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METHOD AND APPARATUS FOR MAKING
VARIEGATED, CATHEDRAL, ANTIQUE OR
FLASHED GLASS IN A CONTINUOUS SHEET

DESCRIPTION

1. Technical Field

This invention relates to a method and apparatus for
making variegated, cathedral, antique or flashed glass in
continuous sheet form.

2. Background of the Invention

Ornamental glasses are used in window panes, lamp
shades or for other purposes to create an aesthetic ap-
pearance. The term “variegated glass” refers to orna-
mental glass made by incompletely mixing two or more
difficult colored glass components while they are in the
molten state. The term “cathedral glass” refers to orna-
mental transparent glass of a single color. The term
“antique glass” refers to ornamental glass containing
random striations running generally at random angles to
the length dimension of the glass. The term “flashed
glass” refers to ornamental glass which is generally
semi-transparent or opaque containing randomly
formed glass of one color on one side and another color
on the opposite side.

Reference is made to U.S. Pat. No. 4,133,666, which
discloses a method and apparatus for making variegated
glass in a continuous sheet.

DISCLOSURE OF THE INVENTION

A principal object of this invention is to provide a
method and apparatus for manufacturing ornamental
glass such as variegated, cathedral, antique or flashed
glass in continuous sheet form.

This and other objects are carried out by heating first
and second quantities of glasses to a molten state, sepa-
rately introducing each of the glass quantities into. a
vessel which allows the two to contact each other along
an interface line to form a laminated mixture, feeding
the laminated molten fixture into the feed side of a pair
of counterrotating forming rolls which press the molten
glass mixture into a continuous plastic elongated sheet,
stretching the plastic continuous elongated sheet in the
machine direction, i.e., the direction of travel of the
feed rolls while simultaneously stretching the plastic
continuous elongated sheet in a direction transverse to
the machine direction, and annealing the stretched glass
sheet. If desired, the glass may be subjected to a second
bilateral stretch. A similar procedure is used with glass
of a single color.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1is a schematic view of an apparatus for form-
ing variegated, cathedral, antique or flashed glass and
subjecting it to two separate bilateral stretching opera-
tions, with the second bilateral stretch occurring with
the sheet being drawn horizontally;

FIG. 1A is an enlarged schematic sectional view of
the forming rollers of the apparatus of FIG. 1 arranged
for forming variegated glass;

FIG. 2 is a front view of a vertically oriented appara-
tus for forming variegated, cathedral, antique or flashed
glass and subjecting the formed glass sheet to two sepa-
rate bilateral stretching operations, with the second
bilateral stretch occurring with the sheet being drawn
vertically;

FIG. 3 is a side view of the apparatus of FIG. 2;
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FIG. 4 is a top view of a horizontally oriented appa-
ratus for forming variegated, cathedral, or antique glass
and subjecting the formed glass sheet to two separate
bilateral stretching operations, with both bilateral
stretches occurring with the sheet being drawn horizon-
tally; and

FIG. 5 is a side view of the apparatus of FIG. 4.

BEST MODE FOR CARRYING OUT THE
INVENTION

FIGS. 1-3 illustrate an apparatus 10 which may be
used for making variegated, cathedral, antique or
flashed glass in a continuous manner. FIGS. 4-5 illus-
trate an apparatus 10 which may be used for making
variegated, cathedral and antique glass in a continuous
manner. As shown in FIG. 1, raw glass material heated
to the molten state by furnaces (not shown) is received
in respective channels 14 and 16 made of refractory
material and covered by a structure (not shown) to
maintain the elevated temperature of the glass as it
flows from the furnaces into the channels and to the
forming operation. Additional heat may be introduced
into the covered structure if needed. The juncture of the
discharge ends of the channels 14 and 16 define a vessel
21. Alternatively, the molten glass may be hand ladled
directly into a pot forming the vessel 21 as shown in
FIGS. 2 and 3.

Adjacent to the vessel 21 is a pair of counterrotating,
water cooled forming rollers 18z and 185 which define
a gap therebetween into which two sheets of plastic
glass are fed and pressed into a ribbon or continuous
sheet 19. The channels 14 and 16 deliver glass to vessel
21, or the glass is hand ladeled into the vessel. The
vessel 21 may include a separtor 20 such as shown in
FIG. 3, which helps to minimize mixing of the molten
glass until in close proximity with the rollers 18z and
185 and to direct the plastic glass into the gap of the
forming rollers.

As the continuous sheet of glass 19 emerges from the
downstream side of the rollers, it is still soft and pliable,
and is drawn substantially vertically up to and over a
roller 22 in the embodiments of FIGS. 1-3. While in this
state, the glass sheet is subjected to a bilateral stretching
operation to improve the surface finish of the glass. The -
continuous sheet of glass 19 is subjected to stretching in
the machine direction, i.e., the direction of travel of the
forming rollers and of the plastic glass sheet by the
roller 22, whose rotational speed is greater than that of
the forming rollers 182 and 185 by an amount equal to
a desired percentage. Alongside the lateral edges of the
continuous sheet are a series of pairs of diverging driven
pinch rollers 24a and 245 which pinch the plastic glass
sheet between them and stretch the glass sheet in a
direction transverse to the machine direction by a de-
sired percentage. The pinch rollers 24a and 24b also
provide an amount of longitudinal pull on the sheet 19
to further assist in the stretching in the machine direc-
tion. The plastic glass sheet 19 then enters an annealing
furnace 34 which also contains numerous rollers which
longitudinally pull on the sheet.

With this arrangement, an improved quality glass
sheet is produced, since both surfaces of the glass sheet
are exposed to air during the forming operation and
thus have equal quality. This is to be compared to con-
ventional glass manufacture using a pair of forming
rollers, where the molten glass formed into the one
surface of the glass sheet passes over a refractory mate-
rial, such as a lip block, while the molten glass formed
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into the other surface is exposed to air, thus producing
unequal surface quality.

Using the present invention, after being subjected to
the initial bilateral stretch, the glass sheet 19 down-
stream from the stretching roller 22 may be subjected to
a second bilateral stretch before being annealed. The
second bilateral stretch is performed in the same manner
as the first. The glass sheet 19 may be stretched in the
machine direction using a second stretching roller (not
shown) or using the rollers in the annealing furnace 34,
with the additional amount of stretch depending on the
speed of rotation of the second stretching roller relative
to the speed of rotation of the first stretching roller 22.
The continuous glass sheet 19 may be stretched trans-
verse to its direction of movement by a second series of
pairs of diverging driven pinch rollers 30z and 305, with
the additional amount of stretching in the transverse
direction depending upon the amount of divergence of
the second set of pinch rollers relative to the first set of
pinch rollers 24a and 24b.

The second bilateral stretch may occur with the glass
sheet 19 being drawn substantially horizontally after
passing over the roller 22, as shown in FIG. 1, or with
the glass sheet being drawn substantially vertically, as
shown in FIGS. 2 and 3. Alternatively, the apparatus 10
may have the fully horizontal configuration shown in
FIGS. 4 and 5, particularly when the apparatus is used
to manufacture variegated, cathedral or antique glass.
With the arrangement of FIGS. 4 and 5, the benefit of
equal surface quantlity discussed above is lost, since the
molten glass toward the lower forming roller 18a in
FIG. 4 passes over a lip block 36 made of refractory
material.

If it is desired to make striations in antique glass or
flashed glass, a rake 26 is mounted on a shaft 28. The
shaft 28 is positioned adjacent to the roller 22 and has a
motion which is transverse to the direction of move-
ment of the glass sheet 19. The rake 26 is moved trans-
versely across the glass sheet 19 in a random manner to
create an antiqued or striated appearance. The rake may
be located just before the stretching roller 22 or right at
the stretching roller and may be mounted either above
or below the roller. The rake 26 is shown in FIGS. 2
and 3 for the embodiment of the apparatus 10, having
the glass sheet 19 drawn vertically for the second bilat-
eral stretch, and in FIG. 5 for the embodiment, having
the glass sheet 19 drawn horizontally for both bilateral
stretches.

