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Past: -iRAm E ---------------^--- ---- 
Owner contacted q yes Pf 

current: ------------_-------______ 
"a; if yea, date contacted -----0----_-- 

TYPE OF OPERATION ---------------__ 
‘0 Research & Develapment Cl Facility Type 

0 Manufactuiing 

0 Bench Scale Process 
: Theoretical Stu$ies 

Sample & Analysis 

0 Production 
Cl Disposal/Storage 

0 University 
0 Research Organization 
0 Government Sponsored Facility 
Cl Other -----------------_--- 

TYPE OF CONTRACT ---_------------ 

q Prime 
0 Subcontractbr 
0 Purchase Order 

cl Other information (i.e., cost 
+, fi,xed fee, unit price, 
time 81 material, e,tc) ------- 
---------------------------- 

Contract/Purchase Order #-- 

_C~NIE~_CIL!K!EEL!3: -------------------------------------- 

OWNERSHiP: 

f lEWWED PECIMED 
w!EZ LEASED ------ 

LANDS 
00 

u 
BUILDINGS 
EQUIPMENT n z 
ORE OR RAW MCITL 0‘ 
FINAL PRODUCT cl 
WASTE & RESIDUE n 

GOUT 
LEASED -----_ 

CONTRACTOR CDNTRPCTOR 
--E!En- ---!&En 

g .! 

: 0 
Ii 0 



Contrbl A)A 
0 AEC/MED managed i erations 
G AECftlED responsible for 

accountability 
c AEC/MED overviewed operations 
0 Contractor had total control 
0 unknown 

MATERIALS HANDLED: ___-----___------- 

., 
ci Health Physics Protection 

13 Littie or None 
c’AEC/MED responsibility 
C.Contractoi'responsibility 

Iype (on basis of records reviewed) 

No Radioactive 
a Natural Radioactive from Feed Materials Production 

0 Ore 
@  Refined Sourca Material 
c] Residue 

ci Natural Radioactive Material from Non-Nuclear Activities 
0 Wan-Made 

G 

Quantities (on the basis of records reviewed) 

P( None 0 Production Quantities 
G Small Amounts 

Comment --_~~_-_~r~---~--~~~--~~~~~~~--~*~~ ____________ 
--_-~~~-_~-----------~----------~~---------~~~~~~~~~~~~~~~~~~~~ 

OTHFR PE’iTINENT FACT=* ---=----------------=- 

z, Facility was Licensed 

0 During AEC/MED-Related Operations 
•1 Fcr Similar Activities 
3 For Other Activities 
Comment : -----~~---~~~~~~~~~~~------~~~~~~~~------~----------~~~~~~~~~~~~ 

2 Commercial Production Involving Radioactive Material during AEC/MSD 
Operations 

3 Facility was Decontaminated and Released 

s Availability of Clcse Cut Records 

N N0lle 0 Some 0 Suff iciekt 

L? Radioactive Status: 
YES nAYBE PRCEAELY NOT 

NOT 
Contaminated x --- _-- --- --- 

Potential for 
Exposure 
(accsssible) ___ ___ --- A 



a 

LOW 0 Possible 0 High 

RECCMPiENDA~~~N4: 

Eliminate 
Rem’edial Action 

[3 Collect More Data 

Sufficient 

Comment ‘i-k *s da ;d*-c* tmh tc.3 s.-k h..td ~,tJ.u&u( ~~~i--~~~---~~~~~~~~~---- -----------------------------= 
REFERENCES: ---------------------------------------------------------------- 
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Can h3s Thlc&nao~e8 
CIASSIFICATION CHANGED 

AS you hnvo probabig noticed, reports on gauge wsmres~tn 
of con8 in the pa8t ham aaittad em bsuu thiokmse~. At 
the tins these report8 h-0 eubdttcbd, lt eeem8d inadvisable 
to m?a8urQ ba8e thlokaerr 8ince,the MjOrltJ of tho0 had to 
undergo 6IJbiwmmt si2bg opmtiaa6 at Sik B. ?he follmfing 
m8amucmoats have beon obtained by motioning soma oar in 
each of the lot8 roo8iwsi and taking mlommotor muareamt8 
for these dimmsioas. 

