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G450 Series

+ For carbon steel, alloy steel & cast iron.

+ General semi-finishing to medium cutting, HRC < 48.
- Positive rake angle and high rigidity design.

-+ 35° helix angle, TACO coating.

- ERAREE , 55 & EH
CBR—ER , BN IERMNT
- REMN OSSR

- 35°ENE A , SR EE

Appearance Name Code No. | Diameter | Helix |Coating m

SNER =1 4RES SME | B | EE B

G450 Series for Carbon Steel / Alloy Steel / Cast Iron * General * Helix 35 &R | &< / 55 - 125EA 35
S i‘%a;_' g;];fr.dz' ;F EPSSA |@1~@20 | 35° | TACO |@|@|@|O| |O] Bots
g i’%a;je: g;‘;ffd3' ;F EPSSA | @1-020| 35° | TACO |@|@|®|O| |O| Bot6
e i‘%a;_' ng;r‘d‘;;’: EPSSA |@1~@20| 35° | TACO |@|®@|®@|O| |O| BO17
R | ;f’g;e: ;h;gl,ufy'j‘w EPSHA |@3-216 | 35° | Taco |@|@|@|O| [O] Bots
05 L\ | ;“;;je: gzéiggigg’; . EPSSB |o1-016 | 45° | TACO |@|@|®|O| |O| Bot19
- ?i:gje g%gggs rfi";j' o EPSLA |@4~g12| 35° | TacO |@|@|@[O| [Of Boz0
o= ?;i;;;e,' ;;;afdz';': EPBSA [05R~6R| 35° | TACO |@|@|@|O| |Of Bo21
- | g;;a_d;;éiﬂd;d'“ EPCSA |@1~012| 35° | TAcO |@|@|@|O| [Of Boz2
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Solid Carbide Endmills = $&5f#k7] WINSTAR

G450 - Square - Standard - 2F TEET] - IRER -2 7]

» General purpose milling for Stainless Steel, Alloy Steel, Carbon Steel.
» Semi-finishing for Mold Steel.
» TACO coating (Al, Ti, N) provide superior wear resistance.

Order No. Dia. CL OAL Shank Flutes
STRBARTR (d) (L1) (L) (3)) (2)
EPSSA EPSSA241000T 1 3 50 4 2
EPSSA241500T 15 4 50 4 2
EPSSA242000T 2 5 50 4 2
H:m EPSSA242500T 25 6 50 4 2
®/600 |O EPSSA243000T 3 8 50 4 2
) EPSSA243500T 35 9 50 4 2
e EPSSA244000T 4 10 50 4 2
EPSSA204500T 45 1 50 6 2
EPSSA205000T 5 13 50 6 2
L1 EPSSA205500T 55 14 50 6 2
EPSSA206000T 6 15 50 6 2
EPSSA206500T 6.5 16 60 8 2
- EPSSA207000T 7 18 60 8 2
EPSSA208000T 8 20 60 8 2
- EPSSA209000T 9 22 75 10 2
EPSSA210000T 10 25 75 10 2
EPSSA212000T 12 30 75 12 2
EPSSA214000T 14 30 75 14 2
EPSSA216000T 16 40 100 16 2
EPSSA218000T 18 40 100 20 2
EPSSA220000T 20 45 100 20 2

o[-I-[-

r‘% X To choose uncoated tools for N material machining.

Cutting conditions : Page B218

d Tolerance
d<6 0~-0.02
6<d=s12 0~-0.03
d>12 0~-0.04

BO15
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Solid Carbide Endmills = $&5f#k7] WINSTAR

G450 - Square - Standard - 3F TEET] - 1REER - 37)

» General purpose milling for Stainless Steel, Alloy Steel, Carbon Steel.
» Semi-finishing for Mold Steel.
* TACO coating (Al, Ti, N) provide superior wear resistance.

