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A | spolo]H | AT | EHAY
(mm) (mm) (A) (V)
1.0 0.9 60~70 16~17
1.2 0.9 75~90 17~19
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2.4 0.9 90~120 20~21
1.2 120~130 18~20
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AMB | ND |HEHY | OIS 23
NO | mm ot Kof Kgf /m
1 9 61.3 2750 45
2 10 { 71.0 3500 49
3 101 71.0 3450 49
4 10 | 74.0 3250 44
5 10 | 74.0 3200 43
6 10 | 74.0 3650 49
7 10| 77.4 3200 41
8 10| 77.4 3550 46
9 10 | 80.5 3600 45
10 10 | 80.5 3350 42
11 10 | 80.5 3800 47
12 10 | 84.0 4200 50
13 1 87.1 3950 45
14 11 87.1 4200 48
15 11 87.1 3950 45
16 11| 90.0 3750 42
17 11 90.3 4250 47
18 11 93.5 3950 42
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0.6 | 30-130 | 0.065*+V1 | 11.5-14.0
0.8 | 40-150 | 0.060*[+V1 | 11.5-14.0
0.9 | 60-190 | 0.055*[+V1 | 11.5-13.5
1.2 | 120-300 | 0.050*1+V1 | 11.5-13.5
1.6 | 250-500 | 0.048*[+V1 | 10.5-13.5
2.0 | 300-650 | 0.044*+V1 | 10.5-13.5
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