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High Efficiency Radius Cutter with Multiple-edge
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Applicable to wide application range from steel to
difficult-to-cut materials

#EHI44h0 TA CA6535(CvD)

CA6535 for difficult-to-cut materials

AT LZAIIA PRI535(PVD)

PR1535 for stainless steel
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Economical and high efficiency
New radius cutter with double-face insert for various types of workpieces

M8 — {1 Ti2iFRY

Economical 8-edge insert
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Combine sharpness and cutting edge strength N
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Improved edge strength due to obtuse edge EIEREZStDTL—h —

Low cutting force chipbreaker

AJBNWGFITA.RBRRHI2ZHERL . AR DIEIEST

Helical cutting edge design with maximum axial rake 12°reduced low cutting force equivalent to positive inserts
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< YIHIE4 cutting Condition >
Ve=120m/min, apxae=|x40mm, fz=0.2mm/t
SUS304, 71 ¥ Cutter (1550
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Flat Lock Structure to hold insert firmly f'ffczv:\,seﬁfy e
Prevent insert rotation during machining and realizes ~controls insert = %,
stable cutting rotation ’5‘\%\{;‘;@
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Wide and flat binding face



M RW High Efficiency Radius Cutter with Multiple-edge
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Long tool life by wide lineup with 4 grades and 3 chipbreakers, available for steel, stainless steel and heat resistant alloy
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?&ﬁuﬁ Ul pitze Apﬁgble Iﬁserﬁjr%de Ap;%:;:l;le Chipbreaker
KR A2 - SR Carbon Steel / Alloy Steel / Die Steel PR1525 G M/SM/GH7‘|/—7J Chipbreaker
nj—&%ﬁk T 7'ﬂlfﬁf& Gray Cast Iron / Nodular Cast Iron PRI5I0 G H/GM7ﬁl/_jJ Cllbbreaiel
E NiEMEE L Ni-base Heat Resistant Alloy M LT HARRZTY LA Martensitic Stainless Steel CA6535 SM/GM7Z'L—73 cChipbreaker
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New grade for difficult-to-cut material EMEEM

New Development
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Stable cutting by preventing sudden insert fracture |
Suitable for high efficiency machining TEEBCKD. BEiE, DeEHmnt

Smooth & less adhesion
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For Ni-base heat resistant alloy and martensitic stainless steel
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High heat resistance and wear resistance with CVD coating EBIC K BTN EREDR E
CA6535 Improved stability due to thin film coating technology Gicicnaweaiesslant
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For titanium alloy and precipitation hardened stainless steel
Stabilized milling operation and long tool life by special nano coating layer
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MRWE 72 —X I (=S5 FR—ILAFE) MRW Face Mill (with coolant hole)