Avwraga bMe thiokzp8a. 46.5 Bib 

' (IltbF 8iSiag) SW l 

In the future, all gauge reports on cull8 nllllnalude the 
bottom thlakaeas aeooureaent afnoa a mandrel is am b0j.q mds 
which willemahls my wcurat0 aeammeent6 to be t&em sitb 
our prenent gauges. 





FX: ?rocess for ?k?r.uE&turc of 35 ?lil Aluminum Cznx . 

Tic ?oblo?;ing process h:w been developed in conjunction with the Tr,snc Coinpcny 
of’ LiiCrosse, Kisconoin .end hss been used successfully in producing about 59:) ccns. 
iIo:.rc?V::r, ccrta,in minw ch%iges 
:%si;:d, tbnt. is, plus or mJ.nus 

&are necessary in or& to hold the to~Ler&ces 
.X1” on outside dlsmeter nnd plus or minus .03X” 

on atr:.l thickness. Choqes cre necesn?ry be&&e the process ws developed fro= 
tools o.Lrc:t&~ inzde for 3 32 nil snd c 15 nil cm. 

The process consists mainly of six cupping operztlons end two rc-drxing operctionc. 
In cupping operntions no redu~ctions in ws.LI thickness crc effected, ;?hile the 
oi.o.qeter is rsduced. In re-drswing operationc W.&L thic!mess is reduced along Blth 
a very minor reductl.on Sn diameter. Operations sro as faLlowls: 

(lj &w.lc Disc - This opcrstion consists of shearing n round ,,blx& from standard 
xl.led sheet stock .051” th.ick. Blsnking die dizaeter G .250”. BL:.~.n4in~ punch 
&meter 6.250”, (must be fit to die.) 

consists of ,foqni.ng’the blenlc dL.sc into c cup of 
sbout’l:9”’ long. : This :itG acco!spliohed through the 

use of c poat or very short punch aird I? special die. A prescurc pad is . . 
required so that the material sill nqt wrinkle during cunning end, tbsreforo, 
th.z post is ununlly mounted. on--the bolster plate. of the prcsa since the ..-,. 

’ oressum pad 1s most easily mounted Llor: the bolster pl::tc. Correspondiu~ly ” ” 
the die is nolunted in tbc cross heedfor rzm and operstcs cgzinrt the pressure --YY’ 

’ pad‘. adruty different t;tpes~ “f,;$,yp& p;~~h&pym~~;~;; t!!y; to 
be used for this onerztzon. 

?nd Cud - This operation consists of ‘reducini the ontcide dizncter from 5.5” 
to 5.3” giving :i nen cup with a length of. appro:&xlteLy 2.6”. ~imcter of die 
3 . i)3i3 3 . Dizne.ter of punch 2.899”; Reduction in dLlneter is I+;<. 

consist 3rd Curr - This opcr:rt!.on c of reducing the outside di:rmeter fro3 ;: .Oi’ 
i,z 2, .) 5” gfviug .+ nw cup with 1 length of :ipproximctely 5.4”. Diameter of die 
.7 .533”. Di3;ncter of ounch 2.403”. Reduction in dinnetcr is 17-S. 

4th Cur, - This operction consists 4th Cur, - This operction consists of rcduclng the outside diameter fro3 :‘.5” of rcduclng the outside diameter fro3 :‘.5” 
to :‘.%2” givin:; another nc~! cup nith z len;:th of c,p~roxim~te.ly 4.5”. Dirlineter to :‘.%2” givin:; another nc~! cup nith z len;:th of c,p~roxim~te.ly 4.5”. Dirlineter 
c,f’ &ip :! 062” c,f’ &ip :! 062” _I. . _I. . Di.c%eier of punch 1.9GE”. Reduction S.n dieme.t,er Ls 2:32. Di.c%eier of punch 1.9GE”. Reduction S.n dieme.t,er Ls 2:32. 

5th CuR - Thi-s opers3.on consists of reducing the outside di,meter from 2.0621 
to 1.825” giving another new cup with a lengthof qnrcximntely 5.75”. 
Dio,mater of the die 1.625”. 
dlweter is 2l$. 

Dics&er of the punch 1.52Sn. Reduction in i 
:: 



-%- 

,i' 

;;&?k - This operr,t,ioo c,onsifits of h:ad cmhlng the cups in hot rrater to 
I’XGVC st.rippixkg chip-...,br any forelip, mztter thnt m;.y have nccumu+t&,. 
T,liS IS n~,y;cc$vJ.T 
dies, cdJ5us 

J fhm a quality otad~oint, oincc such mzts-rixl co~tz.min.ltce 
nxcesslvc lo>lding and opoils the finish of the flnnl cm. 

