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Power Generation
Industry

Wind power generation uses flow of air to operate a roter
for changing aerodynamic kinetic energy into mechanical
energy which makes electricity.

To simplify Wind power generation, it can be classified
according to its direction of rotation axis against the ground;
horizontal or vertical type.

The main components are a rotor which consist of a wing
and a hub, gearboxes, control devices, hydraulic brakes,
power control devices and pylons.

Korloy carries out customer satisfaction management by
supplying tools to manufacture these parts.
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Product Guide

HG

(For horizontal lathe)

* For heavy roughing(Recommended
depth of cut: 7.0~8.0mm)

 1strecommended chip breaker for
heavy machining

Suitable for horizontal machining

Good cutting performance in even
low horse power machine

* Good chip control

Alpha Mill-X
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Stable machinability

Enhanced clamping force due to
thick and flat clamping side

Smooth cutting, high speed and
high feed machining

High rake angled cutting edge and
chip breaker

HV

(For vertical lathe)
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</

* For heavy roughing(Recommended
depth of cut: 8.0~10.0mm)

« Suitable for vertical machining

* Recommended in high feed and
high depth of cut machining

* Good chip evacuation and chip
control

HRM/HRMDouble

ER N

e Low cutting load due to high rake
angle chip breaker

e Multifunctional and high feed
milling tool with both left-handed
and right-handed


http://www.korloy.com/en/prdinfo/view.do?id_product=794&category=12&pageIndex=1&searchCondition=&searchKeyword=&page=P
http://www.korloy.com/en/prdinfo/view.do?id_product=141&category=12&pageIndex=2&searchCondition=all&searchKeyword=&page=P

Top Solid Drill
<TPDC Plus>

Top Solid Drill L " Indexable Drill
<TPDB Plus> <King Drill>

 Convenient and high productivity in * High precise clamping system due * Long tool life(Optimal central and
using to auto-centering peripheral shape and grade for
« Long tool life due to ultra-fine « High rigidity and high durability of drilling)
substrate and high lubricated holder * Good chip evacuation from high
! coating layer « Good chip evacuation from high helix flute
* High quality of machining from helix flute

cutting edge with low cutting load
and low cutting resistance

Rich Mill Series
<RM3>

Rich Mill Series
<RM8>

Rich Mill Series
<RM14>

« Stable machinability due to high * Economical face mill from using * Economical face mill from using
clamping force maximum 8 corners maximum 14 corners

* More chip removal amount per e Low cutting load and long tool * Reduced chattering by maximum
min. in high speed and high feed life due to special shape of chip lead angle and sharp cutting edge
machining due to sharp cutting breaker and cutting edge

edge



http://www.korloy.com/en/prdinfo/view.do?id_product=834&searchCondition=all&searchKeyword=&page=N&pageIndex=1
http://www.korloy.com/en/prdinfo/view.do?id_product=166&category=12&pageIndex=2&searchCondition=all&searchKeyword=&page=P
http://www.korloy.com/en/prdinfo/view.do?id_product=715&searchCondition=all&searchKeyword=&page=N&pageIndex=2
http://www.korloy.com/en/prdinfo/view.do?id_product=143&category=12&pageIndex=2&searchCondition=all&searchKeyword=&page=P
http://www.korloy.com/en/prdinfo/view.do?id_product=130&category=14&pageIndex=2&searchCondition=all&searchKeyword=&page=P
http://www.korloy.com/en/prdinfo/view.do?id_product=797&category=12&pageIndex=1&searchCondition=all&searchKeyword=&page=P
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Product Guide

Aero Mill-Plus w

Rich Mill Series
<RM6>

Long tool life due to direct spraying
coolant on the cutting edge

With adjustment bolt application,
detailed edge location is available

Applying light weight coolant bolt

Applying more tooth(Screw set and
chip cover are not applied.)

-

* Good surface finish and

perpendicularity due to economical
double-sided insert with 6 corners

« More chip removal amount per

min. and high speed and high feed
machining due to sharp cutting
edge

Roughing Gear
Cutter
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* Roughing tool for large gear with
M30 or above

 Applied for roughing of large
gear with its step shaped edge
arrangement

Shave Mill Ultra
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 Optimal cutter for steel and cast
iron finishing with large workpiece
and for good surface finish

* High rigidity and easy handling
due to simple screw-on clamping
system

 Selectable: basic type(1 teeth) or

adjustable cutting edge type with
adjustable run-out


http://www.korloy.com/en/prdinfo/view.do?id_product=167&category=12&pageIndex=2&searchCondition=all&searchKeyword=&page=P
http://www.korloy.com/en/prdinfo/view.do?id_product=190&category=12&pageIndex=1&searchCondition=all&searchKeyword=&page=P
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Semi-Finishing
Gear Cutter
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Finishing Gear
Cutter
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 4-cornered insert for root and
corner R of gear machining