Order No. Dia. CL OAL Shank Flutes

STRRARES (d) L L (D) @
EPSSA341000T 1 3 50 4 3
EPSSA341500T 1.5 4 50 4 3
EPSSA342000T 2 5 50 4 3
EPSSA342500T 2.5 6 50 4 3
EPSSA343000T 3 8 50 4 3
EPSSA344000T 4 10 50 4 3
EPSSA305000T 5 13 50 6 3
EPSSA306000T 6 15 50 6 3
EPSSA308000T 8 20 60 8 3
EPSSA310000T 10 25 75 10 3
EPSSA312000T 12 30 75 12 3
EPSSA314000T 14 30 75 14 3
EPSSA316000T 16 40 100 16 3
EPSSA320000T 20 45 100 20 3

Y —

D (h6)

5 &) & &
o[-[-[~

=&
- = Cutting conditions : Page B218

d Tolerance
d<6 0~-0.02
6<d=s12 0~-0.03
d>12 0~-0.04

B016



Solid Carbide Endmills = $&5f#k7] WINSTAR

G450 - Square - Standard - 4F TEET] - 1RER - 47)

» General purpose milling for Stainless Steel, Alloy Steel, Carbon Steel.
» Semi-finishing for Mold Steel.
* TACO coating (Al, Ti, N) provide superior wear resistance.

siinwpu3g apiqied pijos -

Order No. Dia. CL OAL Shank Flutes

STRRARES (d) L L (D) @
EPSSA441000T 1 3 50 4 4
EPSSA441500T 1.5 4 50 4 4
EPSSA442000T 2 5 50 4 4
EPSSA442500T 2.5 6 50 4 4
EPSSA443000T 3 8 50 4 4
EPSSA444000T 4 10 50 4 4
EPSSA405000T 5 13 50 6 4
EPSSA406000T 6 15 50 6 4
EPSSA408000T 8 20 60 8 4
EPSSA410000T 10 25 75 10 4
EPSSA412000T 12 30 75 12 4
EPSSA414000T 14 30 75 14 4
EPSSA416000T 16 40 100 16 4
EPSSA420000T 20 45 100 20 4

D (h6)

5 &) & &
e[-[-[-

Cutting conditions : Page B218

d Tolerance
d<6 0~-0.02
6<d=s12 0~-0.03
d>12 0~-0.04

BO17



Solid Carbide Endmills = $&5f#k7] WINSTAR

G450 - Square - Short Flute - 4F TEET] - 5EVIEL - 47)

» General purpose milling for Stainless Steel, Alloy Steel, Carbon Steel.
» Semi-finishing for Mold Steel.
» TACO coating (Al, Ti, N) provide superior wear resistance.

Order No. Dia. CL OAL Shank Flutes
STRRARES (d) L L (D) @
EPSHA443000T 3 3 50 4 4
EPSHA444000T 4 4 50 4 4
EPSHA404000T 4 4 50 6 4
EPSHA405000T 5 5 50 6 4
EPSHA406000T 6 7 50 6 4
EPSHA408000T 8 9 60 8 4
EPSHA410000T 10 1" 75 10 4
EPSHA412000T 12 13 75 12 4
EPSHA414000T 14 15 75 14 4
EPSHA416000T 16 17 100 16 4

Y ——

D (h6)

5 )| &
e[-[-[-

=&
- < Cutting conditions : Page B218

d Tolerance
d<6 0~-0.02
6<d=s12 0~-0.03
d>12 0~-0.04

BO18



Solid Carbide Endmills = $&5f#k7] WINSTAR

G450 - Square - High Helix - 4F FixT) - B8R - 47)

» General purpose milling for Stainless Steel, Alloy Steel, Carbon Steel.
» U-flute design with high chips volume space and easy to remove chips.
+ Semi-finishing for Mold Steel.

» TACO coating (Al, Ti, N) provide superior wear resistance.

siinwpu3g apiqied pijos -

Order No. Dia. CL OAL Shank Flutes
STRBARTR (d) (L1) (L) (3)) (2)
EPSSB ESSSB441000T 1 3 50 4 4
ESSSB442000T 2 5 50 4 4
ESSSB443000T 3 8 50 4 4
H:m ESSSB444000T 4 10 50 4 4
®® 0O |0 ESSSB404000T 4 10 50 6 4
ESSSB405000T 5 13 50 6 4
J._d.L ESSSB406000T 6 15 50 6 4
ESSSB408000T 8 20 60 8 4
ESSSB410000T 10 25 75 10 4
g ESSSB412000T 12 30 75 12 4
ESSSB416000T 16 35 100 16 4
g
L
D (h6)

5 &) & &
e[-[-[-

Cutting conditions : Page B257

d Tolerance
d<6 0~-0.02
6<d=s12 0~-0.03
d>12 0~-0.04

BO19



Solid Carbide Endmills = $&5f#k7] WINSTAR

G450 - Square - Long Shank - 4F FHtT] - RIAEL - 47)

» General purpose milling for Stainless Steel, Alloy Steel, Carbon Steel.
» Semi-finishing for Mold Steel.
* TACO coating (Al, Ti, N) provide superior wear resistance.