Referring to FIGS. 1 and 1A, when used to manufac-
ture variegated glass, glass having color A is introduced
into one side of the channel 14 and glass having color B
into the other channel 16. The two differently colored
molten glass mixtures meet along an interface line di-
rectly beneath the gap of the forming rollers 182 and
18b. For the manufacture of variegated glass, the sepa-
rator 20 is not used. Variegations in the glass mixture
are formed by using a stirring device 27 which moves
transverse to the direction of rotation of the forming
rollers and across the width of the forming rollers to stir
the mixture of molten glass across its width to produce
a serpentine-shaped distribution of the differently col-
ored molten glass components which initially contact
each other along the interface. The stirring device may
be a steel rod having a portion which extends into the
glass mixture, a paddle or other suitable device. Stirring
may also be accomplished manually or by the use of any
number of available devices which operate in a recipro-
cal manner across the width of the forming rollers.
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As previously described, once the glass mixture is
formed and extended through the forming rollers 184
and 185, the resulting plastic glass sheet is subjected to
stretching in both the machine and transverse directions
by the stretching roller 22 and the series of pairs of
pinch rollers 24a and 24b. Likewise, the glass sheet 19
may be subjected to a second bilateral stretching opera-
tion using the second series of pairs of pinch rollers 30a
and 306 before the plastic sheet is annealed in the an-
nealing furnace 34.

When used to manufacture flashed glass, two colors
of glass are also used, one forming each side of the
resulting glass sheet 19; however, the glass forming one
side of the glass sheet may be semi-transparent or clear.
When used to manufacture cathedral glass, a single
color glass is used.

In the apparatus 10 illustrated in FIGS. 1-5, the
stretching operations are carried out under a suitable
cover whose interior is heated to maintain the glass
sheet in the plastic state.

Ornamental glass produced by the method and appa-
ratus described is aesthetically pleasing. The various
types of glasses which can be formed using the appara-
tus of this invention vary widely in terms of their ap-
pearance and usefulness.

I claim:

1. A method of making flashed glass in continuous
sheet form, comprising:

heating a first quantity glass with one color and a

second quantity of glass with another color to the
molten state;
separately introducing each of the differently colored
molten glass into a vessel adjacent to a pair of
counterrotating forming rollers such that the dif-
ferently colored molten glass contact each other
along an interface to form a laminated molten glass
mixture having two different colored layers;

feeding the laminated molten glass mixture into the
feed side of the pair of forming rollers which press
the layers of the laminated molten glass mixture
together into a continuous laminated plastic elon-
gated sheet;
stretching the continuous laminated plastic elongated
sheet in the machine direction, i.e., the direction of
sheet travel produced by the forming rollers;

simultaneously with the stretching in the machine
direction stretching the continuous laminated plas-
tic elongated sheet in a direction transverse to the
machine direction; and

annealing the stretched laminated plastic glass sheet.

2. The method of claim 1, including subjecting the
stretched, continuous plastic elongated sheet to a sec-
ond stretching operation in both the machine and trans-
verse directions prior to annealing the glass sheet.

3. The method of claim 1 wherein stretching of the
plastic sheet in the machine direction is carried out by
feeding the plastic sheet over a roller whose speed of
rotation is greater than the rotational speed of the form-
ing rollers.

4. The method of claim 1 wherein stretching of the
plastic sheet in a transverse direction is carried out by
grasping the lateral edges of the continuous plastic sheet
with a series of pairs of laterally spaced-apart pinch
rollers, each pair being spaced a greater distance apart
than the preceding pair and angled so as to continuously
stretch the plastic sheet laterally.

S. The method of claim 1 wherein the forming rollers
are positioned above the vessel and the laminated mol-
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ten glass mixture is fed substantially vertically to the
forming rollers to substantially equally expose the two
layers of glass of the molten glass mixture to air prior to
reaching the rollers.

6. A method of making variegated glass in continou-
ous sheet form, comprising:

heating a first quantity of glass with one color and a

second quantity of glass with another color to the
molten state;

separately introducing each of the differently colored

glass into a vessel such that the two differently
colored molten glass contact each other along an
interface;
stirring the molten glass mixture at the interface to
break up and disperse the colors of the two differ-
ently colored molten glass in each other to form a
multicolored molten glass mixture having a gener-
ally serpentine configuration of one color within
the other;
feeding the multicolored molten glass mixture with
the generally serpentine color configuration into
the feed side of a pair of forming rollers which
press the molten glass mixture into a multicolored
continuous plastic elongated sheet;
stretching the continuous plastic elongated sheet in
the machine direction, i.e., the direction of sheet
travel produced by the forming rollers;

simultaneously with the stretching in the machine
direction stretching the continuous plastic elon-
gated sheet in a direction tranverse to the machine
direction; and

annealing the stretched multicolored plastic glass

sheet. .
7. The method of claim 6, including subjecting the
stretched, continuous plastic elongated sheet to a sec-
ond simultaneous stretching operation in both the ma-
chine and transverse directions prior to annealing the
plastic sheet.
8. The method of claim 6 wherein stretching of the
plastic sheet in the machine direction is carried out by
feeding the plastic sheet over a roller whose speed of
rotation is greater than the rotational speed of the form-
ing rollers.
9. The method of claim 6 wherein stretching of the
plastic sheet in a tranverse direction is carried out by
grasping the lateral edges of the continuous plastic sheet
with a series of pairs of laterally spaced-apart and out-
wardly angled pinch rollers, each pair being spaced a
greater distance apart than the preceding pair so as to
continuously stretch the plastic sheet laterally.
10. The method of claim 6 wherein the forming rol-
lers are positioned above the vessel and the multicol-
ored molten glass mixture with a generally serpentine
color configuration is fed substantially vertically to the
forming rollers to substantially equally expose both
surfaces of the multicolor molten glass mixture to air
prior to reaching the forming rollers.
11. A method of making antique glass or the like in
continouous sheet form, comprising:
heating a quantity of glass to the molten state;
introducing the molten glass into a vessel adjacent to
a pair of counterrotating forming rollers;

feeding the molten glass into the feed side of the
forming rollers which press the molten glass into a
continuous plastic elongated sheet;

stretching the continouos plastic elongated sheet in

the machine direction, i.e., the direction of sheet
travel produced by the forming rollers;
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simultaneously with the stretching in the machine
direction stretching the continuous plastic elon-
gated sheet in a direction transverse to the machine
direction;
striating the surface of the stretched continuous plas-
tic elongated sheet transversely across its width to
create an antique-looking glass appearance; and

annealing the stretched antique-looking plastic glass
sheet.
12. The method of claim 11, including subjecting the
stretched, continuous plastic elongated sheet to a sec-
ond simultaneous stretching operation in both the ma-
chine and transverse directions prior to annealing the
plastic sheet.
13. The method of claim 11 wherein stretching of the
plastic sheet in the machine direction is carried out by
forming the plastic sheet over a roller whose speed of
rotation is greater than the rotational speed of the form-
ing rollers.
14. The method of claim 11 wherein stretching of the
plastic sheet in the tranverse direction is carried out by
grasping the lateral edges of the continuous plastic sheet
with a series of pair of laterally spaced-apart and out-
wardly angled pinch rollers, each pair being spaced a
greater distance apart from the preceding pair so as to
contimuously stretch the plastic sheet laterally.
15. The method of claim 11 wherein the forming
rollers are positioned above the vessel and the molten
glass is fed substantially vertically to the forming rollers
to substantially equally expose both surfaces of the mol-
ten glass to air prior to reaching the forming rollers.
16. A method of making cathedral glass or the like in
continuous sheet form, comprising:
heating a quantity of glass to the molten state;
introducing the molten glass into a vessel adjacent to
a pair of counterrotating forming rollers;

feeding the molten glass into the feed side of the
forming rollers which press the molten glass into a
continuous plastic elongated sheet;
stretching the continuous plastic elongated sheet in
the machine direction, i.e., the direction of sheet
travel produced by the forming rollers;

simultaneously with the stretching in the machine
direction stretching the continuous plastic elon-
gated sheet in a direction transverse to the machine
direction; and

annealing the stretched plastic glass sheet.

