 4:4' 1A = a U ¥
Wenedwes dwandlugui 4 nunndnsiafniuvedii
lugnldneniiveniensdiues wastnludnlinedud
Snwauzdautududuy q fiduleandusdiungnuaey
[ d‘l’ a [ U 4’{ a o‘d! I3 %
Wullawmeanuiuilanadwasdadunauiainnisusu
anensvuuinbddnlidneiunnsneiu Jsdawalviiin
ANULANF1alUS a9 vuInvewduly Auuun Uandn
wazauLlussvesinlidnlive a1y (n) duuansli
Wiudanisvasuaratefouuibanedfuseninerinlidn
liunewazilonadiuss FeaziniuladninBuanuiiaiiy
I3 ~ P v ' ! a oAy
wiusaianad tasanninlivelineiinnunuiniuindey
Wunauinainenui$iseulunisdnse washsasuiinyg
dule Aldlunmstugud wilumsndudumnliaua

D

saulun158m3m warusenuinudule Tun1svusun

Y

)}

Windu azdwaliilidnlinediaunsansgled wasd

ArumuLluidnty lusnefinnuiasoulunsdain
wihiu dawanslunin (@), (A) winssduviudulegs 3¢
danaliiinanundulogaulidae duiiaenndes
AUNaNITNAABUNITAINLTINTIRBLTIRS (Tensile
Strength) LAZNNTNAABUAIILAIUNIUABLTIA TR

(Peel Strength)
3.2 A1sNAdaUAINLTINTIABLSIAY (Tensile
Strength)
NATHAAIHANITNAFBUANLLT LT Iv0 N ORLNDS
Fausenaufiasuusadednlidnlunefifinnnundisevly
M3893 8, 10, 12, 14 rpm AMusuTivnuduly 15, 20,
25 psi waz wedwanfinuedndiluifinsiaSuusesaedlldn
live dunnldimaainmsiesgiannsmuansugud
5 WazHANIINAAEUAIT1T 3 Wiulddadmediuesid
Usgnouiiinsaduussdodlidnlaineigniusudae
amawmﬂffu

SEl  5kY WD1smm  §830

MME RMUTT

m) fnbidnldvennuiiseulumssniai 14 rom 25 psi

U4 uassflansBadaduszninadowefwesuasilidnly
nefianusilunsdniafiunnsiei
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NUINAINAR DA ULTIL T I DL TIAIVDINDRLUD LT
UsznouTAlANuAmIUNIUADWSIALANTY LHasannenty

o

fnlunefituzussaniizaruniasoulunssaiaiuiy
wazauiuiivanudulefiutu dwaldilidnlively
nedefidsUsznauiinnuudusafiuiu a1nnsmnaey
inudmediwefidsszneuiaiunssdiianuudosasio
ussRsgagaiianaiasoulumssnin 14 rpm wazisedy
waviudule 20 psi Fwzdtulitninaenadesiunavageu
n1adugiuinerdn druvendulowariioe
woAwosfinrudnfulddian Tnefiauudusafudy
Soway 30.15 Snvennnsdiiaianuudwsannin

nodwandnkadnnliinisiasuwsasernlidnline

A13197 3 uansmARAEIINNIINAFRUATINLTUS RS IFAINeE
wesigalsenauiigniasuusaeiliidnlinefianiensnieurn
AusIseU 8, 10, 12, 14 rpm anusuiiadaduly 15, 20, 25

psi Wag PLA Pure

anmzldeie ANARENINAZBUANL LTS IADUSIR
Alsddnlsive (MPa)
(rpm/psi) 15 psi 20 psi 25 psi
PLA Pure 29.15+4.66
8 rpm 31.54+1.65 35.6+4.70 35.38+2.53
10 rpom 41.48+1.00 46.63+5.45 42.91+2.53
12 rpm 46.65+5.17  46.89+4.21  46.66+4.07
14 rpm 49.63+3.91 53.53+4.11  51.63+3.38