Order No. Dia. CL OAL Shank Flutes
B (d) (L1) (L) (D) (2)

EPSLA EPSLA444007T 4 10 75

EPSLA406007T 6 15 75
EPSLA408010T 8 20 100

4
6
8
H:m EPSLA410010T 10 25 100 10
LALILI®) o EPSLA412010T 12 30 100 12

d
J
T L1
L
o

D (h6)

A A DM D b

5 & &
e[-[-[-

Cutting conditions : Page B221

d Tolerance
d<6 0~-0.03
6<d=s12 0~-0.04
d>12 0~-0.05

B020



Solid Carbide Endmills = $&5f#k7] WINSTAR
G450 - Ball Nose - Standard - 2F BREVERT] - 1Z4ERY - 2 )

» General purpose milling for Stainless Steel, Alloy Steel, Carbon Steel.
» Semi-finishing for Mold Steel.
» TACO coating (Al, Ti, N) provide superior wear resistance.

siinwpu3g apiqied pijos -

Order No. Radius  Dia. CL OAL  Shank Flutes
STRBARTR (R) (d) (L) (L) (3)) (2)
EPBSA EPBSA241000T  0.5R 1 2 50 4 2
EPBSA241500T  0.75R 15 3 50 4 2
EPBSA242000T  1.0R 2 4 50 4 2
H:m EPBSA242500T  1.25R 25 5 50 4 2
®® 0O |0 EPBSA243000T  1.5R 3 6 50 4 2
EPBSA244000T  2.0R 4 8 50 4 2
/ R EPBSA205000T  2.5R 5 10 50 6 2
T EPBSA206000T  3.0R 6 12 50 6 2
EPBSA208000T  4.0R 8 16 60 8 2
L1 EPBSA210000T  5.0R 10 20 75 10 2
EPBSA212000T  6.0R 12 24 75 12 2

Y —

D (h6)

LG

o[ -]~
N\ JJLHRC
BoN 55

Cutting conditions : Page B223

R Tolerance
R=<3 +0.015
R>3 +0.020

B021



WINSTAIR
E&#%7] - RER - 47)

Solid Carbide Endmills =58t 7]

G450 - Corner Radius - Standard - 4F

» General purpose milling for Stainless Steel, Alloy Steel, Carbon Steel.
» Semi-finishing for Mold Steel.
* TACO coating (Al, Ti, N) provide superior wear resistance.

Order No. Dia.  Radius CL OAL  Shank Flutes
STRBARTR (d) (R) (L) (L) (3)) (2)
EPCSA EPCSA441002T 1 0.2R 2 50 4 4
EPCSA441502T 15 0.2R 3 50 4 4
EPCSA442002T 2 0.2R 4 50 4 4
EPCSA443002T 3 0.2R 6 50 4 4
O EPCSA443005T 3 0.5R 6 50 4 4
EPCSA444002T 4 0.2R 8 50 4 4
R EPCSA444005T 4 0.5R 8 50 4 4
EPCSA406005T 6 0.5R 12 50 6 4
EPCSA406010T 6 1.0R 12 50 6 4
L1 EPCSA408005T 8 0.5R 16 60 8 4
EPCSA408010T 8 1.0R 16 60 8 4
EPCSA410005T 10 0.5R 20 75 10 4
EPCSA410010T 10 1.0R 20 75 10 4
EPCSA412005T 12 0.5R 24 75 12 4
EPCSA412010T 12 1.0R 24 75 12 4

~———

D (h6)

5
|
o=@

d Tolerance

Cutting conditions : Page B226

d<6

0~-0.02

6<d=<12

0~-0.03

d>12

0~-0.04

R Tolerance

R<2

+0.015

R>2

+0.020

B022



Solid Carbide Endmills % &%)