17. The method of claim 16, including subjecting the
stretched, continuous plastic elongated sheet to a sec-
ond simultaneous stretching operation in both the ma-
chine and transverse directions prior to annealing the
plastic sheet.

18. The method of claim 16 wherein stretching of the
plastic sheet in the machine direction is carried out by
forming the plastic sheet over a roller whose speed of
rotation is greater than the rotational speed of the form-
ing rollers.

19. The method of claim 16 wherein stretching of the
plastic sheet in the transverse direction is carried out by
grasping the lateral edges of the continuous plastic sheet
with a series of pairs of laterally spaced-apart and out-
wardly angled pinch rollers, each pair being spaced a
greater distance apart than the preceding pair so as to
continuously stretch the plastic sheet laterally.

20. The method of claim 16 wherein the forming
rollers are positioned above the vessel and the molten
glass is fed substantially vertically to the forming rollers
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to substantially equally expose both surfaces of the mol-
ten glass to air prior to reaching the forming rollers.

21. An apparatus for making flashed glass in continu-
ous sheet form, comprising:

heating means for heating first and second quantities
of differently colored glass to the molten state;

means for separately introducing each of the differ-
ently colored molten glass into a vessel, the vessel
providing an interface portion in which the differ-
ently colored molten glass can contact each other
to form a laminated molten glass mixture having
two differently colored layers;

a pair of counterrotating forming rollers positioned
adjacent to the vessel for feeding the laminated
molten glass mixture into the feed side of the form-
ing rollers, the forming rollers pressing the layers
of the laminated molten glass mixture together into
a continuous laminated plastic elongated sheet;

stretching means for stretching the continuous lami-
nated plastic elongated sheet in the machine direc-
tion, i.e., the direction of sheet travel produced by
the forming rolls, and for simultaneously with the
stretching in the machine direction stretching the
continuous laminated plastic elongated sheet in a
direction transverse to the machine direction; and

annealing means for annealing the stretched lami-
nated plastic glass sheet.

22. The apparatus of claim 21, further including an-
other stretching means for stretching the continuous
laminated plastic elongated sheet in a second stretching
operation simultaneously in both the machine and trans-
verse directions prior to annealing the glass sheet.

23. The apparatus of claim 21 wherein the means for
stretching the plastic sheet in the machine direction
includes a roller over which the plastic sheet is fed, the
roller having a speed of rotation greater than the rota-
tional speed of the forming rollers.

24. The apparatus of claim 21 wherein the means for
stretching the plastic sheet in a transverse direction
includes a series of pairs of laterally spaced-apart and
outwardly angled pinch rollers for grasping the lateral
edges of the continuous plastic glass sheet, each pair
being spaced a greater distance apart than the preceding
pair and angled so as to continuously stretch the sheet
of glass laterally.

25. The apparatus of claim 21 wherein the pair of
forming rollers is positioned above the vessel to feed the
laminated molten glass mixture substantially vertically
thereto to substantially equally expose the two layers of
glass of the molten glass mixture to air prior to reaching
the forming rollers.

26. The apparatus of claim 21, further including
means positioned in the vessel and adjacent to the form-
ing rollers for maintaining separation of the differently
colored glass except in the interface portion of the ves-
sel, the interface portion being toward the forming
rollers and the portion of the vessel from which the
laminated molten glass mixture is withdrawn for feed-
ing to the forming rollers, the means for separately
introducing the molten glass introducing one of the
differently colored molten glass to each side of the
separation means.

27. An apparatus for making variegated glass in con-
tinuous sheet form, comprising:

heating means for heating first and second quantities
of differently colored glass to the molten state;

means for introducing each of the differently colored
glass into a vessel, the vessel providing an interface
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portion along which the differently colored molten
glass can contact each other;

stirring means for stirring the molten glass mixture in
the interface portion to break up and disperse the
colors of the two differently colored molten glass
in each other to form a multicolored molten glass
mixture having a generally serpentine configura-
tion of one color within the other;

a pair of counterrotating forming rollers positioned
adjacent to the vessel for feeding the multicolored
molten glass mixture with the generally serpentine
color configuration into the feed side of the form-
ing rollers, the forming rollers pressing the molten
glass mixture into a multicolored continuous plastic
elongated sheet;

stretching means for stretching the continuous plastic
elongated sheet in the machine direction, i.e., the
direction of sheet travel produced by the forming
rollers, and for simultaneously with the stretching
in the machine direction stretching the continuous
plastic elongated sheet in a direction transverse to
the machine direction; and

annealing means for annealing the stretched multicol-
ored plastic glass sheet.

28. The apparatus of claim 27, further including an-
other stretching means for stretching the continuous
plastic elongated sheet in a second stretching operation
simultaneouly in both the machine and transverse direc-
tions prior to annealing the glass sheet.

29. The apparatus of claim 27 wherein the means for
stretching the plastic sheet in the machine direction
includes a roller over which the plastic sheet is fed, the
roller having a speed of rotation greater than the rota-
tional speed of the forming rollers.

30. The apparatus of claim 27 wherein the means for
stretching the plastic sheet in a transverse direction
includes a series of pairs of laterally spaced-apart and
outwardly angled pinch rollers for grasping the lateral
edges of the continuous plastic glass sheet, each pair
being spaced a greater distance apart than the preceding
pair so as to continuously stretch the sheet of glass
laterally.

31. The apparatus of claim 27 wherein the pair of
forming rollers is positioned above the vessel to feed the
multicolored molten glass mixture substantially verti-
cally thereto to substantially equally expose the two
surfaces of the mulicolored molten glass mixture to air
prior to reaching the forming rollers.

32. An apparatus for making antique glass or the like
in continuous sheet form, comprising:

heating means for heating a quantity of glass to the
molten state;

means for introducing the molten glass into a vessel
adjacent;

a pair of counterrotating forming rollers positioned
adjacent to the vessel for feeding the molten glass
into the feed side of the forming rollers, the form-
ing rollers pressing the molten glass into a continu-
ous plastic elongated sheet;

stretching means for stretching the continuous plastic
elongated plastic sheet in the machine direction,
i.e,, the direction of sheet travel produced by the
forming rollers, and for simultaneously with the
stretching in the machine direction stretching the
continuous plastic elongated sheet in a direction
transverse to the machine direction;

raking means for striating the surface of the continu-
ous plastic elongated sheet transversely across its
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width to create an antique-looking glass appear-
ance; and

annealing means for annealing the antique-looking

plastic glass sheet.

33. The apparatus of claim 32, further including an-
other stretching means for stretching the continuous
plastic elongated sheet in a second stretching operation
simultaneously in both the machine and transverse di-
rections prior to annealing the glass sheet.

34. The apparatus of claim 32 wherein the means for
stretching the plastic sheet in the machine direction
includes a roller over which the plastic sheet is fed, the
rolier having a speed of rotation greater than the rota-
tional speed of the forming rollers.

35. The apparatus of claim 32 wherein the means for
stretching the plastic sheet in the transverse direction
includes a series of pairs of laterally spaced-apart and
outwardly angled pinch rollers for grasping the lateral
edges of the continnous plastic glass sheet, each pair
being spaced a greater distance apart than the preceding
pair so as to continuously stretch the plastic sheet later-
ally.

36. The apparatus of claim 32 wherein the pair of
forming rollers is positioned above the vessel to feed the
molten glass mixture substantially vertically thereto to
substantially equally expose both surfaces of the molten
glass to air prior to reaching the forming rollers.

37. An apparatus for making cathedral glass or the
like in continuous sheet form, comprising:

heating means for heating a quantity of glass to the

molten state;

means for introducing the molten glass into a vessel;

a pair of counterrotating forming rollers positioned

adjacent to the vessel for feeding the molten glass
into the feed side of the forming rollers, the form-
.ing rollers pressing the molten glass into a continu-
ous plastic elongated sheet;

stretching means for stretching the continuous plastic

elongated sheet in the machine direction, i.e., the
direction of sheet travel produced by the forming
rollers, and for simultaneously with the stretching
in the machine direction stretching the continuous
plastic elongated sheet in a direction transverse to
the machine direction; and

annealing means for annealing the plastic glass sheet.