Jst &+d.~am - This operztiw consinir. of reduclxz 
md the-outside diameter by ,017” 

t’nc ixill thicknc~:~ ,I by :%5~1 
givbg a con v!ith ZI cull thicknesn of 

npi>roSmately ,045” and approximately 7.5” long,. Ciametcr of the die 1.467”. 
C:imator o.f the punch 1.377”. Reduction. ti $/all thic.b@es iS lCi$. 

2nd Re-.drurr - This operation consists of reducing the ~11 thickness of the 
c a0 Q>. .OlO” and the outside diwctcr by .X7” giving a final czn v;itb 8.n 
outside diaeter of 1.440” and n ~a11 thic!alenc of .335” pzd c length of 
5.75”. Diameter of the die 1.4415”. Diamc.tcr of the punch 1.473”. It is to 
be noted that on this final dravijllg oper-tlou the .di:unater of the d~ie is 
n?proximately .0X” over the final Eise of the fir&shed wn. Thie is necessary 
because in the drwing operation the punch wzxls..from heating :md the c.an6 
are slso b.ee;ted during the dra.wing operation ad contract back to 1.4<.,3” zfter 
cooliq. bduction in vcll thiclcless is 22%. 

m 2 T?& opci;rr~ion consisis of t&d.rq the. cng’to the desLred length by 
rot.&& the’& (n;ount&, on an n&&r) in~~nt~ct,$th & Get of row cutters. 
Final ‘Len&h i.u p-75”. , ,‘:: “. . . . ,. ,, 

Flatten the aid - This operation G&Gt 0 of GqU&.Ilng up the end of the cm .,c..~. 
nnd removing ‘the radius left Ln thqlcorner of the bott.oti by the finn?l drw ” ‘. 
pubch. This is accomplished through the use of z L;peciol~formLn.: ile :;nd --‘Y: 
ptich, caching hivin;; a very sm:+. Tcorner F2dius. It i:: poss,iblc to extrude the 
end of the can by thLn method and;f’oa.rce material. Prom tie end jnto the side 
~;alls CO thlrt any desired thickne~lf~o$,,,bo,~tq .q.&e ,obtAned. T-~1s. tc cr>‘Llled .’ 
f~coinfh;f~.’ i?kadtcr of die 1.441”1 ~Dinmetw~ o! ,$he punch l.ZZ”. . 

, ‘c t . . . 

(9) 

(i.1) 

In ,~c;nsral, ems produced nith this method care, sntisfactory, ?Ilthou.!!h t&re xs 
cmsickrable vnriation in wall thickness of the fFns1 can. This variz.tion P:FL~ not 
to7 crrious; hdnever, conciderzble improvement Ln CLuality wn be effected by m-.king 
scvc:.~~l. minor chaqos Ln the process cs folldcs: 

(1) Da should use .064”. standard rolled stock jnste:ti of .351” aid make the 
correspondiag changes in pun&es and dies.~ This will alloa ;.tor‘c fltock for 
iAmming, provide for aore even dxws and enable us to hold ,the fall thickne3e 
I;0 a closer tolewnce. 

(2) We should add a very small amount of drawing on each cu&ng operation in order 
t,o improve the wriation in wall thickness. Approximctely .CIO,lll reduction 
fin wall thi.ckceso will be desirable for each cupping operation.. 

(3) EVA up the work done during each cupping operation. It 1s noticed that the 
percent reduction from the 1st to the 2nd cup is 14$, r;her~ezs on the 3rd to 
the 4th cup the percent reduction is 20% nnd on the 5th to the 6,th cup the 
reduction: is only 9%. By .smoothing out these operatioxe eo &t’ the percent 

-.. *.,~~~,.~CtiCl?-.j,E-‘.-~ --- -7-.. -. np~-o:.~iu;a~37-jr-.~~~~i,-~ol(~ v,or.gme FdTdq @&iii ‘-El ‘-tt;c T<jy &y - .--- 
?;a kept to a mLnLwm. 
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(G) In ardor to improve t!l$ finish, it :X11 be very doslrcrbLc to include~cevcr~~l 
*zashing operations to remove all chips Llnd fore&Q nntter. The ztoritil is 
covered wit;? lubrimnt after each operation 3nd pick.3 up dirt very easily 
n’nich contsminnates dies on the nsst operation qnd spoils the finish of the.c.en.. 