@d1
@D
1 2
Fig.| Fig.2
RILY FE Toolholder Dimensions
3% (mm) FOAC) | 5173 2 BEOE
B OE == N’"J%% Dimension Rake Angle Tl = AR %;Ei ﬁﬁ@?ﬂi
Description Stock [0 © 75 B g (min™")
inserts 24 g Weight | Max. Revolution
re | ¢D|¢DIl|dd|ddl|dpd2| H E a b S |AR.|RR.| k&
MRW 080R-12-6T ® 6 = | 1.2
80 | 70 | 254 | 20 13 27 6 9.5 12,000
080R-12-8T ® 38 Fig! | 1.1 ’
1 6 50 6.0 |+12°|-15.5°
D 100R-12-7T @ 7 S I.5
? g ori2or @ g 100 | 78 |3175| 46 | - 3| 8 |127 2 10600
2 | MRW 080R-16-6T o 6 =] L
:f 'S 080R-16-7T ° 7 80 | 70 | 254 | 20 13 27 6 9.5 Figl | 11 11,000
; s 100R-16-6T ® | 6 50
S -16- |.4
@ | 7 . . i °l-165°
% |00R-16-8T ®  : 8 00| 78 |31.75| 46 ) 34 | 8 |12.7] 80 |+I1°]-165 = | 14 9,600
125R-16-8T ® 38 Fig2 | 2.6
125R-16-10T ° 0 25| 89 | 38.1| 55 63 | 38 10 | 15.9 2.6 8,560
MRW 050R-12-5T-M | @ | 5 0.3
4
050R-12-6T-M | @ | 6 50 8 » '8 0laol 20 63 li0a 0.3 16000
063R-12-6T-M | @ | 6 ' ' x| | 0.6
63 | 60 19 B [ 14,000
063R-12-7T-M | @ | 7 | . 60 loiolss| ' |7 [0 :
0 [+12°)-
080R-12-6T-M | @ | 6 ’ .1
080R-12-8T-M ° 8 80 | 70 | 27 | 20 13 - 24 7 (124 N 12,000
= o 100R-12-7T-M | @ | 7 =2 | 1.5
U g [00R=12-9T-M ° 9 00| 78 | 32 | 46 30 8 | 14.4 Fig2 | 14 10,600
£ MRW 063R-16-5T-M | @ | 5 05
k= 063R-16-6T-M ° 6 63 | 60 | 22 19 I 40 | 21 | 6.3 (104 05 12,800
080R-16-6T-M | @ | 6 Fig! | 1.1
080R-16-7T-M ° 7 . 80 | 70 | 27 | 20 13 - 24 7 |124 . eles 0 11,000
100R-16-6T-M | @ | 6 R A 14
| 7 .
100R- 1687 | @ 3 w6 30 | 8 | 144 13| 260
125R-16-8T-M | @ | 8 Fig2 | 2.6
125R-16-10T-M | @ 0 25| 89 | 40 | 55 63 | 33 9 | 164 25 8,560
@  EEFEE s ltem
ﬁﬂﬂtﬁﬁ?“ljj Spare parts and applicable inserts
fron. o BREEIZMORIICONT
75?7" LoF BT 7_,\*““@ Caution about the Max. Revolution
— Bf5 LE < RoTRBEEHRY LIz =N
éaﬁp:)s:c’;ew Wienel Anti-seize Mo?:t}ir[:gI;olt N o EE\;CJ]:; E ’)@f]ji&é ﬁ_l";—ﬁl:l': E ;\\‘E ’;{(;:J\Z C3%
B OE Gompound BEF V7 BAKDYETOCTEBENET
Description Applicable Inserts Wh . p Illd - tto .
DTPM-15 TTP-20 ma:inerl:]np;Cogluiir;n?ntheni]r;se?tr 0?' :::LLllttee;'r r‘:ay bg
é ’ g damaged by centrifugal force.
/ % / = B4 B &R IEEI (MP-1)13. F v 7 2 B
MRW 050R-12... TER OTVTRY) 2a—DF—IFPe L
063R-12 SB-4085TRP DTPM-15 HH10x30 1B B LCSERT L,
SO Cee | . N Coat Anti-seize C d (MP-1) thinl ti
080R-12... R;;;?g;;{zﬁﬁiji;{l;C7|Eir§£)53N5~'\‘rtr1m MP-1 HH12x35 ROMUI2 ofof?ape:1 alnijeltzl'lereazmwphoeunninsert is ﬁxelg.y on porten
e (|)(6)0R-|2... - o SIIRAYIAALZRLE T MIZP6 T ZS R
3R-16... HH10x30 {T2E0,
080R-16... SB-50140TRP TTP-20 HH12x35 S is Maximum ap. For more details, see page 6.
100R-16... F TS5 TRH ML 45N-m MP-| ROMUI6:--
W Recommended torque for insert clamp 4.5N-m -
eee ‘

HESEHBI 2514 Recommended Cutting Conditions =3 P6



MRW High Efficiency Radius Cutter with Multiple-edge

MRWE TV RII(I—F2 FR—IL{FE) MRW End Millwith coolant hole)