38. The apparatus of claim 37, further including an-
other stretching means for stretching the continuous
plastic elongated sheet in a second stretching operation
simultaneously in both the machine and transverse di-
rection prior to annealing the glass sheet.

39. The apparatus of claim 37 wherein the means for
stretching the plastic sheet in the machine direction
includes a roller over which the plastic sheet is fed, the
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10
roller having a speed of rotation greater than the rota-
tional speed of the forming rollers.

40. The apparatus of claim 37 wherein the means for
stretching the plastic sheet in the transverse direction
includes a series of pairs of laterally spaced-apart and
outwardly angled pinch rollers for grasping the lateral
edges of the continuous plastic sheet, each pair being
spaced a greater distance apart than the preceding pair
$0 as to continuously stretch the plastic sheet laterally.

41. The apparatus of claim 37 wherein the pair of
forming rollers is positioned above the vessel to feed the
molten glass substantially vertically thereto to substan-
tially equally expose both surfaces of molten glass to air
prior to reaching the forming rollers.

42. An apparatus for making ornamental glass in con-
tinuous sheet form, comprising:

heating means for heating a quantity of glass to the
molten state;

a vessel for receiving the molten glass;

a pair of counterrotating forming rollers positioned
above and adjacent to the vessel for feeding the
molten glass substantially vertically to the feed side
of the forming rollers to substantially equally ex-
pose both surfaces of the molten glass to air prior to
reaching the forming rollers, the forming rollers
pressing the molten glass into a continouous plastic
elongated sheet;

stretching means for stretching the continuous plastic
elongated sheet in the machine direction, i.e., the
direction sheet travel produced by the forming
rollers, and for simultaneously with the stretching
in the machine direction stretching the continuous
plastic elongated sheet in a direction transverse to
the machine direction; and

annealing means for annealing the plastic glass sheet.

43. The apparatus of claim 42, further including an-
other stretching means for stretching the continuous
plastic elongated sheet in a second stretching operation
simultaneously in both the machine and transverse di-
rections prior to annealing the glass sheet.

44. The apparatus of claim 42 wherein the means for
stretching the plastic sheet in the machine direction
includes a roller over which the plastic sheet is fed, the
roller having a speed of rotation greater than the rota-
tional speed of the forming rollers.

45. The apparatus of claim 42 wherein the means for
stretching the plastic sheet in the transverse direction
includes a series of pairs of laterally spaced-apart and
outwardly angled pinched rollers for grasping the lat-
eral edges of the continuous plastic glass sheet, each
pair being spaced a greater distance apart than the pre-
ceding pair so as to continuously stretch the plastic

sheet laterally.
* * * * *

EX1010
Page 9 of 19



morningtrans.com

'MORNINGSIDE

A Questel Company

TRANSLATION CERTIFICATION

Date: May 19, 2025

To whom it may concern:

I, Atsuko lemoto, a translator fluent in the English and Japanese languages, on behalf of
Morningside, do solemnly and sincerely declare that the following is, to the best of my
knowledge and belief, a true and correct translation of the document(s) listed below in a form
that best reflects the intention and meaning of the original text.

The document is designated as:

e US4612030

Ak Temoto

Signature

Atsuko lemoto

Print

QUESTEL CONFIDENTIAL

4001 S 700 East, Suite oo #B17
Salt Lake City, UT 84107 EX1010
Page 10 of 19



KERFFF19]

Smids

£ 4,612,030
_]le_L

1986 & 9 A
16 H

[11] %% 5

[45] HFRFFEATH:

[54] ke — MIROBEAYD . BT RI VT 7T 4
— V7 FIE T Iy a T AR ET S
R O

[76] & OFLRE-ZAIv X TAUD

AEE U oM —%—

2 > NE 29210 2nd Pl. H{HHK = :

98014

[21] HiFEZE 7 55 743,686 &

[22] HiFEH 198546 A 11 B

[51] EFERFFF S 4 il CO3B 15/04; CO3B 15/10

[52] KERFFF/3 ¥ .. 65/91; 65/96; 65/101; 65/121;

65/199
[58] FAAE > EF  65/91, 96, 101, 121, 65/198, 199, 253,
255,193
[56] 5| 3Tk
K ERFRFSCHR

=
\;\}\

//’§

ROONDRRMINRN

2,263,493 1941 4 11 H Habert 65/193
3,218,143 1965 4F 11 H Lajarte 65/121
3,419,374 1968 4E 12 H Offenbacher fil 65/91 X
4,133,666 1979 4% 1 A Rhodes

SN ERFEF TR

674223 1952 4 6 H JE[H 65/121

FIEFEEE - Arthur Kellogg
FELL - fAEEA - Seed and Berry
[57] 249

Hef AT T A 2 WIES D HIEKROEEENRR S
%o WG Y — MIIE SIVICEET 7 XRE
Wi, BESE S 4L % AT BB F 72 13 E D DU T AE
s S,

FeRrRAsR OB 45 T, X 6 X

EX1010
Page 11 of 19



KERFF 19864£ 9 H 16 A X2 /3 % 4,612,030 5

KX

EX1010
Page 12 of 19



KEFFFF

1986 ££ 9 H

X 2

16 H

24b

_—— e m

= =T==

\

- —
BRRRNONR

X3 /3

% 4,612,030 &

X 3

EX1010
Page 13 of 19



X &4 /3

% 4,612,030 &

EX1010
Page 14 of 19



[3%83 D4 #R]

S — MROBEAD, AT RFN, ToT4—0 %7k
X757 vy aligReRET B HERCEE
B

1. €57 ipansa|

AFEWHIL, Ets— MROBEAY, AT RIL, T
VT AT ERIIT Ty a T AR RET S HERD
FEEICET 5,

2. (&R HIR]

BT T AL, BT A, 7 =— REDOM
ORBIHER S, ERSMRE AT 5, TBEAY T R
LI 2T LR D EEET DI T ARGy B RS
TARERIEAS L CHESh 2 EMAT 7 A &2Ed, 4
T RINATT A L%, B—taOEWRIEMA YT 7 X %45
T, [T T4 =7 TR &id, I AOEFHFMITXE
U C— NSRRI AECED T VX AR GRERT
LM T T AT, (77 vvalTA) Lid, &
AN B E 72 IIREBI T, —FHFOmIZ—2DBO T T A
MNT 2 H NIIRR S I, RO EIZ B O DT T A%
FTHIEMAN T AT,

K ERETF 4,133,666 5% 2RI T2 BRI
Hif5i s — MIROBEAY T R 2HlET 5 kL ONEE Z
BIRL T3,

[ZERH D]

AFPOFERBONL, des— MROBEAY . &
TRIN T T 4= FET7 T v o T RAEOES
T 2G5 HFEROCEBLBIET 22 L 1ch D,

M OMMOHINE, HILEVE2OBEOH T A %E
BRBEIZINBN L 54 T A B Z P 2 [CFETEA L THlig
DSFEARZIR o CHfl LA BIR G WA oA S & SR
FEA W % — %t O BIERAE 7 — L ORI HFE L <
VRN T A RA M % B VB MEAE (i o — MICIEAE L Y8
BRI — N 285 1 (T b bt e — L oBE
M) \ZHERT 5 & & HIT, FRMIBMERIE R o — b &R T
M) & BRF TN [RIREIE (R L Bl S 7o T T A o — & Bidil
THI LI Lo TEERIND, REITIEUT, &%V T R1E
E2ORIFHEEEEHEINTYH LW, B—@aoH T 2o
WCHRIBRO AT v BRSNS,

(1 o> fif B A2 3 A ]

[(K1] M1, EAD, BT RIN, ToT 14—
TERIZT T v a T RA%EKIE L, 2BEIOH% ORIFN
HEAR AT T E T HEE OB TH 0 | 2 2 OB MAE
fx s — FBKFEF IS E a2 RETIThIL Dk
FERT,

[K1A] 1AL, X1 OERBIZBIT LAY H S
2 E BT B 7DD a — L OPE R RIS X Cd 5.

