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(54) COMBINED ELECTROPLATED GRINDING WHEEL

(57) The present invention relates to a combined
electroplated abrasive wheel. The combined electroplat-
ed abrasive wheel includes a body and an electroplating
component for electroplating a workpiece, wherein the
electroplating component is connected to the body in a
combined manner. The electroplating component dis-
posed on the combined electroplated abrasive wheel is
connected to the body in the combined manner without
additionally disposing a "rib frame" structure, thereby
avoiding a problem that cooling water in the abrasive
wheel having the "rib frame" structure is not able to enter
an inner diameter cavity smoothly and affects a water
amount. The interior of the abrasive wheel is hollowed
out as much as possible, thereby increasing the water
amount of the inner diameter cavity. Further, the electro-
plating component may be detached from the body,
thereby realizing replacement of components, replacing
a working procedure for reconditioning the original body,
reducing a damage to the body, increasing a reuse rate
of the body and the productivity, and lowering the cost.
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Description

TECHNICAL FIELD

[0001] The present invention relates to the technical
field of abrasive wheel tools, and more particularly to a
combined electroplated abrasive wheel.

BACKGROUND

[0002] Firstly, if external cooling is adopted for equip-
ment without an internal cooling water supply structure,
an airflow barrier will be formed at an inner diameter, an
outer diameter and a grinding surface of an end face of
an abrasive wheel due to rotation of the abrasive wheel,
blocking cooling water from entering a grinding region.
Particularly, a high rotational speed leads to a strong air-
flow barrier, which is not suitable for a technical applica-
tion of high-speed grinding. Further, in the case of exter-
nal cooling, cooling water cannot act in a direction from
the outer diameter to the inner diameter under the action
of a centrifugal force, so that a cooling effect on a portion
of the working end face close to the inner diameter is
extremely poor. The prior art is shown in FIG. 1.

1. In an improved method, a body of the abrasive
wheel is hollowed out as much as possible, and a
hollowed-out region serves as a water passage, so
that the cooling water is injected into an inner diam-
eter cavity to cool the grinding surface along a radial
direction from the inner diameter to the outer diam-
eter under the action of the centrifugal force. When
the body is hollowed out, it is necessary to ensure
the connection strength of a "rib frame" of the re-
maining part, as the "rib frame" will also hit the cooling
water during high-speed rotation to form a turbulent
layer or water mist, such that the cooling water can-
not enter the inner diameter cavity smoothly and a
cooling water amount is negatively affected.
2. Even if the cooling water enters the inner diameter
cavity, a part of cooling water still runs off due to
penetration, and thus, the amount of cooling water
passing through the inner diameter and the end face
of the abrasive wheel under the action of the centrif-
ugal force is also very small.
3. Due to the high machining difficulty of the body of
the abrasive wheel and the high cost of machining,
reconditioning the body of the abrasive wheel is a
common method to reduce the cost. However, work-
ing procedures for performing reconditioning on the
original body are complex. Working procedures such
as deplating diamonds, finishing the body to satisfy
precision requirements and replating the diamonds
are required. An electroplating step is particularly
complex; the productivity is low and the cost is high.

[0003] Secondly, for an abrasive wheel electroplated
with diamonds, an abrasive material is disposed in a sin-

gle layer. Since an exposed height of a diamond is less
than half of its particle size, a space in the grinding region
(a region in which the abrasive wheel is in contact with
a workpiece) is narrow and occupied and blocked by cut-
tings, so that the amount of cooling water passing along
the radial direction from the inner diameter to the outer
diameter under the action of the centrifugal force is very
small. The finer the diamonds are, the more difficult for
the cooling water to pass, thereby greatly limiting the
cooling effect and further affecting the grinding efficiency.
[0004] Thirdly, since a diamond of a micro-powder lev-
el is often adopted for the abrasive wheel electroplated
with diamonds, in order to ensure normal operation of
the abrasive wheel, it is required to machine the body of
the abrasive wheel with high-precision machining equip-
ment so as to satisfy higher machining precision require-
ments. If the precision is not satisfactory, a diamond layer
is prone to perforation and delamination, the workpiece
may be burnt and broken, and the body may be damaged,
so that the times by which the body may be reconditioned
is reduced or the body even cannot be reused.