 Optimal arrangement of cutting
edge for reducing cutting resistance

 Applying 3D side chip breaker
insert

/[

Alpha Mill

S —

Optimal cutter for finishing with
internal gear and external gear

Precision machining(DIN 9 class)
High machinability with optimal
design for machining root of gear

Chamfering and cutting at the same
time

Balance Cutter for
Big Hole Boring

4

4

* Long tool life due to less cutting
load from applying proprietary
recess on the rake surface of minor
cutting edge

 Protruded part on tip seat prevents
wrong clamping and fracture

* Precise slotting

Special Boring Bar

* Less cutting resistance and
better chip evacuation due to
3-dimensional cutting edge and
chip breaker designed with dots

¢ Multi-functional tool in various
types of machining

Convenient use(Usable inside and
outside at the same time)

Wide cutting diameter and cutting
range

Using common rail for roughing and
finishing(Able to choose its application
through exchanging cartridges)

Range of diameter cutting:
External: @40~315 Internal: @265~615

 High speed boring and back boring

 Easy to change the direction with
changing bite direction in back
boring

« High precision balancing: G6.3
e Minimum adjustable range: 2um


http://www.korloy.com/en/prdinfo/view.do?id_product=142&category=12&pageIndex=2&searchCondition=all&searchKeyword=&page=P
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HSK/BT Tooling System .
<Alpha Mil_Mulit Edge type>’

[ Blade Hub ] e
: Rough Shouldering & Facing l

Side Cutter for Special Adjustment type
<TAFCB>

[ Internal Surface of Hub ]

: Back Facing-Roughing, Finishing




Blade Hub
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dexable Step Drill
|

[ Blade Hub Bolt Holes |

Drilling, chamfering
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Special Side Cutter
<Special>
[Blade ]

: Rough Slotting

Aero Mill-Plus

<APD>

[ Blade ]

: Semi-Finish/Finish Facing




SPD_Q4~16(mm)>

CD Drill
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<King Drill(PCD)_©&16.5~@100(mm)>

ndexable Drill
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Inserts for Heavy Duty Machining
<CNMM/SNMM(HG/HV)>

[ Tower Flange External/Profile ]

: External Turning

HG type HV type
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Indexable Drill<King Drill>
Top Solid Drill<TPDB/TPDC>
[ Tower Flange ]

: Drilling
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KEL type LNE type

Semi-Finishing Cutter(Internal Gear)

&= <M24, @400(mm)>
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Top Solid Drill -~ — -
~ <TPDB/TPDC> - ?Ei N |
[ Gear Block Hole ] = r - L ,\i £l
: Drilling B R

4 Indexable Drill
—* [King Drill ]
: Drilling

Finishing Cutter(Internal Gear)
<M20, @400(mm)>
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o Side Cutter for Special Adjustment type
o <Special>
'z [ Internal Surface of Main Frame |
o : Back Facing — Roughing, Finishing
5.
-
o)
3
(2]

RM8/HRMDouble
&= [Main Frame Face |
: Roughing and Finishing for Top Surface Facing

9l



Balance Cutter for Big Hole Boring
7 <TBCA>
[ Main Frame Bore ]
: Roughing & Finish Boring

HSK/BT Toole System

<Alpha Mil_Mulit Edge type>
[ Shouldering, Facing ]
: Roughing

aluB.I:l u!ew Burieag / abue|4 Jamo) / Buiieag ape|g / qny ape|d / qny apejg
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5 Indexable Drill <King Drill>
¥ [Blade Bearing Holes |
: Centering & Drilling 77
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Inserts for Heavy Duty Machining
<CNMM/SNMM(HG/HV)>

[ Main Shaft ]
: Turning for Heavy Duty Machining -Profile

.
_ ',:.\

HG type HV type

RM8/HRMDouble

&= [End of Flange ]

: Facing for Roughing and Finishing at the End




Holders

<PRDCN(RCMX)>

[ Shaft External/Profile ]

: Turning for Heavy Duty Machining

4 Indexable Drill
T <King Drill>

[ Main Shaft Holes ]
: Drilling

aweld uiey / bueag / abuel4 Jamoy / Burieag ape|g / qnH ape|gd / qnH apelg
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Top Solid Drill
- <TPDB/TPDC>

[ Main Shaft Holes ]

: Centering & Drilling

UOIJRWIOYU| [e21UY23] / 10)0Y Bulqin] / Buisen auiqny

TM solid
[ Side Clamping Bolt Holes |
: Threading



1 Indexable Step Drill
L <Special>
[ Turbine Casing Bolt Holes ]
: Drilling, Chamfering
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Alpha Mill-X/RM3/RM6
[ Turbine Casing Face ]
: Roughing and Finishing for Top Surface Facing