(Sj Zt riill also be dasirnble to include an extra trimming operation titer the 1 
first ra-dran. In ever case of re-drartig, the wall thi.ckness of the drarm 
caa will vary considerably at the very end of the draw, while it will. not 
vaq~ ih &ch 1” to 2” from the end of’the can. TM.0 trimning operation will 
3elp cltnbil.ize final ~11 U&Ancss of the finished CU. 

(ij,! ‘i:c should re-distributc tine amomt of reduction ‘& the drawing oporatione SO 
that the major psrt of the total redu+.on is .doro on the flret rc-drw. In 
the present process, the first reduction in ~2.11 .thicknoos ie oflk~. .3X”, 
~hcrens the rcduct%on in the final. ro-drw i.e ALO”. The f.Ln:LL w.:!.L t‘:licktiese 
riL.l.1 be zore easily otcbilized if the percent o.? reduction in thi:: cu::c rlere 
rcverscd. 

The fiwl process thqn,nhouLd be es follons: :: , 
31mx hc -.I%& operntion vtlll 8: ‘the s:qe LIE ,before and alLl, consist of 
cheLaring a’round blank from stand& roLled sheet stock ,064” thick, 6.253” 
dinmeter. Pimchee and dies will bo’ ,the ezme. _’ 

. . 

1st CUD --- - l’nis, operatLon nil1 cons&t of forfling the bl&k diet ifito n cup 
Z.509” -in outside dizmcter by appro-$iwte.ly 21’ long. Diameter of t,he die 

.I_~. 

_-w-m. . . . 

i’ ;‘is ‘1. 
2nd cq - l?Gs operation nil1 con&$t, *of reducing ‘the-outeide dlr~~ai%r’,froti 
g.5,: tb‘ 3jJll ,“:md’:t.he r&l thickncks from .36+“.tq .063”, ;:ivinq a cc;, cup 
v.ath cr’ lenktl! of hpproximately !.‘?ltt‘ ‘Dinme&r of the die 5.300”. Dirz,etcr 
0f t3.e punch -2.a74n. Reduction in diameter Fe 14%. 

3-d CUD - Thie operation consists of reducin;! the outside di%wter from Z.30” 
to ~.530’: nnd i&c nail thicknezs from 2663” to .O&?” giving 3 new cup rrp?ro.xi- 
mntely 5.5” long. Diaeter of the die 2.533”. Diea&er of the punch F.406”. 
IWluctIon in diameter is IS%. 

Ath CUD - Thfs operation consist:! of reducing the outside di:LQeter from 2.533%)” 
to 2.133~’ end reducing thk sail. thiC!rncss from .xC62” to ..OGl” giving a new aup 
trith a length of zp?ro:cim?.tely 4.6”. Diameter of the tiie 3.12.0”. Unnetcr 
of the! pmch 2.008”. F%zdudion in diweter i- ” U% . 

5th Gun - Thic operntion consists of reduca the outoide’dirmet.er from E.LW’ 
-Is 1.7901T and reducing the mLL thicknerjs from ..%I” ,to .060” ;<z,Lvtng ,e new cup 
approximntcly 5.75” long. Dir\nater of the 63,e’1.793*. i&meter of the punch 
1.670”. Reduction In diamcter i.~ 16%. 



?cmlm3 must be set up per?ect!Ly str~tght .nnd rt'.ri& $ii~1-??:3 to the bci p;clte 
of the press end must bo.psrfect,ly centcrcd with rwp&t to the di.aa. 

;;:..>:; :?;a:;t 'C$ kept very sh;lip znd very c:Ltzon. Sharpness Is necessary in crdar 
(;o F;,k,yip t,l:, c was ?ro~~ the punches, while Lt is necesacry to !ceep them 
clesn to pi'ce5t aiurtinum Chips from piling up on the drrrxing lsnd. 

cqps md c,.=s ,yyZj't. he kept very clean cc they nre'fedinto the cupping xxi 
drmdng opcr2tiono. 'I?&~ is necessary to keep die 1c:xH.n~ at a mininiauz., 
md to ms~~tc,.i.n the: finish of tho can. If fncF'itiea are ztiilsblc, Lt 
la racommendcd t!x+, mctorinl be srsshed preceding ench operation. 