SUMMARY

[0005] In order to overcome the shortcomings in the
prior art, the technical problem to be solved by the present
invention is to provide a combined electroplated abrasive
wheel.
[0006] In order to solve the above technical problem,
the technical solution of the present invention is as fol-
lows. A combined electroplated abrasive wheel includes
a body and an electroplating component for electroplat-
ing a workpiece, wherein the electroplating component
is connected to the body in a combined manner.
[0007] The combined electroplated abrasive wheel of
the present invention has the following beneficial effects.
The electroplating component disposed on the abrasive
wheel may be connected to the body in the combined
manner without additionally disposing a "rib frame" struc-
ture, thereby avoiding a problem that cooling water in the
abrasive wheel having the "rib frame" structure cannot
smoothly enter an inner diameter cavity and affects a
water amount. The interior of the abrasive wheel is hol-
lowed out as much as possible, thereby increasing the
water amount of the inner diameter cavity. Further, the
electroplating component may be detached from the
body, thereby realizing replacement of components, re-
placing a working procedure for reconditioning the orig-
inal body, reducing a damage to the body, increasing a
reuse rate of the body and the productivity, and lowering
the cost.
[0008] Based on the above technical solution, the
present invention may further include the following im-
provements.
[0009] Further, the first method for connecting the elec-
troplating component to the body in a combined manner
is as follows. The electroplating component includes a
first connection disc, an absorption member, a first elec-
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troplated abrasive disc body and a first diamond plating
layer; the body includes a water inlet end surface and a
hollow annular groove, wherein the water inlet end sur-
face is an annular plate structure with a first water inlet
in the center; an outer diameter of the water inlet end
surface and an outer diameter of the annular groove are
equal and coaxially connected into a whole; the water
inlet end surface is connected to a top surface of the
annular groove, and a hollowed-out region is formed be-
tween the water inlet end surface and an inner annular
wall of the annular groove; the first connection disc and
the first water inlet are oppositely placed in the hollowed-
out region and detachably connected to the water inlet
end surface; a gap is reserved between the first connec-
tion disc and the inner annular wall of the annular groove
to form a water passage; the absorption member is dis-
posed in the annular groove; the first electroplated abra-
sive disc body is adsorbed at the outer side of a bottom
surface of the annular groove through the absorption
member; the first diamond plating layer is attached to the
outer surface of the first electroplated abrasive disc body;
and the first connection disc includes a plurality of blade
components that is distributed on the side surface of the
first connection disc close to the water inlet end surface
in a vortex form.
[0010] The above further technical solution has the fol-
lowing beneficial effects. The body and the first connec-
tion disc of the abrasive wheel achieve an effect of ex-
ternal rotation and internal cooling. The first connection
disc is disposed in the hollowed-out region, i.e., the inner
diameter cavity; a gap formed by the inner annular wall
of the annular groove, the outer diameter of the connec-
tion disc and the blade components serves as the water
passage, and the cooling water is injected into the inner
diameter cavity to cool a grinding surface along a radial
direction from the inner diameter to the outer diameter
under the action of a centrifugal force. The electroplated
abrasive disc body is adsorbed on the body through the
absorption member, and serves as a detachable and re-
placeable component, so that electroplated abrasive disc
bodies of different particle sizes may be interchanged,
thereby replacing the working procedure for recondition-
ing the original body, reducing the damage to the body,
increasing the reuse rate of the body and the productivity,
and reducing the cost.
[0011] Further, the second method for connecting the
electroplating component to the body in a combined man-
ner is as follows. The electroplating component includes
a mandrel, a second connection disc, a press cover, a
first abrasive body and a second abrasive body;

the second connection disc sleeves the lower end
of the mandrel, and is fixedly connected to the man-
drel; a plurality of shunting components of an arc
blade structure are fixedly connected to the second
connection disc and arranged in a vortex form;
the body sleeves the mandrel to form an annular
water inlet passage with the mandrel; the body is

