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PRODUCT INFORMATION

Features ﬁE

1. 35HRCLI LOEEEHR (SEH# - & A5 - 3. B OREZRAROSEHI e, THEFEMEIC

TEHE) CBNRNZERIELT T, BNfVI—F 4V JZELTHDET,
Suitable for tapping hardened steels of 35HRC or more V coating applied to the tool surface adds to the wear
(Alloy Steels, Die Steels,Tool Steels, etc.). resistant properties of the tool material.
2. MERIMEFEMEEFEUAMZRREACEBMET 4. MFyEVIHESRINLZRR. (k. MIR
HBIESE - SR/ \1 R (XPM) - iR\ R HEEEHOY v EYIZOREICLEF LR,
(C PM) EE—#H thtl‘gg-o Resistance to chipping increases the tool's ability to tap

Micro grain carbide, high grade powder metallurgy HSS (XPM) high hardened steels.

and powder metallurgy HSS (CPM) base materials provide
high wear resistance and toughness.

IFU."]IEIJ IE%E? v 70 Tool Guide for Hole Processing
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HEIFAEES  Hardness of Work Materials (HRC)
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hardened Steels 3 VPH-GDS :




PRODUCT INFORMATION

Dimensions - Recommended Conditions ﬂ?ﬁfﬁfﬁ O ?Eﬁ%ﬁ:ﬁ

StEER BEEY v ) Tungsten Carbide Straght Fluted Tap for Hardened Steels (50~62HRC) VX-OT

( 2¥) =1 RN TEREe S ~M6 M8~
Tool Material Micro Grain Carbide
[ E3F08: Va—F42% o .
Surface Treatment  V coating W 2 Tr* 3

. ﬂ?:l*vifﬁ Dimensions N .
Bilmm_Unitmm
Y—JLNo. 220y e BT 2R QLR BIR | Y7o | NARRE | HASNE B 1£E SE(f
EDP No. Thread Size TAP Limit Lcf L Lc L d Lk K Flutes Stock (Yen)
8330029 | M 2 x04 OH3 3P 40 12 - 3 5 25 3 O 11,700
8330039 | M 2.3X0.4 OH3 3P 42 13 = 3 5 2.5 4 O 12,600
8330045 | M 25x045| OH3 3P 44 14 - 3 5 25 4 O 12,400
8330049 | M 2.6 X045 | OH3 3P 44 14 = 3 5 2.5 4 O 11,500
8330055 | M 3 x0.5 OH3 3P 46 11 19 4 6 3.2 4 o 10,900
8330061 | M 4 Xx0.7 OH3 3P 52 13 21 5 7 4 4 o 11,400
8330067 | M 5 x0.8 OH3 3P 60 16 24 5.5 7 4.5 4 o 11,800
8330073 | M 6 X1 OH3 3P 62 19 29 6 7 4.5 5 o 12,900
8330085 | M 8 x1.25| OH3 3P 70 22 - 6.2 8 5 5 o 15,900
8330087 | M 8 X1 OH3 3P 70 22 = 6.2 8 5 5 [ J 15,900
8330097 | M10 x 1.5 OH3 3P 75 24 - 7 8 5.5 5 [ J 21,400
8330099 | M10 x1.25| OH3 3P 75 24 = 7 8 55 5 o 21,400
8330101 | M10 X1 OH3 3P 75 24 - 7 8 55 5 o 21,400
8330115 | M12 X 1.75| OH3 3P 82 29 = 85 9 6.5 5 o 27,500
8330117 | M12 x 1.5 OH3 3P 82 29 - 85 9 6.5 5 [ J 27,500
8330119 | M12 Xx1.25 O0OH4 3P 82 29 = 85 9 6.5 5 (] 27,500
8330121 | M12 X1 OH3 3P 82 29 - 85 9 6.5 5 o 27,500
8330123 | M14 X2 OH4 3P 88 30 = 10.5 11 8 6 O 41,900
8330125 | M14 x 1.5 OH3 3P 88 30 - 10.5 11 8 6 O 41,900
8330131 | M16 X2 OH4 3P 95 32 = 12.5 13 10 6 O 50,600
8330133 | M16 X 1.5 OH3 3P 95 32 - 12.5 13 10 6 O 50,600
8330139 | M18 X 2.5 OH4 3P 100 37 = 14 14 11 6 O 60,700
8330141 | M18 X 1.5 OH4 3P 100 37 - 14 14 11 6 O 60,700
8330147 | M20 x2.5 OH4 3P 105 37 = 15 15 12 6 O 70,700
8330149 | M20 X 1.5 OH4 3P 105 37 — 15 15 12 6 O 70,700
O=1E£HEER O=7huEt 4—1E%£%EER  @=Standard stock item. O=Inventory center stock item.
1. FBERC 328k CHHLERD 2 v THREE TT, 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
2. 8y TREIDNUBELRIETIHNTIEH I EEA, 2. TAP Limit does not gurantee thread limit for the interal thread after tapping.