Recommended Cutting Conditions EREI 28

G550 Seires EPSSC2
G450 Seires EPSSA2

o

WINSTAIR

Material CARBON STEEL / ALLOY STEEL PRE;‘?E?ENED HARDENED STEEL STAINLESS STEEL
CAST IRON SCM, SKT, SKD NAK80 CENA1 SKD61, SKD11 SUS304 316
Hardness HB 180~250 HRC 25~35 HRC 35~45 HRC 40~55 —
Ve 120 m/min 95 m/min 79 m/min 48 m/min 79 m/min
Dia. (d) RPM (nfr?/ﬁ](ijn) RPM (n'?n?/%gn) RPM (r':ne\/ﬁ](ijn) RPM (Erﬁ/renﬁv) RPM (an?/em(?n)
3mm 12700 380 10000 300 8386 251 5095 152 8386 251
4mm 9550 382 7560 302 6290 251 3820 152 6290 251
6mm 6370 445 5040 352 4200 294 2548 178 4200 294
8mm 4770 333 3780 264 3140 220 1910 133 3140 220
10mm 3820 230 3020 181 2515 150 1528 92 2515 150
12mm 3180 190 2520 151 2100 126 1274 76 2100 126
ae
. ap =0.5d ap =0.3d ap =0.5d ap = 0.5d ap =0.5d
ae=1d ae =1d ae =1d ae =1d ae=1d
G550 Seires EPSSC3, EPSSC4, EPSPC4
G450 Seires EPSSA3, EPSSA4, EPSHA4
Material | CARBON STEEL/ ALLOY STEEL PRENARDENED | HARDENED STEEL | STAINLESS STEEL
CAST IRON SCM, SKT, SKD N G SKD61, SKD11 SUS304 316
Hardness HB 180~250 HRC 25~35 HRC 35~45 HRC 40~55 -
Ve 120 m/min 95 m/min 79 m/min 48 m/min 79 m/min
Dia. (d) RPM (mm/min) RPM (mm/min) RPM (rfr?/%%) RPM (mm/min) RPM (mm/min)
3mm 12700 762 10000 600 8386 503 5095 305 8386 503
4mm 9550 764 7560 604 6290 503 3820 305 6290 503
6mm 6370 890 5040 705 4200 588 2548 356 4200 588
8mm 4770 668 3780 529 3140 440 1910 267 3140 440
10mm 3820 458 3020 362 2515 301 1528 183 2515 301
12mm 3180 380 2520 302 2100 252 1274 152 2100 252
<a_5.
Iap ap =1d
ae = 0.05d

1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

B218



Solid Carbide Endmills % &%)

Recommended Cutting Conditions BRI 28

G550 Seires EPSLC4
G450 Seires EPSLA4

o

WINSTAIR

Material CARBON STEEL / ALLOY STEEL PREI;?E?ENED HARDENED STEEL STAINLESS STEEL
CAST IRON SCM, SKT, SKD NAK80 CENA1 SKD61, SKD11 SUS304 316
Hardness HB 180~250 HRC 25~35 HRC 35~45 HRC 40~55 -
Ve 102 m/min 80 m/min 67 m/min 40 m/min 67 m/min
Dia. (d) RPM (mm/min) RPM (mm/min) RPM (mm/min) RPM (mrﬁ/?nin) RPM (mrﬁ/‘ramn)
3mm 10800 647 8500 510 7128 427 4330 260 7128 427
4mm 8118 649 4626 513 5346 427 3247 260 5346 427
6mm 5414 756 4284 600 3570 500 2165 302 3570 500
8mm 4054 568 3210 450 2670 340 1624 226 2670 340
10mm 3248 389 2568 307 2138 255 1298 155 2138 255
12mm 2700 323 2142 256 1785 214 1082 129 1785 214
43_8»
Iap ap = 1d
ae = 0.05d
G550 Seires EPSRR4
Material CARBON STEEL / ALLOY STEEL PRE;‘#EEENED HARDENED STEEL STAINLESS STEEL
CAST IRON SCM, SKT, SKD NAK80 CENA1 SKD61, SKD11 SUS304 316
Hardness HB 180~250 HRC 25~35 HRC 35~45 HRC 40~55 -
Ve 68 m/min 54 m/min 45 m/min 27 m/min 54 m/min
Dia. (d) RPM (nEr(r?/%(ijn) RPM (nfn?/?n%) RPM (rﬁrr?/?n%) RPM (rfrﬁ/?n%) RPM (rfr?/?n%)
6mm 3600 430 2880 295 2340 200 1440 85 2880 295
8mm 2700 430 2160 295 1800 200 1080 85 2160 295
10mm 2160 430 1710 295 1440 200 860 85 1710 295
12mm 1800 430 1440 295 1200 200 720 85 1440 295
43_8»
Iap ap =1d ap =1d ap =1d ap =1d ap =1d
ae = 0.1d ae =0.1d ae =0.1d ae =0.2d ae =0.1d