RILY<FiE Toolholder Dimensions
“FiE(mm) FLWA(C) Ve - _
B OE e R Dimension Rake Angle T‘l 25 FIATN HEEEIEEZ;&
. No. of 2 5 : min®
peserition S nses | re | @D | @d | L | £ | S (:‘n'&') RR. | W2 8| ™™™ | o Revoson
MRW 32-S32-12-3T ® | 32 140 | 40 -20° ' 22,000
z 32 ﬁ Fig.1
ll; % 40-S32-12-4T () 4 6 40 160 | 40 | 60 | +I12° [-165"| o | g 18,800
L B 50-S42-12-5T o 5 50 42 170 40 -15.5° Fig.| 16,000
:{’g MRW 40-S32-16-3T o 3 40 32 160 40 -18° 17,200
2o 50-S42-16-4T ® | 4+ | 8 | %0 170 | 40 | 80 | +11° |-165°| B | B2 14,800
4 42 Yes Fig.2
63-S42-16-5T o 5 63 170 50 -16.5° 12,800
MRW 32-S32-12-2T-200 o 2 32 2 200 40 -20° I‘ 22,000
ng 40-S32-12-37-200 | @ | 3 6 | 40 200 | 40 | 60 | 4127 | -j65° fs B2 18,800
gé’ 50-S42-12-4T-300 [ ) 4 50 42 300 40 -15.5° Fig2 16,000
;% MRW 40-S32-16-2T-200 [ ) 2 40 32 200 40 -18° 17,200
75 50-S42-16-3T-300 o 3 8 50 i 300 40 80 | +I1° |-16.5° fs g 14,800
63-S42-16-4T-300 [ ) 4 63 300 50 -16.5° 12,800
MRW 32-W32-12-3T o 3 32 102 40 -20° 3 22,000
,.7 = 32 ﬁ Fig.3
;f§ 40-W32- 12-4T [ ) 4 6 40 100 | 40 | 60 | +12° |5 | o 4 18,800
¥e 50-W40-12-5T ® 5 50 | 40 | 110 | 40 -15.5° Fig4 16,000
ZE MRW 40-W32-16-3T o 3 40 32 100 40 -18° 17,200
3 50-W40- 16-4T ® | 4 | 8 [ 50 | 0] 40 | 80 |1 |-l65 s ‘: 14,800
63-W40-16-5T o 5 63 120 50 -16.5° 12,800
@ : FELEE st ltem
Eﬁﬁtﬁﬁ§‘77‘, Spare parts and applicable inserts
o REEEEHDREICOLT
=, i Caution about the Max. Revolution
ZHY2— RS LI BoTRBOEGEHRU EICEREIS SIS,
n oE Clamp Screw ench Anti-seize Compound BEFvT E’Dﬁ‘::ﬁ Y 7“77a’€i$?|5':®ﬁ§5(%7){$ L3
Description Pl lisaiis ﬁ?ffﬁ:ii?fﬁ ;iﬁ\lf%ha\ici—toer at the
DTPM-15 TTP-20 "’/ maximum revolution, the insert or cutter may be
é / % %'/ damaged by centrifugal force.
o B BT E B LA (MP-1)id, Fv 7 B
TBER TV TRY) 2a—DF—I\EERLE
SB-4085TRP DTPM-15 ISECEH/LTTERATS L,
cee|2... . MP-1 ROMU2:-- Coat Anti-seize C d (MP-1) thinl ti
MRW RZ;;] 7ne7nd7ed/ tZ (fuiﬁ{f%oﬁnge}r lt/c7la n?f)53N5‘Nmm OMU ofO ?ape;1 alnsdeltiereazn\q/vphoeunninsert is ﬁxelg.y on porfen
o SIIRMAVIAALERLE T, 5 MIZP6 T4 SR
{fzEn
SB-50140TRP TTP-20 e '
MRW - 16.. PR——————— MP=1 ROMU 6 S is Maximum ap. For more details, see page 6.
Recommended torque for insert clamp 4.5N-m
\

HESR Y I 254 Recommended Cutting Conditions = P6




E—')‘/7“9'-“/7°(7'§ﬁ§) Milling Inserts (with hole)