B.MEEUTIREEHL > 2ELVET,

3. Up to M6: with male center.

. ﬁﬁ%ﬁ:ﬁ Recommended Conditions
BRI E 50~62HRC =iEE# (5= - 54 X - TEH F)
Applicable Work Material 50~62 HRC Hardened Steels(Alloy Steels,Die Steels,Tool Steels,etc.)
AR 1~3m/min et RO )| TR MEGTBIEE
Tapping Speed Machine Machining Center Coolant Non-Water Soluble

1.VX-OTIFHEE ENEERFIDFERISERL T FEL N—ZAMMIHEH LI B Ao

2FIUCTICKDIVEVIF. DL FDMEFHFAFDBD., v TORIFHFEEINTITODT., #BFTTEL,

1.Make sure to select the correct cutting speed and cutting fluids. Tapping paste is not recommended.

2.The VX-OT is designed for machine use only. Tapping by hand will cause chips to get stuck between
the tool and the work material, and result in chipping of the taps.



PRODUCT INFORMATION
Dimensions - Recommended Conditions ﬂ?ﬁfﬁfﬁ ® mﬁ%ﬁﬁ

L= = » ]

%EE&MH’ \> hg W J  Straight Fluted Tap for Hardened Steels (42~52HRC) V-XPM-HT
(2 =] SRR\ Z (XPM)

Tool Material High grade powder metallurgy HSS (XPM)
OREME  VI—F(Y _ i

Surface Treatment V coating ﬁ_fi 2

e
S =

L

. ﬁ?%?ﬁfﬁ Dimensions

B{Imm  Unitmm

W—JuNo. PO ME | Bff | 28 | nUR | BFR | vroR |DENRe | WENE | R | &8 | 5Z[
EDP No. Thread Size TAP Limit Lcf L Lc L1 d Lk K Flutes Stock (Yen)
8330255 | M 3x0.5 OH3 5P 46 11 19 4 6 3.2 4 O 3,490
8330256 | M 3x 0.5 OH3 2.5P 46 11 19 4 6 3.2 4 O 3,490
8330261 | M 4 X 0.7 OH3 5P 52 13 21 5 7 4 4 O 3,390
8330262 | M 4 X 0.7 OH3 2.5P 52 13 21 5 7 4 4 O 3,390
8330267 | M 5x0.8 OH3 5P 60 16 24 5.5 7 4.5 4 O 3,440
8330268 | M 5x 0.8 OH3 2.5P 60 16 24 55 7 4.5 4 O 3,440
8330273 | M 6 X1 OH3 5P 62 19 29 6 7 4.5 4 O 3,550
8330274 | M 6 X 1 OH3 2.5P 62 19 29 6 7 4.5 4 O 3,550
8330285 | M 8x1.25 | OH3 5P 70 22 - 6.2 8 5 5 O 4,550
8330286 | M 8x1.25 | OH3 2.5P 70 22 - 6.2 8 5 5 O 4,550
8330291 | M 8Xx1 OH3 5P 70 22 = 6.2 8 5 5 O 5,700
8330292 | M 8Xx 1 OH3 2.5P 70 22 = 6.2 8 5 5 O 5,700
8330297 | M10 X 1.5 OH3 5P 75 24 - 7 8 5.5 5 O 5,490
8330298 | M10 X 1.5 OH3 2.5P 75 24 — 7 8 5.5 5 O 5,490
8330303 | M10x 1.25 | OH3 5P 75 24 = 7 8 5.5 5 O 5,490
8330304 | M10x 1.25 | OH3 2.5P 75 24 = 7 8 5.5 5 O 5,490
8330309 | M10 x 1 OH3 5P 75 24 - 7 8 5.5 5 O 6,860
8330310 | M10 x 1 OH3 2.5P 75 24 - 7 8 5.5 5 O 6,860
8330315 | M12 X 1.75 | OH3 5P 82 29 = 8.5 9 6.5 5 O 7,260
8330316 | M12Xx 1.75 | OH3 2.5P 82 29 = 85 9 6.5 5 O 7,260
8330321 | M12x 1.5 OH3 5P 82 29 - 85 9 6.5 5 O 7,260
8330322 | M12 X 1.5 OH3 2.5P 82 29 - 85 9 6.5 5 O 7,260
8330327 | M12Xx1.25 0OH4 5P 82 29 = 8.5 9 6.5 5 O 7,260
8330328 | M12xX1.25 0H4 2.5P 82 29 = 85 9 6.5 5 O 7,260
O=#Et>2—Z##EER  O=Inventory center stock item.