1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

B221
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Solid Carbide Endmills % &%)

Recommended Cutting Conditions BRI 28

G550 Seires EPBSC2
G450 Seires EPBSA2

o

WINSTAIR

. CARBON STEEL/ |ALLOYSTEEL/TOOL | PREHARDENED HARDENED STEEL | STAINLESS STEEL
Material CAST IRON STEEL STEEL SKD61, SKD11 SUS304 316
SCM, SKT, SKD NAK80 CENA1 ’
Hardness HB 180~250 HRC 25~35 HRC 35~45 HRC 40~55 -
Ve 120 m/min 95 m/min 79 m/min 48 m/min 79 m/min
Radius (R) RPM (mm/min) RPM (mm/min) RPM (mFrﬁ/?n%) RPM (mm/min) RPM (mm/min)
1R 37470 936 29660 740 24660 616 14990 374 24660 616
2R 18730 1120 14830 890 12330 740 7490 450 12330 740
3R 12490 936 9890 740 8220 616 4995 374 8220 616
4R 9366 750 7415 593 6170 494 3750 300 6170 494
5R 7490 636 5930 504 4930 420 3000 255 4930 420
6R 6244 560 4940 444 4110 370 2500 225 4110 370
ap
L ap = 0.07d
| pf=0.1d
G550 Seires EPBSC4
. CARBON STEEL/ |ALLOYSTEEL/TOOL | PREHARDENED | \\)pheNED STEEL | STAINLESS STEEL
Material CAST IRON STEEL STEEL SKD61, SKD11 SUS304 316
SCM, SKT, SKD NAK80 CENA1 ’
Hardness HB 180~250 HRC 25~35 HRC 35~45 HRC 40~55 -
Ve 120 m/min 95 m/min 79 m/min 48 m/min 79 m/min
Radius RPM (rfrﬁ/?n(ii\) RPM (r'r:-rﬁl?n%) RPM (nfr‘na/%%) RPM (n'fn?/ﬁ'l%) RPM (r':rre\/%%)
1R 37470 936 29660 740 24660 616 14990 374 24660 616
2R 18730 1120 14830 890 12330 740 7490 450 12330 740
3R 12490 936 9890 740 8220 616 4995 374 8220 616
4R 9366 750 7415 593 6170 494 3750 300 6170 494
5R 7490 636 5930 504 4930 420 3000 255 4930 420
6R 6244 560 4940 444 4110 370 2500 225 4110 370
ap
L ap = 0.07d
o = 0.16

1.Use as highly rigid and accurate machine as possible.
2.1f the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

siinwpu3g apiqied pijos -
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Solid Carbide Endmills % &%)

Recommended Cutting Conditions BRI 28

G550 Seires EPCSC2

o

WINSTAIR

. CARBON STEEL/ |ALLOYSTEEL/TOOL|  PREHARDENED | \,\pnENED STEEL | STAINLESS STEEL
Material CAST IRON SIEEL SEEL SKD61, SKD11 SUS304 316
SCM, SKT, SKD NAK80 CENA1
Hardness HB 180~250 HRC 25~35 HRC 35~45 HRC 40~55 -
Ve 120 m/min 95 m/min 79 m/min 48 m/min 79 m/min
Dia. (d) RPM (mm/min) RPM (mm/min) RPM (rfn?/%%) RPM (mm/min) RPM (mm/min)
3mm 12700 380 10000 300 8386 251 5095 152 8386 251
4mm 9550 382 7560 302 6290 251 3820 152 6290 251
6mm 6370 445 5040 352 4200 294 2548 178 4200 294
8mm 4770 333 3780 264 3140 220 1910 133 3140 220
10mm 3820 230 3020 181 2515 150 1528 92 2515 150
12mm 3180 190 2520 151 2100 126 1274 76 2100 126
ae
ap =0.5d ap =0.3d ap = 0.05d ap = 0.05d ap = 0.05d
ae=1d ae=1d ae=1d ae=1d ae =1d
G550 Seires EPCSC4
G450 Seires EPCSA4
. CARBON STEEL/ |[ALLOYSTEEL/TOOL| PREHARDENED | \\\pneNED STEEL | STAINLESS STEEL
Material CAST IRON STEEL STEEL SKDB1, SKD11 SUS304 316
SCM, SKT, SKD NAKS80 CENA1 ’
Hardness HB 180~250 HRC 25~35 HRC 35~45 HRC 40~55 -
Ve 120 m/min 95 m/min 79 m/min 48 m/min 79 m/min
Dia. (d) RPM (n"l:r?/%%) RPM (mrajenn) RPM (o) RPM (mraien) RPM (rfn?/?n%)
3mm 12700 762 10000 600 8386 503 5095 305 8386 503
4mm 9550 764 7560 604 6290 503 3820 305 6290 503
6mm 6370 890 5040 705 4200 588 2548 356 4200 588
8mm 4770 668 3780 529 3140 440 1910 267 3140 440
10mm 3820 458 3020 362 2515 301 1528 183 2515 301
12mm 3180 380 2520 302 2100 252 1274 152 2100 252
43_8»
Iap ap =1d
ae = 0.05d