FERY>EOER P KR8 - &8 Carbon Steel / Alloy Steel *
Classification of usage ﬁggﬂﬂ—ﬂ Die Steel *
F—=2T7F A MRZTY LZHH (SUS3042) Austenitic Stainless Steel | Y Dhe
Y RN T/ZE | #E5E  Roughing / Ist Choice M INTYARRZTY LA (SUSA03ZE) Martensitic Stainless Steel | Y * & %
Yo FEHN I/ SE2HE%E  Roughing / 2nd Choice TR R ZT > LASH Precipitation Hardened Stainless Steel | '? 8
W ES/S IS Finishing / Ist Choice K 129 AKX Gray Cast Iron * ;y g
O {iJ:LT/%Z?Eﬁ Finishing / 2nd Choice 7074 ILEEFE Nodular Cast Iron * ; g
(%@ECJAE)HRCLX—F@%'%) S mﬁtﬁ%(Némiﬂé@ Heat Resistant Alloy (Ni-base Heat Resistant Alloy) {‘3 * ;fﬁ %
In case hardness is under 45 HRC FHUES (Ti—6A|—4V) Titanium Alloy * i\{ ’f g
H =2EEM Hard Materials DAS ‘?g
sHi& (mm) MEGACOAT | cvDa—5«>%
iR TN B OE Dimension NANO CVD coating
Insert Description
¢A | T ¢d | W re |PRI535|PRI525 | PRI510|CAB53
ROMU  1204MOER-GM | 12 | 475 | 46 | 118 | 6 e o o o
RH I605MOER-GM | 16 | 548 | 6.2 | 158 | 8 e o o o
General Purpose
f ROMU  I204MOER-SM | 12 | 475 | 46 | 118 | 6 e o (]
- P4
EERE S I605MOER-SM | 16 | 5.48 | 6.2 | 158 | 8 e o o
Low Cutting Force T
ROMU  I204MOER-GH | 12 | 475 | 46 | 118 | 6 e O
A FEBIEE (@pum) I605MOER-GH | 16 | 548 | 6.2 | 158 | 8 e o
Tough Edge (Heavy Milling)

| Fy7BE SO VT EDTIIIREICBRELTT S L,
2.0V TRI) 2%
O F—=/EERUIIZFAT X LEFZ R LTT I,
@ Ly FRmIcE M Fy 7 AR AEICER LY TERHLS,
HORAATTIWN(R-188) ,
3. ARBRDITV TR ) a—ROLYFIGMN IR TSR TT,
@ "MRW-128, ([ RSAN—RIL>F (E-28E8)
@ "MRW-168,(ZI3TRIL > F (H-38ER)
HEELTWET,
IIVTRY) 2a—DfEDRIFIIE BTRBDOL Y FEIERIZEL,
KERL>T ThLO R, Lo F(B-48R) 2 FERALETE RLEERLY FEARDIEBICEN,
ISV TR ) a—HBN LR BEZBNDEYET,
4 LYFI3O TV TRY) 2—E TR AR THRO I TIIEL,
RO IT LS - - - - P3-PABER
5. DT FyTERERILY OXFERR, ROFy7RIEE RERICBREN RN L%
BRLTTIW, BEI»H25EIE BEFIEB)ICEMSITTTFIWD,

|.Be sure to remove dust and chips from the insert mounting pocket.
2.(DApply anti-seize compound on portion of taper and thread of clamp screw.
(@Attach the screw to the front end of the wrench. While lightly pressing the insert against the constraint surfaces,
put the screw into the hole of the insert and tighten. (See Fig. 1)
3.Wrenches and clamp screws are "Torx Plus".
(DFig. 2 wrench is for MRW-12. (Straight grip)
@Fig. 3 wrench is for MRW-16. (T-shaped grip)
Please use a "Torx Plus" Wrench for tightening cramp screw.
*If a "Torx" Wrench (Fig. 4) is used to tighten, the screw head might become damaged and then the screw cannot be removed.
4 \When tightening the screw, make sure that the wrench is parallel to the screw.
For recommended torque, see page 3 and 4.
5.After tightening the screw, make sure that there is no clearance between the insert seat surface and the bearing
surface of the holder or between the insert side surfaces and the constraint surface of the holder.
If there is any clearance, remove the insert and mount it again according to the above steps.

@ : ZEEE std tem

9’“‘/7"%1@%"@ How to mount an insert

LY F
Wrench
OS5V TRI)a—
Clamp Screw

B (7Y y7)
ue grip
O

-2 Fig2

@I

SeimERIAK

Detail of shape

"hLORT SR ERR ’S:iﬂ_'\\

The symbol means "Torx Plus".

"MRW- 1284,/ FI4N—BIL>F

Straight grip wrench for MRW-12

& (7v7)

Blue grip

O

"hLO XTSRRI Z R

The symbol means "Torx Plus".

"MRW-168L, FATRILF

T-shaped grip wrench for MRW-16

2e()v7)

Black grip
TRV R4EHR 2 RR

The symbol means "Torx".

.