1. FBEMLC 32k CHLEICD 2 v THEFEE TT, 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.

2. 3y TEEIIDNDURBELABRITAILNTIEHYEEA, 2. TAP Limit does not gurantee thread limit for the interal thread after tapping.

3. MU TIEBREHLE Z2ELVET, 3. Up to M6: with male center.

. ]’Eﬁ%ﬁ:ﬁ Recommended Conditions
BRI E 42~52HRC =EE#H (S#H - Yl - TEH &)
Applicable Work Material 42~52 HRC Hardened Steels(Alloy Steels,Die Steels,Tool Steels,etc.)
L 1~3m/min Rk Yy=voevy MR KB
Tapping Speed Machine Machining Center Coolant Non-Water Soluble




PRODUCT INFORMATION
Dimensions - Recommended Conditions ﬁ?ﬁﬂ'iﬁﬁ ® ﬂﬁ%ﬁﬁ

VPXI] \o‘f 5"19 b4 70 VP Spiral Fluted Tap (25~45HRC) VP-SFT
( 2¥) B BRNA X

Tool Material Powder metallurgy HSS (CPM)
OXEMLE  VI-F(Y

Surface Treatment V coating Lcf 3

I —

®@hLUhA 45 S i S W s @

Helix Angle -
. Lc
A SSSS S T T
L

. ﬂ?:l*vifﬁ Dimensions

B{Imm  Unitmm

Y—JLNo. 1224y BE B 2R QLR BMR | y0% | IABRS | MASE B £ SE(f
EDP No. Thread Size TAP Limit Lcf L Lc L1 d Lk K Flutes Stock (Yen)
8319269 | M 3 x 0.5 OH2 2.5P 46 3.5 19 4 6 3.2 3 o 2,290
8319283 | M 4 x0.7 OH2 2.5P 52 4.9 21 5 7 4 3 [ J 2,260
8319290 | M 5x0.8 OoH2 2.5P 60 5.6 24 5.5 7 45 3 [ 2,280
8319297 | M 6x 1 OH2 2.5P 62 7 29 6 7 45 3 o 2,350
8319307 | M 8x1.25 | OH3 2.5P 70 8.5 - 6.2 8 5 3 o 3,010
8319317 | M10 x 1.5 OH3 2.5P 75 10.5 = 7 8 5.5 3 [ J 3,630
8319321 | M10x 1.25 | OH3 2.5P 75 10.5 - 7 8 5.5 3 [ 3,630
8319330 | M12x 1.75 | OH3 2.5P 82 12 = 85 9 6.5 3 [ J 4,710
8319334 | M12 x 1.5 OH3 2.5P 82 12 - 85 9 6.5 3 o 4,710
8319337 | M12Xx 1.25 | OH3 2.5P 82 12 = 8.5 9 6.5 3 o 4,710
O=1Z##ESR  @=Standard stock item.

1. BEMC_ 132 CHYERD S v THREEETY, 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.

2. 3y THREIIDRUBELRIETZEDTIEHY EEA, 2. TAP Limit does not gurantee thread limit for the interal thread after tapping.