0z



Special Boring Bar
<FBH/B>

[ Bore Holes |

: Finish Boring

4 Indexable Drill
<King Drill>

[ Turbine Casing Holes ]
: Drilling

Jeus urely / aweld ureyy / buiieag / abuel4 Jamo) / bulieag apeig / qnH ape|g / anH apelg
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5 Shave Mill Ultra
~ <SVUM>
[ Turbine Casing Holes |
: Finishing for Top Surface Facing
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1 Inserts for Heavy Duty Machining
<CNMM/SNMM(HV)>

[ Turbine Rotor ]

: Turning for Heavy Duty Machining-Profile

Inserts for Heavy Duty Machining
<PRDCN(RCMX)>

[ Turbine Rotor ]

: Profile

RCMX type



Top Solid Drill

~ <TPDB/TPDC>
[ Turbine Rotor Holes ]
: Centering & Drilling

Buise) auiqun) / 1eys uleyy / sweld urely / buueag / abuey4 Jamoy / Buiieag apeig / qnH ape|d / GnH apelg

10)0Y auigany
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Inserts for Heavy Duty Machining
T <CNMM/SNMM(HG)>

[ Turbine Rotor ]

. Turning for Heavy Duty Machining -Profil

NANNNA

HG type
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Grade Guide

A

O Heavy Insert grade lineup for Steel (P15/20/25)

NN
nan
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8
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3
0 ! ! ! ! ! ! ! ! Feed, fn (mm/rev)
@ Continuous cutting ® General cutting 4 Interrupted cutting Toughness
Grade 1SO Features
NC515H P15 Optimal grade for high speed and continuous machining
NC520H P20 High wear resistance grade for medium to high speed and medium feed machining
NC525H P25 General grade for medium speed and medium to high feed machiing

O Features of NC515H, NC520H, NC525H

Titanium abrasion recognizing layer
with high lubrication

Alumina layer with heat
resistance

Fracture
resistance

Titanuim coating layer with
enhanced fracture resistance

Optimal substrate in ecah
cutting range

Chipping
resistance

Notch wear/Chipping

Wear resistance

Bre

akage

e NC515H (P15)

Welding
resistance

NC520H (P20)
NC525H (P25)

Plastic
deformation
resistance




O Applicaton range of heavy chip breaker with 19-sized HV
inscribed circle (CNM M1 9, SNMM1 9) « For heavy medium to roughing(in vertical lathe)

+ Recommended depth of cut: 4.0~13.0 mm
+ 1st recommended chip breaker in vertical machining
+ Recommended in high feed and high depth of cut machining
« Blanced chip evacuation and chip control
(Designation: CNMM/SNMM19 & CNMM/SNMM25)

HG

« For heavy medium cutting(in horizontal lathe)

+ Recommended depth of cut: 3.0~12.0 mm

« 1st recommended chip breaker in horizontal machining

+ Outstanding performance at low-power machine
(Designation: CNMM/SNMM19 & CNMM/SNMM25)

GH

N « For heavy medium to finishing(in horizontal lathe)
Cutting ﬂ} « Recommended depth of cut: 3~12 mm
streogti « 1st recommended chip breaker for heay insert with 19 size
« Recommended in high feed and chip evacuation machining
(Designation: CNMM/SNMM19 & CNMM/SNMM25)

HL

« For heavy medium to finishing(in horizontal lathe)
+ Recommended depth of cut: 2.5~12 mm
« Suitable for mild steel(STS, low carbon steel, and etc.)
+ Cutting range: between GH and HP
(Designation: CNMM/SNMM19)

HP

« For heavy medium to finishing(in horizontal lathe)

+ Recommended depth of cut: 2.5~12 mm

« Optomal for mild steel(STS, low carbon steel and etc.)

+ Recommended for machining with excellent chip contol
(Designation: CNMM/SNMM19 & CNMM/SNMM25)

% Recommended C/B for [Medium to small workpiece/Horizontal/Low carbon & STS steel]
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O Applicaton range of heavy chip breaker with 25-sized HX
inscribed circle (CNMM25, SNMM25) * For heavy roughing(in vertical lathe)

+ Recommended depth of cut: 4.5~17.0 mm
x Recommended C/B for [Heavy workpiece/Horizontal & Vertical/Alloy & Carton steel] « 2nd recommended chip breaker in vertical machining
+ Recommended in high feed and high depth of cut machining
« Better chip evacuation
(Designation: CNMM/SNMM25)

HV

« For heavy medium to roughing(in vertical lathe)
« Recommended depth of cut: 4.0~13.0 mm
« 1st recommended chip breaker in vertical machining
« Recommended for high feed and high depth of cut machining
« Blanced chip evacuation and chip control
(Designation: CNMM/SNMM19 & CNMM/SNMM25)