(K2] K2k, EAD, BT KIN, ToT 14—
IERIT T v a T AERIE L RIE SN T Ay
— MZ 2 [BDR & OB EIEMR AT 7 % fin 3 HE 7\
BliEDREEOEEMTH Y | 5 2 OWGIAGEMIE — F 53
WEH GG E M SN DIRETITON D2~ T,

[K3] 3%, K20EBORERKTH S,

[XK4] XM4ix, BEAY, BT RINERLEIT VT
4 =T HT AR L, RIE SN T AL — M2 2EO
Bl & OB ITEVIER A T > 7 % i 977K 07 [ B & 0 38 (& 0D
FHEETH Y | ORI AR L — h KT B 5]
EHINDRETITON AT 27RT,

[K5] X 5%, M4 lRTHEBEOMER TS S,

[0 %2 i+ 5 7= D B D JEfE]

1~31%,. BEAY, BT KTV, ToT 44— %7
X7 T v val T AR lE T 5 7 oIl H e
TeHEE 10 2T, B4~51, BEAD , BT RIAVKRDT

VT4 — T AT ARG T D T OIS AT RE e
HE 10 217, M LIORT o0, F (KREd) ik
o TERLRRBIZMEA S AL TR T ARPEHZ, itk ATk T
EBNTZEF v RV 14 KON 16 NIZZITANGND, 3%TF
Y RSN (KREd) TELDITRY, T7 ARF
MNHTF ¥ FNERTHEIEAT v 712N 5 MO & IRIREE
EHERFT 5, MELIS UC, WG R BMEE (4G
LTh I, Fv b 14 L6 OHEHEROBES EHIT RS
21 %R T D, HDHWIE, K2 KO 3ITRT X DT, i
HT A BEEFEE TR 21 KT H5R Y FICEAL
TH kv,

e 21 [T LT, —xtofiEERATK AT 2 —
18 KN 18 NELE SN TEY | %n — /LRI S
T-BRENC 2 DM 5 2 — MM &, U R Uk E
TS — N 19 ICERESND, HT RAETTF ¥ RV 14 K&
W16 29 LTRSS 2LICHE SN D hy, ETIXFEETH
BEIIHTHAESND, AR 211TE, M3 ITRTEIE
NU—HZ 20 %R ITDHZENTE, ZHICKVIFRELY T 2
DIRE N 1 —/L 18a L N 18b DIENT E TH/MRICH Z H
Ll e bz, BT T ARG — L ORBIZE )N D,

WS T A — b~ 19 a—LO FHiiflo 5 HTL
DR, Y — MIEESE TR A AL TR, K1~
3 OFEGEHIETIX, FEMICEE L FICEIE EiFsn T
—L 22 BT DH, ZOREIZBWT, T AT— M
I BPEM AT T HHE S v, H T AR OH: i Al
SN, BN T A — b 1913, BGm (TRb bk
B — g QYT T A — N OBEIA M) IZHEfH XD,
FHIEAIE, BRIE T —)L 18a KON 18b DA & 1 v & AT
DEIGTTERNERRRE LG T 52—/ 22 12> TTh
b, ks — oMK - T, —HOxt % 7223 5%
BREh B F o— L 24a U 24b BEE SN TEY , %
F o — VTN T A — b 2P L C RO A & BT
MICETEDEIG TIE3 5, % Fr— L 24a KN 24b
WL, v— N 19T mOBIESEMZ D Z & T, T
MA~OIEE S HICHIBIT 5, £k, BT 7 22— b
19 1 XHESIIF 34 IC A D, BBESUFINIC S 250 a — L AED
BEINTEY, >— MNMIHEITMOBIENEMZ 5,

COBERIZE Y RIBAT v THRICH T A — D
RN ZESICIRBE S ND 120 B VB2 G DEind
T A — INRRGEIND, ZhUE, ERORERr —L
PR LA T 28GR L i & D, ERTETIE,
HIZAY— NO—FOMETERT DT 7 ALY v 7
a7 77 8Otk E EE @i B Ok L, 5 o
TR T AVRMAT 7 AXZBXUEE SN D720, FKhm'E
AR —REL D

AFER I L, W o ROT T & i S =tk
FEf T — L 22 O FHRMANCH D H T AT — b 19 13, el &
FUDRMNZE 2 OB MIEAR ZHE S TH LW, 5555 2 O
FIMFEIE, 55 1 OIEM & [AERD FIETIThbhb, TT A
— k191, BT IICEW T, B2 oEEfr—1 (X
TR EIRBEME 34 N — L& L CIEh s R
T LW, ZBMOIEMREIL, 55 2 OFEH 7 — /Lo [ElfiREE
FENEE 1 OIEf o — )L 22 OEHERHE 5 L CHXIC &
DORERENDIIKTT D, EEAT7A—h 191%, B
5 m ARV T, 8 2 O— B O R EAERE) £ T
72—/l 30a OV 30b 12 Ko THEB SN TH LW, i
~OBIEMEIL, F 2O F o — L0 SHENE 1
DY T 11— L4 24a LN 24b 12kt U CHERTAIC & O F
KEVDITEFT B,

FAER 2 OXWFMIEMIL, K 1R T L9112, v—
2 WA L%, HT AT — b 19 BNE-GIKEITMEIC
FlEHEnNIRETITORTH LWL, K2 EO3IRT

EX1010
Page 15 of 19



Lol EEWICEE I E H S A IREE T T
HEV, HDHNE, HEE 10 1E. K4 RO S ITRTEEK
R ZEM LTS X, B, BEIEENRAY T T A,
BT RINHTAERIEIT T 14— 27 H T ZADREICAE
AESNBEAITET D, K4 KOS5 ORETIE. K428
2 T HEORIEa—/v 18a IOFERELS T A DK EFC
b= v 77 a7 36 ErximimT oz, BiROY)
—RREHE & VORI RDbND,

ToT A= HTAERITT T vy allT ATk
BEEKRT2HE. V¥ 7 b 28Iz —%
26 #ERAT S, v 7 b 28 dr—) 22 OUEICEE
S, HT7AT— K19 OBE W EBGTMICEIC, &L
—X 26 1 IH T A — K 19 L& T U F LIRS THET
L, 77 4 — 7 HERIIRROIMRE T 5, %
L—F L, e —L 22 OEFNCREELTH L, -
[T e — L OABICEEEERE L TH LW, 512, 7%
L—X I —n1DEFEIETFHEOWTINIEDY (1T
THE, M2EWX3IZE, AT A— b 19 2EHE N
W25 & LT 2 ORGIEM Z21T 5 28 10 O FEhiE e
WCBITDL—F 26 N RENTWD, £7-. K512,
FFOMIFEEMIZIBNTH T A — b 19 ZKEIF ]
EHITEGEEEIZBIT D L —% 26 083 TW5,

K1 EOK 1A %5838, BAD T A E2RE
THIEE, AZETDHHT AT F v %L 14 O—F7OM]
\EASH., ABAEAETDHH T RIMOF v R/ 16 (2H
ANEND, Z2HEEOR D0 HT HIEMY 7 ZAREY
I, g e — L 18a & 18b DR DI T Iz d 5 Firifkizin
STl 5, EAY H T 22 8ET 55 e L —
A 20 IXERH SN, T AREMF OB, B
HEE 27 HHERL BRSNS, SEREEE TR e —
DEMEF ] & BT NBE) L, B = — L OIR A RN 7z
S TR 7 ZREWERET 2 2 LT R AEIH > T
WA 2 Bl 2 B OVERMA T A A5y BIEATIRIC 0 A
THEICT D, BRI, H T ARAEWPIEET
LER AT D, X RV, R tho@EY) R iEE TH
STH LW, BHEITFEETITo-THL LWL, IBr—L
DOWE I AEEEMET 2 EEOBFO®EZHHL T
I,