"MLOZ, L F (MRWEICIZER )

"Torx" Wrench (Do NOT use it for MRW)

-3 Fig3

@I

Seim AR AR

Detail of shape

B-4 Fig4

@I

SEImERIL AR

Detail of shape




MRW High Efficiency Radius Cutter with Multiple-edge

ﬁﬁtﬂﬁu%ﬁ: Recommended Cutting Conditions

#&71/—73 (ii‘)fz mm/t) Recommended Chipbreaker ?Eﬁ?‘“/‘?uﬁﬁ (ﬂJH‘J:‘EE 5 m/min) Recommended Insert Grade
R e ey (M)
\ ««+ap=4mm E —=
#&ﬁUM X Recommended feed rate (standard value) MEGACOAT NANO cvba T'_ij
Workpiece Material for ROMUI2 type: ap=3mm, ROMU 6 type: ap=4mm CVD coating
GM SM GH PRI525 PRI5I10 PRI1535 CA6535
" * 5 o * ] ] ]
BESREM Carbon steel (SxxC) 0.1~02~03 | 0.06~0.15~02 | 0.15~03~035 | 120~180~250
* PAe Yo *
o - - -
BT & Aloy steel (SCMSF) 0.1~02~03 | 0.06~0.15~02 | 0.15~03~0.35 | 100~160~220
* Y pie *
14 . _ _ -
S D steel (SKD/NAKSE) 0.1~0.15~025 | 0.06~0.12~02 | 0.15~02~03 | 80~140~I80
F—=2FF 1 FRRTVLRE AS * ) PAS } * }
Austenitic Stainless Steel (SUS304%) 0.1~0.15~0.2 0.06~0.12~0.2 100~160~200 100~160~200
CLTUYA FRRT VLA PAS * . ) . A *
Martensitic Stainless Steel (SUSA03%) 0.1~0.15~02 | 0.06~0.12~02 150~200~250 | 180~240~300
B RR T LR - % ] ] ] * ]
Precipitation Hardened Stainless SteeI(SUSG30-%) 0.1~0.15~0.2 0.06~0.12~0.2 90~120~150
. * ) Y . * ; i}
RFBBHER Gray Cast hon (FC) 0.1~02~03 0.15~0.3~0.35 120~ 180~250
. * _ bie B * ~ B
525 AN BE Noduar Cast iron (FCD) 0.1~0.15~0.25 0.15~02~03 100~150~200
. * pie pie *
N Py F . - - -
N|§M‘J§& (=] ﬁ Ni-base Heat Resistant Alloy 0.1~0.12~0.15 0.06~0.1~0.15 90~30~50 20~30~50
. bid * pie *
~, O - » _ _ _ -
F 7B Ttanium Aloy (Ti-6AI-4V) 0.1~0.12~0.15 | 0.06~0.1~0.15 30~50~70 40~60~80

X NEMEER, Fyrat LB IMIEH#LE,
Machining with coolant is recommended for Ni-base Heat Resistant Alloy and Titanium Alloy
X VIR R RO RFISHREZEORMEZ R L E T, REOMIIRRICIE T UTHIRE, %) 2 E@ENTHE LTS,
The figure in bold font is center value of the recommended cutting conditions. Adjust the cutting speed and the feed rate within the above conditions according to the actual machining situation.
X UIHIRGPOHEREEY (3Y)A A (ap) Hire /2 (ROMUI25 4 7 T3mm . ROMU 1651 7 T4mm) DEEZDEEELRLE T,
ENDZNLUT OB EICITTROMEFREED I BEHNHEREL L) T,

Recommended feed rate is the reference value when ap is re /2 (3mm for ROMU 12, 4mm for ROMU16).
For lower feed rate than the above conditions, the conversion factor in the following table is recommended.

YhiAAIZKB | 7‘]%72 U@i%")d)}ﬁ%%ﬁ Conversion factor for feed per tooth by depth of cut (ap)

R YO BT

% : st recommendation Yr:2nd recommendation

9'_“/7" ?Eﬁtﬂﬁ& E‘%ktﬂi&&ap 13 %7‘: ')‘D:\li ')Oiﬁ%t%& Conversion factor for feed per tooth
Insert ap (recommended) ap (max) ap=0'5mm ap= Imm ap=2mm ap=3mm ap=4mm
ROMUI1251 7 3mmELF 1.0 _
ROMUI2 type 3mm or less bmm 2l 15 8 (FE#E) standard
ROMUI6%1 7 dmmIL T 1.0
ROMUI6 type 4mm or less 8mm 24 17 13 L (E2E) standard

oSt EA (ROMUI2%1 7 KR, GM7 L —7. A Hap=ImmDIHH)