1.Use as highly rigid and accurate machine as possible.
2.If the rpm available is lower than the recommend condition, please reduce the feed rate to the same ratio.
3.Use long shank type please reduce the rpm and feed rate.
4.The Feed and RPM may be changed depending on the M/C conditions ,lubricating and cooling system.

B226



Solid Carbide Endmills % &%)

M50X Seires ESSSB4
G450 Seires EPSSB4

o

WINSTAIR

Recommended Cutting Conditions BRI 28

WORKING Carbon steel Alloy Steel Stainless steel
MATERIAL (S45C) (SKD) (SUS304, SUS316)
Ve 130 m/min 90 m/min 80 m/min
Diameter (d) RPM fz RPM fz RPM fz
(mm/z) (mm/z) (mm/z)
4mm 10350 0.020 7170 0.020 6370 0.020
6mm 6900 0.025 4780 0.025 4250 0.025
8mm 5180 0.035 3580 0.035 3190 0.035
10mm 4140 0.045 2870 0.040 2550 0.040
12mm 3450 0.055 2390 0.050 2120 0.050
16mm 2590 0.072 1790 0.064 1590 0.064
20
Iap ap = 1d
ae =0.1d
M50X Seires ESSSW3, ESSSW4
WORKING ALLOY STEEL | ALLOY STEEL | ALLOY STEEL HARDENED STAINLESS CAST IRON
MATERIAL / TOOLSTEEL | /TOOLSTEEL | /TOOL STEEL STEEL STEEL
CODE 45C,S50C,SCM | SCM,SKT,SKD SCM,SKT,SKD SKT, SKD SUS 304 FC/FCD
HARDNESS HRC < 20 HRC 20 ~ 30 HRC 30 ~ 40 HRC 45~45 - -
Ve 88 m/min 71 m/min 59 m/min 35 m/min 71 m/min 103 m/min
DIAMETER (d) RPM | feed) | RPM | Feed) | RPM | Feed) | RPM | (Feed) | RPM | Feed) | RPM | Feed)
1mm 26,000 190 | 22,230 140 | 18,720 100 | 10,400 40 | 22,230| 165 | 32,760| 240
2mm 14,040 235 11,232 160 9,360 110 5,616 45 11,232 185 16,380 270
3mm 9,828 270 7,488 175 6,084 120 3,900 55 7,488 205 11,232 310
4mm 7,020 260 5,616 175 4,680 120 2,808 50 5,616 205 8,424 310
5mm 5,850 270 4,446 175 3,744 120 2,340 55 4,446 205 6,552 300
6mm 4,680 260 3,744 175 3,042 120 1,872 50 3,744 205 5,616 310
8mm 3,510 260 2,808 175 2,340 120 1,404 50 2,808 205 4,212 310
10mm 2,808 260 2,223 175 1,872 120 1,131 50 2,223 205 3,276 300
12mm 2,340 260 1,872 175 1,560 120 936 50 1,872 205 2,808 310
14mm 2,340 300 1,768 195 1,482 135 936 60 1,768 230 2,600 335
16mm 2,028 300 2,730 345 1,300 135 819 60 2,730 400 2,340 345
18mm 2,028 305 1,378 175 1,144 120 819 60 1,378 205 2,080 310
20mm 1,560 260 1,248 175 1,040 120 624 50 1,248 205 1,820 300
2,
Iap ap_= 1d
ae =0.2d

B257

siinwpu3g apiqied pijos -