AR D L DIz, 7 RBEWHTE ShTE e —L
18a KON 18b A il L7214 G DI 7 2 o — M,
FEfH T — L 22 & —HO B Fu— Lt 24a O 24b 12 &
ST, BT IR & G IR O G IE S D, RIERIC, 5%
HT A — b 191%, ¥ty — FSBERIIE 34 THEBL S N D
BIZ, B2 D—ED ' F o —/Lxt 30a KON 30b 2 L
TH2 ORI EIEM AT » T EH S TH L,

75w all T ARMETIHAICL 2/@0HT T A
MER SN, FOPRENRT T AL — b 19 DX EER
Bt D, L, HT AL — O~ HOREERTDH T
ZNEHEEREZITEATH THEIW. BT RILHT A
PRGET 2 BE. AT T AREHEND,

X 1~5 1R EEE 10 128V T, AT~ 713
Bl72 O T T, BBV OWNEIIMEA SN TH T A
— M REPRIREEZHERF T A L OIS N TV D,

ARFEHH D J7 15 R OB 1 L - Tl X B S
T A, ENIENTAMEEZET 5, dEEE AV O
R ATRE/AR B RN T AL, Z DIMBLE O FAPED S THRd T
LRV T —2 g U ERT S,

[E3E4 ] R RO HiPH

aEcRkIE 1] W — MROT7 T v a2 KA
T RAEBIET 5 TH - T,
F1IDEONT T A% —D2ODBO T, FE2OEDON T A
Z RO CIRERREIZINET 5 Z & &

B B0 8T HAMGLIREY 7 A % B«
(2. — R OWIEHERAIE 7 — VI BT B R A
WAL, AiFEE D (% H 9 DAlGLIAR Y
T ANFEIZI > THWIHEM LT, B3
TOoDLORBERT ARBIAMYT T ARE
BT HZ &L

AIFCAE IR T 7 A IRAE W & RiFe— Xt O K TE 7 —
OB S U, Al fE ARy 7 AR
BWDJE % R AT CHfperY 22 Bl YR A i
U hEEKRTDH L L,

ATRCIH LR 7o R VA M AT > — N AT H, 9772
DOHEFRET =X >TELDY— D
B M3 52 & &

AT RCHER T T~ D S & [RIIRFLS AT ACIdEfee i 72 F i
YEMEIE R o — N & RTRCAEIR T ) & AR5 ST

sz &&,

ATRCAE S N BIE ML Z Ao — b2 sl 2
ke,
wEte, Jitk,

[FHskH 2] ARCH 7 2 v — b & BES 3 5 Al

(2, BTFCAE(H & 72 40 72 YA S o — Mot LT, 1
BT 18 R O 5 TR O T 512V TE 2 DIEM AT v 7%
EIZ L EETe, FERIE ISR O HIE,

[F5Rk1E 3] BECYEME & — s DR ST i~ D
FERAS, BTRDRRTE 0 — /L O [EliREE L 0 b [l B 23 K &
W —F— BCHiFEEE s — F R R T bk o T
1T s, BRI 1ICRE DI,

[F&R1E 4] BIFCME S — - DR M~ D ik
A3, R 2R YENE S — R Ol E — Ot % 72 TR )
WCHlEZE BT Fu— U CHE L AR RTOR LY
H R & 7B CHOE S, oRiEEEEM v — N 2R EIC
HHEIICIE T 5D X O I T ST D FERE 11T
LR Sk,

FEeRIE 5] AR e — LR RTRASD |
FFIZELE S AL, 22 ORIGLREEARLY 7 2 IRE WA AL
0 —/VIZFEEMICREICHG S D 2 L T, RRRIREY 7
ZIREMO 2 SOH T AEHEIRL O — /W BET DRI
SN EICEKICIRR SN D GERKE 1IZERRD FHIkE,

[F5kH 6] Hgiy — MROBEAY T T A%
#Ed5 HikTHH- T,

BIOEBEOH T A% —D2DM T, H2OEDH T A

Z RO TEREIRAE BT D Z & &

AR 5052 BT 5407 A% J 2 |ICREHTE
AL, B SORL D EHT DR 7
ARNFENZH > THWICESfh T2 2 & &

AIFE A EIZ B W CRIFLIARY 7 AREW Z B L,
AL DD R 5% H T HIR[A T A D
EOBMEET, —HFOEBPMIToBDRIZ—
WA HEATIR OELE & 4 D S ORI 7
AREMERT D & &

AR — RSB T IR D GELE & 3 5 % (aVEm Y
T AREWME . BRI T AREWE S0
DERIBPEREM S — MTEET 5 —xF DRE
o —/L OGNS 2 L b

ATEE BT MR IE S — N 25 1R, 9722 b BT
B — k> THEL DY — FOBEIT
WIET 5 2 & &

HITROASAR T [~ DI &[RRI, BT RCIEL e YA I 42 fif
T— b ZRiReHR T 1 & RS IR D 2

RN
ATRCIEMR SN L BWMET T 22— b2 s T 2
ek,

EX1010
Page 16 of 19



Ete, Fik
[Fhsk1E 7] RITFCYEME S — k2 BESI T D RTIC
A RRAEfHf & 7 %j&@w/—h’ﬂbf%Wﬁm&
OREH R OW HFIZBI 558 2 ORIFHEM AT v 7 & fid
& EET, FWERIE6ICREDOSIE,
[FE:kTH 8] BIFCEME o — - DRI ST I~ D
FEMH N, BTRLAIE 0 — /L ORI K0 ) [RIHR5E A 2N K &

VWi — 7 — BICETREMEY — F Rt A D itk o T
1This, §ERIE 6 IZ5iHE D Ik,

[Fhsk1E 9] RIECIAME & — N ORE ST [~ DIk
23 ML 72 83 o — b OB Z —EHORF IR 2
HIFIMINCAE T SN F o —LOx THE L, &
KBFIOX LD b REZRRBBCERE SN D Z & THIFLHE
PES— N Z R Nl IR 3 5 | 35RIE 6 IZRRH o
ik,

[F:k1E 10]
J7ITHLE S H, — A

iR e — LR ARO -
MEATIROGRLE % T DAt
AL T 2RSS EE BT 1 — LI it
HBENAZ L TORIECERE e — VICEIET A RTICHTEE S &
RS 7 A RA M O RN FEE NN EICZERICRE
END, FHRIE 6 ICREHEH O A,
[%ﬁ@n] i — FROT T 4 — 0 H
T AEIEL R A BET 5 TH - T
H T AZRERREICME S 5 Z & &
HIRRIRAL AT T R % — %t O RIR A v — WA B
TOHRHIBAT L L &
ATRCIR ALY 7 A & RiiREATE 1 — v O G NS 4
L. AIRCIAEREAT 7 R 2 e P o — M
EIET 52 & &
BIFCIEREIEME (R o — b~ 2517, 72 b bR
BEa—nZ L > TAEL D — FOBE HH
WIET 2 2 & &
T RCFEI T TR~ D FEAf & [AIIRELS . i ECaE e PR A
— N ZATREE G R & RS IR B 2
e,
B RRAE(R S 7o e VPR A o — b DR A 187
BHCHED] > CTHRIEE T, 7o T 4 — 7 /D
AT ANBETRTHZ &L
AIRUIE R ENTeT T 4 — 7 BOBWET 7 A —
hERESIT DD L b

EELITIE,

[FE=kE 12] BIRCEEME S — b 2 BES T D RTIC
ATFOAE (R S AU 72 e PR AE (i o — Mk L Ol 7 171 &
OBEF MO I3 55 2 ORI AT 7 % s
T EEET, FCRE IR FE,

(Fh=kzH 13] RITRCIBIME & — b DKM 7 18~ D
FEMR S, BTRLARIE b — L DRI 1V § K & 73 Al fimd
AT Hu—T7— TR — N ERE TSI LI
LoTThhd, #RE 11 ICFEH O T IE,