Plenty of lubricntins oL1 must be provided for.ewh operntion, pnrticul'sly 
the draning cparzticna. +brioant should be WE #lO oil mixed .nith 25% ', 
to 53%~ lrlrd oil, or on cnI~ping operations,. straight 1~~4 oil maybe used. 

0;: the fincl re-+rrr:f~ the p:~nch,_sbc$d be cooled,~i~~~ih~~ and .& .mg~~?t, .._~_- __, 
._. .i'~,::.l-~;ed pi; 3 iii._-l I. i'airly wnsimt tmpsakre inorder to.contrcl the 
dixa?ter 2nd acX thickmss of the mns. 

: . ..-- --- ___----- 
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It is generdly ncc?siq~ to fit +ae fade di* to ‘,;h~~. f ~~1 punch”.undQr’ :,ct.~l’:‘:I’~:‘::~:- -~~~~~,~~ 
opyet;iil’g cc&..it,ions to obtain tha corrdct six+ ‘bf ‘d$etcr >tid nsll. 

1 ,,,I, :. .x \v: 
: ;,. ;. 

thickness. .‘. -.. :,i .,i : ‘.~‘~.,:.(;;:r.,l, :.i ,.,. ;:.s;:: 
Punch D&iaq 

:~ :::.z, .$j.,:L: ;~; ‘.~ 
. 

The punches should be mede of good @xLitg tool, steel shLl2r t,n ~sst.03 &%?ntor , .,.. 
and should be bardencd to RocIrnoll 58-61 C .on the r;orki.qend, but sh.ouLd be. drap. ,:;:Y;$$ 
to a Tlmkw~ll.43-45 C.on t,!w~hank. ‘?&,&ink ‘s&u&dj.tie ~~ti:ticd., &x&ntric to. .;, :’ .::,;:: 
the outside dltieter of t& pnncb ti3.c.h uhwdld be .pz?ovidea with II .tnper of .:YJl” .‘.’ 
per foot of ‘length in order ‘t.~~fu~Flitate titrippti~. ~1.Loo’an :ri.r reLCef 1101~ ~hozld 
bo drilled cqmpletely through the:center lint of the;pur,ch fin o@cr to provide 
rallof for &krlppine. A radius .mtxst be provided on the ~drzrfjng end bf the punch 
to facilltcite .the flow of ‘the metal on both cuppiq .%d ~i$ving o@rjztionc. ‘We ‘, 
Lo very impo&nt mm(! the radius must blends perfect~~~+j.tll. both the side -zxd bottom 
of the p’unch..to’ zvoid doforming the end ~of tho~‘c.y.,du$rq &r?ying. In gene%L, the 
minimu length of the punch will bc tic Lcugth~bf’ ~ey.tiu$,,~6~, ,C?X ,fonod, plus, % ” 
for die clarmce. Iiawever, It is nelL to provide ~i~lqal’le@h :md tl$te is 
best conputt+ 9 fitting the punch len.gth to ttie p&o+ ‘v&re’:it Cti to be used. 

., .,,.,,” (.’ 
Pie Dcsb .: ,j (,., ‘, 

..,. , 

Two hypes of,dies are used: ,, i.,i::. i,:, ,.. . 

A. &J u3iae.,‘&. t&&ng dies hr,ve tv@ soctitin8. .::tii,top,&ction is U&e to fit 
theooup from:.& preview oper&oh’~or ce.nt&n&~:$&$os~,~~. $h6 bot&om 
secti.& ,is,‘for ,t,he cupping operutidd itself ,nnd. isj::joined~,‘$o ,the toi, &ction . . 

;r?$th o.ridiu6 $6 facilitate the flot,of y&al Md: it is VT+ importit also, 
both’$ections of t@ die. lhe 
very &a~ 6dg? to &Sip: the cup ’ ” 

~...,Wi. 

