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‐ Meaning of used variables: 

Ta0 Maximum allowable belt working tension for base width [N] 

B Belt width [m] 

B0 Belt base width [m] 

m0 Specific belt width for base width [kg/m] 

kZ Teeth in mesh factor [-] 

Ta Maximum allowable belt working tension for given width [N] 

m Specific belt weight for given width [kg/m] 

v Belt speed [m/s] 

cL Belt length correction factor [-] 

PR Belt power rating for given transmission layout [W] 

P power to transmit [W] 

Standards 

ISO 5294:1989 Synchronous belt drives - Pulleys 

ISO 5295:1987 Synchronous belts - calculation of power rating 

ISO 5296:1989 Synchronous belt drives - Belts 

DIN 7721 Synchronous belt drives, metric pitch 

ANSI/RMA IP-24 Synchronous Belts 

JIS B 1856 Synchronous Belts Drives - Pulleys 

JIS K 6372 Synchronous Belts for General Power Transmissions 
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