[#KTH 14] BIFCEME S — N DM~ D IE
AN, A 7R B S — b Rl & — i O R T 1 R &
HIFIMINCAE T S Fa—LOx THE L, &
SIBBIOR L0 b REZRMBCRBEIND Z & T
P — b Z2RT IR AEM 35, FERTE 11 ISRk
DIk,

[F&k1H 15] %ﬁ%%m~wﬁ%ﬁﬁ%@i
FICHLE S AL, BTECEARL T T A RN EE A B IR TE
B~WK&%éﬂ6:&T\%%%%D~WCﬁ%#é%
\CHIFRIARL T 7 A O R ARG IS I 22 KRR
Eha, FERIE 1L IZRR# ik,

[F5k1H 16] Bt — MROIT FIAH T
A FEITHRRERET 5 HETH- T,

HT A ZRRIREEIC BT 5 = & &

ATRRIRALY 7 A % — %t O Wi BRI v — U B
TOHREBHNIEATHZ L &

RATRLIRR Y 7 A Z ARLARTE 1 — v O e Al ﬁm

L. BIGEIARLAT 7 R & L g o —

JFIET D2 &k

ATFCIERE PR o — 2Bk 510, 372 b BATR
HEn— k> TEL DY — hOBEITIH
WIET 5 Z & &

BT RCASAR 7 1A~ D AE &[RRI, BT oEfee YA ML 4E (e
— b & HiT RO T 1A & RGN AE 45 2

LN

AIRCAE M ST VET T Ao — M aREdi 25 2 &
&
wEte, Jitk,

[Fh:k1E 17] AFCIEME S — b 2 BER 4 BRI
ATRCAE (R S AU 72 SH e P A { o — BT L CH T 1) &
OHEF MO I 58 2 ORI AT v 7 % s
T & EETe, FERIE 16 ICFEHEHO A,

[k 18] ATRCYEME & — b O 7 7~
SERAS, BTRDARTE o — /L O [EfiEE B K 0 & K & 73 [mlfis sk B
%ﬁféﬂ*?ﬁifﬁﬁjﬁyﬁF%W%?é:km
Lo TIThoiL D, FEHKIE 16 IZFLHk D FH 1k,

%ﬁ%w] BIFCEEME > — b O REJT A~ ik
Mmiﬁmm&ﬂﬁy%%@m&% HORE T A [HE %

HIFSMANC AT ENT- B Fua— L oOx THE L, %
REBFTOR LV HREZ2MBCEE SIS Z & THIFLHE
Py — N B RF ISEGERICHE R 5, FHeRIE 16 (ZFR#
D7,

[k 20] MR e — A BRTRARD |
FICEE S AL, BT Y T A RN BRI RE IS TR TS
a2 — Ve S5 Z & Tl RIRLAIE 7 — VI BT S i
Kﬁ%fﬁﬁ?xmﬁ%ﬁﬁ%E%KW%ﬁéx TR

IND, FERIE 16 IR D HiE,
FEoRIE 21] W —MROT7T v aHT
x%@%ﬁé%ﬁf%of\

B0 BT HH 1 KROE 2 DROT T A %R
REBITMBT 2720 DINBAFE: & |

MR 5052 H T D4 EMAT T 2 %Rl %2 ICR %
WCEATDH-OOFETH - T, AIREAMSIT
AL 72 D% AIEEAT T AN ENZHE
it L CHER2 o0 0anfE a2 A+ A ER
HTAREMERTE D REEH D EHT S
HD L.

AR T 7 R IRA %%mﬁ&%D—W@ﬁ
RN HEAE T 2 7o DT ITRe A e I HEBE L CHEd
& SN Te—xt ORISR 2 — /L CTh o T,
HIFLAE v — VXA R T 7 2 RE
D JiE % 1 LA Clise i) 7o Fl g YA PESE (R o —
MEERTHLD L,

ATRCERE R 2o R VAV I o — N AT . 9772
bbb — 1tk TAHELAHY— D
BB MIIEM T 5 & & b, Aiaes s
~OFEAR & [F]RFLZ {7 R e Y 70 F e PR M A
v— b & RIRCEERCT A & AT AN IR A 72
DOIEMTFE L |

ATRCAEM S 7= FEGMBIET T 2 o — b & BESl
T DD OREMFB L |

EX1010
Page 17 of 19



Ete, HEiE,

[Fhsk1E 22] RIFE A T 22— N & BEdT %R
V2 ATRCIE AR 7o Fl o BB MR A A o — BTt L TR BT TR &
OREH R OW HFIZBI 558 2 ORIFHEM AT v 7 & fid
7O DBMOIE R FEEZ & SIC&Te, #KME 21 ([T
AL,

[Fhsk1E 23] RTRCIBME o — b Z bk 77 18] 12 2
W D720 FEN, Bty — Mt s b u—7
— %G A HiFLE — T — (IRTRLAE 0 — L D[RR LY
HbREREEHE LG T D, FERE 2T OLEE,

[FE:R1H 24] AT RLYAME & — b & B8 7 [F] 12 A fif
T DO DTFEN G RIEMEN T A v — R OMliGEE
B9 5 20 O —EORTIT R & & SMUNS A AT
SN TFr— VO3t E G R ARTRIOX L HRE
72 RN CRLE S AL, BIEL Y T R 3— R &R 7 1012 Bk 1T
FERT 2 X D ICHEMT SN TS, §5RIE 21 ICR#HD
AL,

[Fhsk1E 25] A — Xt ORI 2 — L BT A
ZRO FJFICELE S L, ATRLAEREVARNT 7 ARG M DS FHE W)
WCHEE TN S5 2 & TR o — U IC B
ZENCHIFRIR@AT 7 2 RGO > DOH T AJFNFEEH
IZHEIZ KU R S D, §5RIE 21 IZFEHDEEE,

(&R 26] AL A SR N IS L B & NURTRE AR TR
0 — VBT D B A & BICE A, B FEHIATRE R
20EET D0 T A% BTRLAROFE Y & bR C OBk
RIEICHERF T2 2 O TH 0 | AT mEs /o0 X AiFe e v —
NNZ > TR Y | >R B IR/ 7 2 1RE D3 Fi
FERE e — G SN D - 0ICs & H SN D AR
ThH O BRI DOEHT DR T R &R 2 ([TH AT
B2 DFENL, At B B OKAEICENENRLR D
BOVRRA T A BB AT 5, §5RE 21 IZRHOER,

[Fhsk1E 27] B — MROBEAY T 5 X%
G 5 ETH - T,

B0 EHTIHELIROE2OEDN T A%V
IRREITINEAT D 7D DINEATB: & |

LB D05 F T HEN T AR RIBITEATD
7DD FETH- T, AIFLARIIARCE D
BEGT DA T ZANE IS T 5 R
HHDEETHHDOL,

AL 50 2 B W CTRIGLIERLY 7 ARG % 18
L, ARt Zo0ORR G2 HT DKM 7
ADEESHSE T, —HoaRt oo
I — RSB TR OBLE 2 A9 5 S DI

@A T ZREN Z RS DI DR TR L |

AR — A IE I TIR O BB E & 7 5 S GiRm oA
F ZIRA W & ALY v — L O SN G
T B DICHTGE R A B L CRlE Sz —
St Wi EERR G 2 — L Th - T, BiiLkE e
— JVIIHTECIARL T 5 2 IR W % S0 D Hifg i
PEIEf > — MIEET D HD &

ATECE e VAL IE S — | 25, 72 b bRl
B o=k »THEL S — bOBEIT A
IZHER T2 & & HIT, RiRLHE T M~ D IEff
L [RIRFIC AT FEIERE R M A o — b % RiTRC ik
510 & REF AN HEH S 2 72D D FEM TEE & |