Cuppiq dies are:held rfgidly .in poe$tion--;I_ 

,:. 
ta.,tho bottom. ‘-b 

the fdo w?LL 
mu& be CLEO gro.md on 

the bottw&edge to.;jrovlde stripping edges.:but are xl low%2 to “flo:%t” +xrini: 
.:i ; the dratiing ,proceos. In general, externals dincn~:l.or+ of, th?, .@01:; auurt ho 

dbni$ed$b’;fit thti.‘r<ticuGr. press y;hTra .thSyl~rc .to, bo wed. ,...,, z,:::. :. ,::i, ., ., (., 

If the.~~~~~~~~~ointo::ar~~k~~. “~, mind ,aL&g ‘nith thd. proio:;ed :p~ocecs, 70 fed th.-.!; 
onti*eYy .,,@ isf+torJ : Can s  cpp be ,m?zxSwLurcd on” a .pr&ctLon ,)E.s+:., 

,: 

:: .“I ,“‘. ,:~. :;~z:‘:;;,~:;‘-:,: .:,.,,~.:I .:. ; . . ,’ ~~~~:‘,:z:~: ..“. ,. ,,,~:, ..,,; : ,,j : i . . . . :, ,:,;, ;;‘I:: ,- ,..,.. /,F, y, ;;;$y .~;,~ ; : yj..~ ..: ~‘,fy: ~, ~ : :., i.,‘,‘/,. ,: ,. I ,,., ,. !.‘~ ., :,: ,,:,+‘; /, >( ;-- T’~ .:_ 
‘.‘....., ,,‘F : ,’ : ,. .. ,-.;...)i ,.., i,,.:..: ;.. ,. ~.:- ~~.. _~.. ,.,...’ .__I...& .- ._ ._L. .-.:.:-:.L ~._.~ ,,- ..__. ‘L ,,_ _...._ __ .._.___.. _ 



The attached tabulation of active AEC contracts OFT $l,rXO,CCO bae been 
sewed 88 Bresult 0freewingrequest.s fori&lmatlmonourlarger 
contracts. It cons3.sts Of Fart I - Pane contracts anl Part II - sub- 
contracts, and lists the contracts alphabetically by Operations Office 
to shw; (1) type of work being prformed by the contractor; (2) contract 
n&r; (3).acmm&&d dollar obligation; (4) tyFe of contract, i.e., 
c0E.t typa 01 fixed vice; and, (5) the estimated completion d&e. 



o* Bid‘9 
(Cont'd) 

s.%ata Fe 

Hss(con..) &IO-l)-1652 $ 3,836.@9 

Other serv. Ii-a-094 Rig 41 1.586.198 

WSE(Cans.) AT(b-l)-1545 7.191,257 
I q Awe-q-1525 11.569.5s5 

B&D Ask!-l)-Gsn 242 2,106,114 

HSE(Cons.) nr(bl)-1369 

Bsnta d “tils.6 Oper. 1C7405-Eng 26 

A-E mbl)-lJq 

MSE( Cone.) AT(k-l)-1514 

I II nr(40-lb1536 

R&D b Cprstiq w-7405~Fag 46 

RkD AT(ll-1)&S 

* Awl-l)-74 

RAD &ml-l)-oen 8 

I Aao4-31-49 

Bbn dT(ll-l)-143 

other serv. dT(29-2)-1352 

wsqother) ST 54-689 

OWIOIY llss ohm 

5.237.700 

1.190,651.129 

3.3sa.959 

3.263.117 

&550,376 

146.5ob.488 

2.495.000 

43.706.99s 

12,S46,646 

3.4%000 

3.126.429 

12.284.839 

~.75o.ooo 

6/30/56 

12/31/54j' 

4/390/55 
!, : 

i 
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. 
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. . . . 1’. 

.I 

A!T-ll-l-Osn 14 14-301 

~~(45s1)-638 m-5234-1 

Aq45-l)-664 BKC-410&1560 

II F-3 

aT(45-l)-632 K&5234-12 

&!(45-l)-636 x1-5234-6 

~~(45-1)-687 J-I 

m(30-11-1060 AEC WC-75 

r7405-mg 26 wkx-75702 

AT(IW)-2 762-3709 

~(4sl)-14~ HSC-2051 

.4~(151)-2 7623161 

OFFICIAL USE OELY 

L 7.936.179 m 

5.069,711 a 

1.147.929 FP 

2, bsg,ooo CT 

1,129,s43 FF 

L903.079 q 

3,45o,ooo CT 

3.399.173 n 

1.352.900 FP 

3.156.610 ” 

4.337.527 q 

1.452.259 n 

4130155 

OPn 

10/l/54 

12/31/54 

10/l/54 

S/l/54 

611155 

6130155 

10/1154 

1011154 