3. M4~6lIREHLE2ELYET, 3. M4=Thread size=M6: with male center.

. ?Eﬁ%ﬁ:ﬁ Recommended Conditions
BEHIAE 25~45HRC BEi 35~45HRC JU/\—RViH
Applicable Work Material 25~45 HRC Alloy Steels 35~45HRC Pre-Hardened Steels

s ) =~y 54

Eﬁgi’i%peed S~8m/min ﬁﬁﬁm ;a;‘ninin/gzgtég
SIHIHF TKBHELIHERE (~30HRC KAMEIELRFITHA)
Coolant Non-Water Soluble  (~30HRC Water Soluble OK)




PRODUCT INFORMATION

Dimensions - Recommended Conditions ﬂ?ﬁfﬁfﬁ O ﬂﬁ%ﬁﬁ

Eﬁﬁﬁﬁﬁmﬂﬁﬁgﬁf—l \09 v 7° Tungsten Carbide Taper Pipe Thread Tap for Hardened Steels (50~62HRC) VX-TPT

( 2%) B BT EESS Lof

Tool Material Micro Grain Carbide

@ 5 E L VI—5425 m— - @
Surface Treatment V coating g QQQJ T
- Lp J Lk v
Lc

. ﬂ'?’l*qifﬁ Dimensions

RUDIESE : PT(RC) Bmm Unitmm
Y—JUNo. 1220 BE BT = RUR | BEFE | YvVIoR | NAENRE | NASHE | B TEE SE(
EDP No. Thread Size TAP Limit Lcf L Lc Lp d Lk K Flutes Stock (Yen)
8330692 PT /s-28 JIs2 3P 59 19 13 8 9 6 5 O 29,300
8330693 PTY-19 JIs2 3P 67 28 21 11 12 9 5 O 41,900
8330694 PT3%-19 JIs2 3P 75 28 21 14 14 11 6 O 47,400
8330695 PT%-14 JIs2 3P 87 35 25 18 17 14 6 O 64,300

O=#Et> 2 —Z##EER  O=Inventory center stock item.

. ?Eﬁ%ﬁ% Recommended Conditions

BIEEIE 50~62HRC SHEEH (5% - 51 Xl - TEH F)

Applicable Work Material 50~62 HRC Hardened Steels(Alloy Steels,Die Steels,Tool Steels,etc.)

MR 1~3m/min fE R RY=VsEYy | GIEERE KB
Tapping Speed Machine Machining Center Coolant Non-Water Soluble

1.VX-TPTIZENEERE S TEEREIDOBREISEEUT T E L N—AMIHEERILF H A

2FIUTICELDIVEVTK. 1D TDWIHFAFDHD. ¥y TORIFIHFEENETDT, &IFTTEL,

1.Make sure to select the correct cutting speed and cutting fluids. Tapping paste is not recommended.

2.The VX-TPT is designed for machine use only. Tapping by hand will cause chips to get stuck between
the tool and the work material, and result in chipping of the taps.

Eﬁﬁﬁﬁﬁﬁﬂ%ﬁﬂ?‘—l \yvJ Taper Pipe Thread Tap for Hardened Steels (45~50HRC) V-XPM-TPT

[ 2% g SR E/ N1 X (XPM) Lef

Tool Material High grade powder metallurgy HSS (XPM)
A
il RS
Lp Lk

OXmELE vVa—5427
Lc

¢d

Surface Treatment V coating

. ﬂ?ﬁ?.l’ifﬁ Dimensions

RUDERE : PT(RC) Bfimm Unitmm
Y—JLNo. 22d) WE | AN | 28 | AUR | BEEUE | ovoR |DEBRS | WASE | BN | EE | SEf
EDP No. Thread Size TAP Limit Lcf L Lc Lp d Lk K Flutes Stock (Yen)
8313801 PT Ys-28 JIs2 3P 59 19 13 8 9 6 5 O 6,060
8313802 | PTYs-19 JIs2 3P 67 28 21 11 12 9 5 O 7,770
8313803 | PT%-19 JIs2 3P 75 28 21 14 14 11 5 O 12,100
8313804 | PT'2-14 JIs2 3P 87 35 25 18 17 14 5 O 18,600
8313806 | PT%-14 JIs2 3P 96 35 25 23 20 17 5 O 28,300
8313808 | PT1-11 JIs2 3P 109 45 32 26 24 21 5 O 50,300

O=#Et> 2 —Z##EER  O=Inventory center stock item.

. ?Eﬁ%ﬁﬁ Recommended Conditions

BRI E 45~50HRC =EEH (5% - ¥ A - TEH F)

Applicable Work Material 45~50 HRC Hardened Steels(Alloy Steels,Die Steels,Tool Steels,etc.)