HIFCEM S NS QML T A2 — b R BT 5
7D DB TR & |

o

EET, MEE,
[F5-kiE 28] BIECH T A2 — bk ZBESLT B Al

D FIZHT HH 2 ORIKHEH AT v T &2 T 72D 08
IMOFEFEEE X HICETe, 55K 27 ISR O ME,
[F:k™E 29] ATRCYEME & — b ZHs R 05 1) 12
BT B7=ODOFEN, pireltEr — s —7
— &G I HiRE T — 7 —ILATRERRTE v — L O [RSEE X Y
HREREMLHEZ AT 5, 55RE 27 ICEMOERE,
[#kH 30) HTRLYEVE & — b &R0 ) (2 Sk f
T B 7DD TR WG RSN T 22— kN OMlGEE
Fr9 27200 —HEORE T I Z & MU A ELF T
SN Fr—NOxtEER BEXIRTOR LD bR
2R CRE SN Z L THIRA T A — MR EIC
HGACHEM T A, FERIE 27 ICFER O ME,
[#FkmH 31) AL —%F ORI v — LV SRR
F20_EJFICHLE X, RIRL S IR 7 A RE W FEER
WCHEEFEICHA SN D Z & TRl v — VI EET
LRI TR S IREAT 7 A IRAW O i 2 1 S K E I
IR E SN D, FHRIA 27 IZEL D 2kiE
[h:k1E 32] Bty — MNROT T 4 — 0 H
T AFEITEL M ZRE T2 EECTH - T
BIFE Y T R ZRALIR I INEN G % 72 D D B F B
&,

AIRCIRAL Y 7 A 2 BEEANT D120 DO FE L |

ATRRIR ALY 7 A & RiFEAE 7 — v O BB RN fE 4G
T2 DI HTERRBIC R LB S hi-—
]tOWEEEEIE 0 —/L Th - T, Bl o
— JVIZHTECIARL T T 2 2 i S IR o — |
WIEIET B2 H D & |

ATFCIEREEPEE i o — 28710, 372 b BAETR
B a— il k> THEL S — hOBENTIH
ICHERT 2 & & BI, BTRLHEA T A~ 0D 4k
& FIREIC AITFEERE B M S o — b % RiTRe Ak
510 &R AN AR 35 72 D DFEM TE: & |

B EC L S PEAE AR & — b O 2 & 18 7 [ AR B -
TERBEEMT, T T 4 — 27 BDHT T A5
BT D120 DM & FB L |

i T T 4 — 7 BOWMMEN T A — k& Bedi§
LI OHEMTFE L |

BEte, MEE,

[F%RTH 33] i I 2> — b & BEST 50
(2 BRI YRR < — s U TR T 1 K O 1
DM FIZHET HH 2 ORIFHEM AT v T &2 T 72D 0B
IMMOICARFRE A2 & HICETe, 5K 32 IZFLEOEE,

[G5:k1E 34] ATRLYAME & — b Z 4k 07 1) 12 I
HWT272DOTFER, gistitEy— FMiisshse—7
— % B A HiTRL 2 — 7 — I RTRLATE 2 — /L O RHSHE L
bREREMLEE 2G5, FERkIE 32 IR0 EE,

[F%sRTH 35] ATRREAME o — b & BT IS A (i
T B2 DO TR, G ZR BT T A2 — ORIk E T
FEd 2 12 O —#ORET MG % & 1 M A E A
SN TFr—AOxtEER BEXIRIOR LD bR
72 CHLE S5 2 L TR > — 2R M
FERICIE 95 |, FEKRIE 32 IZROD2IE,

[F%R1H 36] AR —%F DRI v — L SRR
FRO FJFICHLE X, BIRLIARLY 7 A IRA WD FE R
B SN D 2 & T, RTREAE 2 — VIC Bl 5 Al
\ZCHTRCIARLT T 2 OB R R A EENNZH S22 KRR
END, FHRIE 32 ICRH DR,

Aok IE 37] gty — MO T KILHT T
A FE TR & T 5 3E T o T

B T R B RRER BB 1T INEVT 5 7= 3D D INEF B

L.

EX1010
Page 18 of 19



HIRCIRR AT T A & REm\CBEANT DO TR L |

RIRCIARR AT 7 A % BIRLAKTE v — L O A RN s
T 5 DICHTGE A B L CRLE S e —
SEOWMEHERLIE T —/LCTh - T, BRI R
—VIIRTECIAE A T 2 2 e PRI o —
WEIET 25D &,

AR E AR o — b AT M, 72 b bRl
e —n L > TAELD— FOBEIH T
WIER3 5 & & HIT, BTRtAm T R~ I fif
&[RRI R ROE A S P A o — I % AT RO
51 & R TN HEH 52 72D D IER FEE & |

ATRCIEIVE S T A v — N & BESL T2 72D D BEM T B
.

Ete, HEE,

FhoRk1E 38] gt 7 A — b 2 BEd9 5 HI
(2. BTRCEE PSR S — ™6 L TR T 1) K O 5 17)
DM FIZHETDEH 2 ORIFFEHRAT v 72T 7208
MOFE(RFE A X HICETe, F5RIE 37 ICRLi0HE,

FHRIH 39] ATRCIAME > — b & B R 7 18] 12 4E
W 2720 OFEN Gty — s orn—7
— &G, AL e — 7 — I XRTREARTE o — L O REREE L
HREZEMGHEEZ G5, 55RE 37 ICREHMOEE,

[FE:RTH 40] HTRCLYEME o — b &2 R M Ik
T 572D OTFEED EE ) e B — N ORGE R 5
7o O—HORE ST N R % H 1AM A BT S i
BT a— L OX e E I A RHNTRTOR L0 b K& 2R
THUE S5 Z & TRIGEEME > — b 2805 IS EEE I
FEAR9 5 FHRIE 37 IZFRE O E.

[FEkE 41] Hist — RO E o — L BN ET R A
FRO_EFICALE S, BIRCIERLY T R 23 S 2 T E 5 [
R D 2 & T RIREEIE B — /VIZ BT A RNCETRE
YRR T A DM R AN EE AN FICERIEZE S NS,
ZHRIE 37 IR DR,

[FhskiA 42] Wy — MROZEMHAT 7 2 %
G2 EETHS T,
HIFEH 7 A ZERLIREB IS N3 5 72 8 O AT By

L.

HIRCVRRLT T A 2 T AN DT DREs & |

AL R O L7 D DB B ISRl S iz —%f o
WEIERERIE 71— L CTdh > T, HiFLiaRYT 7 2
% FEEN TRIE T AN RTREEE B — L O 4G
ANCHEAR L. BTRRARTE v — BT B R
RITFCIARLA 2 2 Ol 3R 1R & FLE W% 2
RUICHEB S Y5 & L b, BTy 7 2 %
WML S — NMIEET D H D L,

AR S AL (R S — N 2 F T . $ 7 b BT
B =ik > THEL S v — bOBEIT A
WHER T2 & & HIT, BiRLH T [~ D A
& (AR AT R MR M A o — b % AT Re sk
I & BT AN AE -2 7= D DIEM TE: & |

HIRLIEMES T A > — b B BEHMT 2 72D D BEM T B
L.

EEte, M,

[Fh:kTH 43] Bife Al 7 22— b & BERT 500
(2, BRI VB VE AR & — BT U CRERR 7 161 K O 5 18]
OWFIZIT D 2 ORIRIEM R T » 7 E i3 7208
MOFERFEE A X HITETe, FHRE 42 IZFeioE,

TR TH 44] ATREIBEME & — N 2 bk 7 F I JE
T 27200 FEN, gttty — bRiEshde—7
— &G, AL e — 7 — I XARERE 2 — L O EESEE L

HREREEEHE LG T D, FERE 2 ICTRHEOEE,

[F5kH 45) ATREYAME o — b & BT IS AT
T B 7DD TR WG R INEST T 2 v— kN OMlGEE
Fid 2 72 0 —@#ORET ARG % & SMINC A A
SN TFr—LOxtEE R AHTAIORT LY HRE
70 CHLE S LD 2 & CRIRLEME > — b 2R A
FEHNZIE 5 . FifKIH 42 ICREH O 2EE,

* ok ok ok ook

EX1010
Page 19 of 19