0.2mm/t (RFEM.GMTL —HDXY EH#(E) x 1.5 (ROMU 1251 7 ap=ImmiFDIEERE) = 0.3mm/t—=03mm/th fEREL ALY £

Example (ROMUI2 type, Carbon Steel, GM chipbreaker, ap=1mm)
Recommended feed per tooth: 0.2mmy/t (standard value for Carbon Steel / GM chipbreaker) x 1.5 (Conversion factor for ROMUI2 / ap=Imm)=0.3mm/t

KHER YA (ZROMU 1254 7 H3mmELF . ROMU 651 7TA4MmMEL T T,

—ICHERYAAZBR S5 R RV HETALZNU T TOIEAZET IOV LET
Recommended ap: 3mm or less for ROMU 2, 4mm or less for ROMU 16
Except the case that ap temporally surpass the recommended ap, machining under the recommended ap is recommended.

BEEBRDIN THZAR Corner R shape during processing

AYURBIZKBBEHROMIFERNBER (AREISE TS Corner R shape during processing with MRW (see Fig.)

Fv7 BRKRtAHap X v
Insert ap (max)
ROMUI2%17
ROMUI2 type 6mm 3mm 0.1mm
ROMUI6%17°
ROMUI6 type 8mm 4mm 0.Imm

Y(Fy7Ta—FEDXLRE)

Gap between insert corner R

gs

\%ﬁ_

FBER

Insert corner

A\

X (HEZEY)IAHA)

Recommended ap

KHERYDAAX) ZBAS ML TIE BEROMIFERICF v 7IA—FR(re) EORXLBYDFELE T,

When machining with larger ap than recommended ap (X), there is a gap (Y) between the workpiece corner and insert corner R (re).

X EEIZELRDEETT MEIRAZFTL0.2mmEEDEE:L'H Y £,

The above figure is estimation. There would be +0.2mm variation depending on the cutting conditions.

A YAAap (max)

Maximum depth of cut




7.][] I %ﬁu Case Studies

I zcrﬁﬁ 12Cr Steel

I zcrﬁﬁ 12Cr Steel

— o

‘ INTHESR|.215
‘ Machining efficiency 1.2 times
J—FBRETREN

Economical by double face insert

/
SN >

FmRFU L
Same or longer tool life

O—FH2ETHEEN

Economical by double face insert

+Z—E> 7L —R Tubine Blade +Vc=270m,/min -fz=0.278mm/t

+ap=0.5~1.0mm ae=max35mm &= Dry

+Z—E> 7L —R Tubine Bade +Vc=250m,/min  -fz=0.16mm/t
-ap=2.0mm ae=5~30mm JZIL wet

-MRWO050R-12-5T-M (5#(H) 5 inserts - ROMU | 204MOER-SM (CA6535)

CA6535
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CA6535 Stable, available for further machining

-MRWO50R~-12-6T-M (64X 6 inserts  *ROMU 1 204MOER-SM (CA6535)
it mA (RIhv )
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Stable machining
Competitor A (Positve cutter) _

Competitor B (Positive cutter)

bt BALLERIN TRER | 215 F@HRAF TR EMIHHETH 7,
MRWE ($ 3 —F 8D 2ME 270 B 7 EFTIAX A )y bHAKREL,
MRW improved machining efficiency by 1.2 times with same tool life compared with Competitor A.
MRW has cost advantage due to double sided inserts.
(2—H— DI L) Evaluation by the user

fhit ABE LR A EDBEN D TIRIEF IS L,
AEUEDOFMEERLTEY, I—FE2EICKV IR XYY FHKREL,
MRW showed less damage on the cutting edge and reduced cutting noise.

MRW has equal or longer tool life and cost advantage due to double sided inserts.

(Z—H—#&kD:FHIZk ) Evaluation by the user
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Facing Shouldering

2D0iPhoneA7 VT, BERDEEMZM LLET
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MAINT - LT
Plunging / Profiling

FEEiRmT

Contouring

MRAMI ARV TEDIR T TIZ ISR E A

MRW type is not available for 3D machining such as Plunging and Profiling.
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http://www.kyocera.co.jp/prdct/tool/index.html
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