AR 1~3m/min e AL A TR
Tapping Speed Machine Machining Center Coolant Non-Water Soluble




PRODUCT INFORMATION

Processing Data ”ﬂI;'_g

SEERAEESY Y VX-0T M6 X 1D60HRC TODYIHITERE rerformance of vx-0T Mex 1 in 80HRC

VX-0TI¥. SKD11 60HRCIC3 L T30 LDMAbiFS NI,

VX-OT tapped more than 30 holes in SKD1 1(60HRC).

TR —
Egﬂ VX-0T - 0 tﬂﬁ;/oxiil Number of Holesso “ AR
Taps Tool Life
742 M6x 1 OH3 3P \ | \ \
RHIME BAARK
Work Material SKD11 (BOHRC) VX-0T 309¢ (Holes) f Large C[]i;?ping
BIHLRE ; . y onLc
TaE;J;ing Speed 2.3m/min (120min")
H'FT‘\S. ¢5.1xX25mm g%b) " -
ole Size roug| . =5
GUTL—CE?E OTT [ (Holes) Break?ge
Tapping Length 8mm (1.5D)
BIELRE TKBHELIHHA
Coolant Non-Water Soluble i e ——
T AR W B —
Machine Vertical Machining Center . — sz

V-XPM-HT M14 x2[3SKD61(46HRC)Ic3x$ LT 1007t VS THADIFES NI,

V-XPM-HT(M14 X 2) tapped more than 100 holes in SKD61(46HRC) .

IE Ell7 T lumber Of loles
%ﬁf’ V-XPM-HT - EBITTHL Number of Hol AR
oo Taps 25 50 75 100 Tool Life
Sive M14x2 OH4 25P | | | |
RHIME SKD61 (46HRC 7 =2 TRA
Bl W il ( ) V-XPM-HT 1007 (Holes) J Lare Chipping
Ml i - on Franl
TaE[JJing S peed 2.2m/min (50min’")
TIT ¢ 12.00~12.02x55mm (&b) CPM-HT
Hole Size (Through) -
RUITES (Bft=2P) 17T (Holes) La%zgv\j/gar

(& .

Tapping Length 21mm (1.5D) (Lef=2P)
BIELRE AGAMELIELHE (106%)
Coolant Water Soluble (10%)
fEFARE UV T
Machine Vertical Machining Center

BRINAZAEVI—F 1 VIICEDTHEREBRL . S500NDRGEHIIHAIGEETH o,

The powder metallurgy HSS and V coating offer excellent wear resistance, enabling a long toal life of over 500 holes.

EATE

Tool VP-SFT

PP

Sie M10Xx1.5 OH3 25P
HIt 8

ﬁ)rk Material SCM440(40HRC)

HIEIEE i in

Tapping Speed 7m/min(224min")

TR ©8.5X19mm (&b)

Hole Size (Through)

RUITES

BUMCRS  15mm(1.5D)

BR3HE AKAELEIHE ER T U —

Coolant Non-Water Soluble Chlorine Free

{SE PR 5Tl & ek |

Machine Horizontal Machining Center

a4 100 20(;;7J . ?on;bm HOles4oo 500 LA

| | | | |
VP-SFT 508X (Holes) ' f GP-OUT
CPM-SFT 3557% (Holes) GP-OUT
V-SFT 2025% (Holes) GP-OUT

PSS SRS



EEENAREERT—I\YYIVX-TPT PT1,/8-28M54HRCTODIHINERE rertormance of vx-TPT PT1/8-28 in 5aHRC

VX-TPT PT1/8-28I%. SKD11(54HRC) IC¥ LTS507 L LDHADIFES NI,

VX-TPT tapped more than 50 holes in SKD1 1(54HRC)

fEETE —
il VX-TPT Sy EIHI7NEL Number of Holes iz TR
HA 2 Taps 10 20 30 40 50 Specification | Tool Life
Size PT1/8-28 | | | | |
m =i
HHITES SKD11 (54HRC > k fikfEEETAE
Wik i ( ) VX-TPT 507Uk (Holes) Carilgjcif for | Poseibie to
Bil]35 . . Hardened | Continue
%Egi’n;g%peed 2.1m,/min (70min’') Yy aals
TR ¢8.22x20mm (&bh) —hXA BA
Hole Si (Through) iz} RK
ole _ize — rougl OT-TPT 297 (Holes) Carbiffor L)a\rge
RUITRE 13mm (BEERMIBEET) general Chipping
Tapping Length (Till Position of Gage Plane) application on Lcf
BIEIHE TKBMELIAHA s
Coolant Non-Water Soluble - A 18
E R UERIZIIEVS CPM-TPT 17X (Holes) Pgmlllder Breakage
Machine Vertical Machining Center meHaSgrgy