70
— (]
60 i PLA-Pure
<
g 50 o 8 rom
! b
= i i
= 40 - g e 10 rom
20 f i
ey g
L i i
2 i i
30 4 |, e a 12 rom
(&} 1h ey S
— N s i
0 l e e
= o i e
S 99 | nun i i 14
e 0 s i rom
") s s
" e i
0 i e
10 - g e
i e i
] i e
N e (e
1 e e
0 nY e e
8rpm | 10rpm | 12rpm | 14rpm | 8rpm 12rpm | 14rpm | 8rpm | 10rpm | 12rpm | 14rpm
PLA- 15psi 20psi 25psi
= \ < i = a ¢ a N a v v Iy ' ~ a v
g‘lJ‘VI 5 AT INUNULFAINANITNAABUAINULLYS LLﬁW]’e)LLN@Q‘W@@L@J@EL°U\11J5‘é¢ﬂ’e)‘U‘V]QﬂLﬁSﬁJLL'N@?JEJN’]h.mﬂlm/]m/lﬁﬂﬂ%ﬂ’ﬁLmiﬁﬂm?ﬁﬂﬂ’w

MswsEuin AIEIseu 8, 10, 12, 14 rpm Anwduiividaduly 15, 20, 25 psi way PLA Pure

3.3 A1SNAFRUANNLTILTIVRINSEARALUUASEBN
(Peel strength)
¥insnageulagnisaeinosnaniuauidudiu

voaonedwesliuenosnainiu Ingayyinisiududu

voulidnlainel3duuy waydutudrunesduitlaiiin

13dud1e degua 6 n) udIvinnIshteananiumle

6

ANNEIAsT fauanslugud 6 ¥) Fawaainnsiaszi
PNAFNLARINTNAADUANLT I TIVBINTEARALUUAS
aanvaInediefifsuszneuiifianiiznisinieud
Ausaseulunsdnin 7 8, 14 rpm wavAuFuTiFINy
Wdule 15, 20, 25 psi puddy dauandlugud 7 uaz
P15997 4 wuITiannzniseieudsie anu$iseuly
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M38a3a 7 8 rpm fianundauswiensaisinesnined
wediasenauiiaiuwssedlidnlinefianusiseu
Tun158n3n 14 rpm Wesannidulevastazaieinsienis
AndesinsszninaduleTuinlddnldnefiunnvilsgilaidn

linefidnwuruie damaliiinnisuasuduiiafentu

o '
LYY I

onediues Snvistanildvsasswvuluiagnszna

= N

Wiy giakieniu Jadiganasumainlnalhesriu

A58l 4 UanINALRAENSYIAEIUANNFNUN LB AT IB S
wodwofi3sUsznauiigniasuuseineiladnlineianiiznns
w3BNiNGIe Aasaseu 8, 14 pm anuduiivadadule 15, 20,
25 psi

annzld A NIVAAEUATIIE U LS IRATIAY
LA EL (MPa)
dilidnlive 5 g 20 psi 25 psi
(rpm/psi)
8 rpm 4.61+0.20 5.01+0.28 7.19+0.30
14 rpm 11.40:0.63  11.53:0.66  11.44+0.65

3.4 NISNAAOUAINUTIUTIADUIIAAULUY 3 90
(Three-point bending)
AINHANITNAFBUAULT LS I B SIFn VDI TUIIY
naasuTauanduzuil 8, 9 uazsiedl 5 lelisenseiin
Tugudidnisasuussieilidnlinedy wuiraunse
Frafunseneuinnisunninle ileldussuufadud
iduLssdeinfianiznstugy anadiseulunisdein
14 rpm Fauansluzud 9 nuifianuudausedonsade
esaniianisuasuazarsvesduleludfiflouinves
w@uly anunuilarnsenaniuuesdulawuunuiuuls
inlndaesinsseninuduledsvdsnalmdulounsdiu

asyazatelavaziuduleviudauiuluuwuurnwiy

f'laian'la
PLA
) MDY NIUNUNAABUNBUNINITANEDN
Q) F198 19T UNUVULIINREaDN
UM 6 wansfegstuau vaizvin1svadeuaukdus e