HH
Cutting
Mﬂ « For heavy medium cutting(in horizontal lathe)

« Recommended depth of cut: 3.5~12.5 mm
+ 2nd recommended chip breaker in horizontal machining
« High tensile strength

(Designation: CNMM/SNMM19 & CNMM/SNMM25)

HG

« For heavy medium cutting(in horizontal lathe)

« Recommended depth of cut: 3.0~12.0 mm

« 1st recommended chip breaker in horizontal machining

+ Outstanding performance at low-power machine
(Designation: CNMM/SNMM19 & CNMM/SNMM25)

uonewou| [ea1uysay
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Chip Breaker Guide

O Heavy Inscribed circle 19 C/B application guide (CNMM19, SNMM19)

-

\

Recommended Recommended

£ Cutting o5 ghape feed depthof cut
= |18 range (mm/rev) (mm)
[&]
s Mediumto 0.90 6.0
g roughing 05~11)  (4.0~11.0)
. 0.60 40
1 Medum | HG 04~1.0)  (3.0~10.0)
2 0.66 38
GH 0 04~1.0)  (3.0~10.0)
10 )
Mediumto . <y 0.63 35
finishing 04-1.0) | (25-10.0)
8
0.50 35
. HP & 04~10)  (25-100)
% Inscribed circle: 19, Main chip breaker: GH-HP
4
2
0.4 08 1.2 16
| | | | »
Feed (mm/rev)

O Heavy Inscribed circle 25 C/B application guide (CNMM25, SNMM25)

Feed (mm/rev)

A
— : Recommended Recommended
£ HX Al C/B  Shape feed depth of cut
= 18 HV Lange (mm/rev) (mm)
[&]
5 HH
£ HG Roughing HX @& ™ 12 90
g [ v (0.6~15) | (4.5~17.0)
y Mediumto . 1.0 8.0
roughing (0.5~1.4) | (4.0~15.0)
12 ] - 0.9 7.0
HH & (045-13)  (35-13.0)
10 Medium
o 0.8 6.0
HG 0.4~12) | (3.0~12.0)
8
% Inscribed circle: 25, Main chip breaker: HV/HG
6
4
2
0.4 08 1.2 1.6
| | | | >






www.korloy.com o

KORLOY
Total Service

This application provides various
metal cutting information.
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K RL Y Holystar B/D, 1350, Nambusunhwan-ro, Geumcheon-gu, Seoul, 08536, Korea
Tel: +82-2-522-3181 Fax: +82-2-522-3184, +82-2-3474-4744 Web: www.korloy.com E-mail: sales.khq@korloy.com

& KORLOY AMERICA

620 Maple Avenue, Torrance, CA 90503, USA
Tel: +1-310-782-3800  Toll Free: +1-888-711-0001 Fax: +1-310-782-3885
E-mail: sales.kai@korloy.com

& KORLOY INDIA

Plot No. 415, Sector 8, IMT Manesar, Gurgaon 122051, Haryana, India
Tel: +91-124-4391790  Fax: +91-124-4050032
E-mail: sales.kip@korloy.com

& KORLOY TURKEY

Serifali Mahallesi, Burhan Sokak NO: 34
Dudullu OSB/Umraniye/Istanbul, 34775, Turkey
Tel: +90-216-415-8874  E-mail: sales.ktl@korloy.com

& KORLOY RUSSIA

Krasivy Dom office No. 305, Bld. 5, Novovladykinskiy proezd 8, 127106,
Moscow, Russia
Tel: +7-495-280-1458  Fax: +7-495-280-1459  E-mail: sales.krc@korloy.com

& KORLOY EUROPE

Gablonzer Str. 25-27, 61440 Oberursel, Germany
Tel: +49-6171-277-83-0  Fax: +49-6171-277-83-59
E-mail: sales.keg@korloy.com

& KORLOY BRASIL

Av. Aruana 280, conj.12, WLC, Alphaville, Barueri,
CEP06460-010, SP, Brasil
Tel: +55-11-4193-3810  E-mail: sales.kbl@korloy.com

& KORLOY CHILE

Av. Providencia 1650, Office 1009, 7500027
Providencia-Santiago, Chile
Tel: +56-229-295-490  E-mail: sales.kcs@korloy.com

& KORLOY MEXICO

Queretaro, Mexico
E-mail: sales.kml@korloy.com

6 KORLOY FACTORY QINGDAO

Ground Dongjing Road 56(B) District Free Trade Zone. Qingdao, China
Tel: +86-532-86959880 Fax: +86-532-86760651
E-mail: pro.kfq@korloy.com

& KORLOY FACTORY INDIA

Plot No. 415, Sector 8, IMT Manesar, Gurgaon 122051, Haryana, India
Tel: +91-124-4391790  Fax: +91-124-4050032
E-mail: pro.kim@korloy.com
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