&
AR LA - -

EEEARERT—I\YvJ V-XPM-TPT PT1,/4-19045HRCTODIEIERE rertormance of v-xPM-TPT PT1/4-19 in 45HRC

HERDI\A ZATIIIMIOH LD > c45HRCZE X D REBHMICHIREDOYIHIMTEETH o I

It exhibited outstanding cutting performance on hardened materials exceeding 45HRC, which could not be worked easily with conventional high speed steel taps.

fEATE e
ool V-XPM-TPT 5T BIHEITWEL Number of Holes mﬂﬂl‘ﬁ
> Taps 20 40 60 80 100 Tool Life
Size PT1/4-19 \ | | \ |
*&EUME . ~ — MFEJAE
Work Material SKD61 (45HRC) V-XPM-TPT 1007 _E (Holes) Pos;bleﬁfo
YIHERE f . PT1/4-18 ' Continue
Tapping Speed 2.9m,/min (70min")

o
Hole Size 10.9mm 2171 (Holes)
fALITES 21mm (BEEAEET) =
Tapping Length (Till Position of Gage Plane) CPM-TPT Breakfge
BIEHE KL
Coolant Non-Water Soluble 2671 (Holes)
{SEFARE ARV IEVH
Machine Vertical Machining Center

PRERLRIIIINNIN -
] e - = - -_— .
A\ BECHBEVWERLIZHIC  Safe use of cutting tools
OIE%FEATEHI. WRIDBRIBEINT., BTHN— - REAH R - REMFEFEALTTIL, ORET BREBIRBIRELS, BEBICHERAZHIELTTEL,
Use a safety cover,safely glasses and safely shoes during operation. Stop grinding operation immediately if you hear any strange grinding sounds.
ONICTREFTEOLEWTTEL, OTEIEFEMALVTTEL,
Do not touch grinding chips with bare hands.Chips will be hot after grinding. Do not modify tools.

QT ENYIhkP B >75FAEFRIELTTFEL,
Stop grinding when the tool becomes dull.

QRBICOVTIE., BICHR -HBEIT>THUETOT, FEELEXHEOT @ Tool specifications subject to change without notice
BRAFEERT2HEAPHIET,

3 A1 25~/ 020 CORPORATION
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il &#27(022)390-9701 JIl O=&(o 294-3951 ZHE®(052)703-6131 ] llJﬂ 086)241-0411 c
7XWSOH08(018)896 1421 + §8}0 )7)16474811 lﬁ B2 (058)275-7061 m }087;868 4003 OSG{t}EE
17 (024)991-7485 ZESO0HOT® (0294)53-4167 = ®E7T®(0594)25-2212 I %5(082)503 0205
?ﬁ B7(025)286-9503 ® H?(03)5709-4501 EU.JSOHO!!(O76)443 9216 (092)504-1211
+ HZ©(0268)28-7381 2 KT (046)296-1380 JRT(076)238-6470 1.»‘"50?{08(093)474 5485
# B (0266)58-0152 # @2 (054)283-6651 ﬁ #T(077)553-2012 #£SOHOT® (096)331-3570
M E7(0270)40-5855 % Y\B(OSS)AM -1121  FEABRZ(06)6532-6591
FE = (028)664-2240 B | (0533)92-1501 K FRZT(06)6747-7041
NEFB®(0426)45-5406 % B (0566)77-2366 Bl BT (078)927-8212

(THOIXMWHIEZHEBE--->

0120-41-5981

AX | 0533-82-1134 hp-info@osg.co.jp
REIX—ILTHIY

E-mail TR IRESBULET,
A=EOIR https://www.0sg.co.jp/products/club/index.php

{ZOftDTHERKIE---> E-mail :cs-info@osg.co.jp
R—LX—I http://www.osg.co.jp/
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