WIIRINET (Peel Strength) vasnaAiuesiBeUsznaugniasuwse
merlsidnline

10 7% 8rpm

14 rpm

Peel strength(MPa)

‘ 14rpm Srpm ‘ 14rpm

15psi 20psi 25psi

JUN 7 AFINLEAINITNAADUANULT T IRDULTIRITAR (Peel
Strength) A@nMENSASELRNENIENISASHUEN ANULEITOU 8,
14 rpm AwsuiaaLdule 15, 20, 25 psi
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Ms1ell 5 uandnaladonisnaaauauuduswensIfaLUY 3
90 veamedluefidsUszneuiigniaiuussiedilidnlineanis
MsAsEURn NS5OV 8, 14 rpm anusuiithandule 15, 20,
25 psi

, HANIINAAOUANULTIUTIFHBUTIFARUU 3 90
annmzldmiey (MPa)
Alaidnlaine . o - ,
ATUTLATLLT AunldinsLaduuLs
8 rom 15 psi 42.59+4.25 37.37+£3.73
14 rpm 15 psi 49.6+4.9 38.74+3.85
8 rom 20 psi 43.36+4.3 37.31+3.7
14 rpm 20 psi 50.89+5 39.24+3.92
8 rpom 25 psi 45.63+4.55 38.73+£3.85
14 rpm 25 psi 49.79+4.95 39.09+£3.9

40 I A
7/}/ ] , L o
14 1pm

7

Three-point bending (MPa)

NN

.

15 psi 20 psi 25 psi

vusnunlifinsiasuusesneilddnladve dwmiedu

: I 4 8 pm

% 141pm

Three-point bending (MPa)

15 psi 20 psi 25 psi

= v Ao 2 Y vy oo : a 2
;J"Uqﬂ 9 'Uuﬂ']u'ﬂllﬂ'ﬁLaiNLLﬁﬂﬂ?ﬂNq‘l@Jﬂﬂ‘lﬁJW@ Inuedu

MPa

4. ayunanisnaday

31nn1Inageuazulail nanIsAaeuaNYUENIg
duguiIne1iiendesganssAudianasoulUUdeInsIa
(SEM) wandliidfiudanmsBaiasuvesiilidnluinenazile
wediwe$ Insvsduieeumduiaifortuty Wuraan
anuiisevlunssadaildlunsnioudilldnlained
dindu Tudvesnsmageuidenati nsnaasuay
udaussrioussia wudrdlidnlivefietunsslunedies
FeUszneutiu dawadeninuiuniusoussieiintud
53.53 MPa Anuudausesiousafsiiafannuudsussann
flgnfis 11.53 MPa LaznsnaaeuanLLiusioLsssn
Ly 3 90 legliusefidnuiavesiilidnlivedaiy
usussnnilgnuientu egiuldhaniininatiuil
Amudausafistuluyngnsd fanngnisnioui
14 rpm 20 psi @0AARBINUNITNAFBUNIFUFIUINGT
Fadinuinmstusuiunuienssuiunisiauuuumands
72 (Insert injection molding) I1NNBAKANANLDTAA
anmvasdilifnlinedldlunisiaduuss diigniaien
eanuisseulunsdninfigiiusazussiuiineituay
danasionuudaswaznsIns e uuTiudeuiuegi
ynwiuvendulyliluogied tuiuandiifiuin e
Wisuiiauanuisiseulun1ssnsadl 8 rpm uaz 14 rpm
wulddniniianugiandmanonuudausmanad
aedum

AnmnsssudsenA

lassuideiilasunsatvayuaiasilouazgunsnily
N13AHuUITEIIN ANEIAINTTUAIENT WINeTae
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