located at the upper end of the second connection
disc and fixedly connected to the second connection
disc; a plurality of shunting passages is formed by
the body, the plurality of shunting components and
the upper end surface of the second connection disc,
and arranged in a vortex form; the outer edge of the
body extends downward to the lower end thereof and
surrounds the second connection disc to form an an-
nular water outlet with the outer side wall of the sec-
ond connection disc; the water inlet passage is in
communication with the plurality of shunting passag-
es, and the plurality of shunting passages are all in
communication with the water outlet;
the press cover is placed at the upper end of the
body and fixedly connected to the body; the press
cover sleeves the mandrel to form an annular second
water inlet with the mandrel, and the second water
inlet is in communication with the water inlet pas-
sage;
the first abrasive body is placed at the lower end of
the body, and detachably connected to the body; and
the second abrasive body is placed at the outer side
of the body, and detachably connected to the body.

[0012] The above further technical solution has the fol-
lowing beneficial effects. The cooling water can be guid-
ed to flow out via the water inlet, the water inlet passage,
the shunting passages and the water outlet, thereby
achieving the effect of external rotation and internal cool-
ing. The cooling water uniformly cools the grinding sur-
face of the first abrasive body under the action of the
centrifugal force, thereby effectively improving the cool-
ing efficiency and the cooling effect. The mandrel, the
second connection disc, the shunting components, the
body, the press cover, the first abrasive body and the
second abrasive body are easily manufactured with ex-
tremely low costs, thereby reducing the investment of
machining equipment and lowering the machining diffi-
culty and the machining cost, achieving easy replace-
ment and operation before use, reducing the damage to
the body, increasing the reuse rate of the body and the
productivity, and lowering the cost.

BRIEF DESCRIPTION OF THE DRAWINGS

[0013]

FIG. 1 is a structural schematic diagram of an abra-
sive wheel in the prior art according to an embodi-
ment of the present invention;
FIG. 2 is a sectional view of a combined electroplated
abrasive wheel in a first connection method accord-
ing to an embodiment of the present invention;
FIG. 3 is an overall structural schematic diagram of
the combined electroplated abrasive wheel in the
first connection method according to an embodiment
of the present invention;
FIG. 4 is a front view of the combined electroplated
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abrasive wheel in the first connection method ac-
cording to an embodiment of the present invention;
FIG. 5 is a structural schematic diagram of a first
electroplated abrasive disc body and an elastic cush-
ion according to an embodiment of the present in-
vention;
FIG. 6 is a schematic diagram of the first electroplat-
ed abrasive disc body connected to a body according
to an embodiment of the present invention;
FIG. 7 is a first schematic diagram of a blade com-
ponent according to an embodiment of the present
invention;
FIG. 8 is a second schematic diagram of the blade
component according to an embodiment of the
present invention;
FIG. 9 is a first schematic diagram of water grooves
distributed on a first diamond plating layer according
to an embodiment of the present invention;
FIG. 10 is a second schematic diagram of water
grooves distributed on the first diamond plating layer
according to an embodiment of the present inven-
tion;
FIG. 11 is a third schematic diagram of water grooves
distributed on the first diamond plating layer accord-
ing to an embodiment of the present invention;
FIG. 12 is a schematic diagram of an anti-loosening
fastener according to an embodiment of the present
invention;
FIG. 13 is a mounting schematic diagram of the anti-
loosening fastener according to an embodiment of
the present invention;
FIG. 14 is a front view of a combined electroplated
abrasive wheel in a second connection method ac-
cording to an embodiment of the present invention;
FIG. 15 is a structural schematic diagram of a first
abrasive body detached from a combined electro-
plated abrasive wheel according to an embodiment
of the present invention;
FIG. 16 is a structural schematic diagram of the com-
bined electroplated abrasive wheel in the second
connection method according to an embodiment of
the present invention;
FIG. 17 is a front view of a second connection disc
and a shunting component according to an embod-
iment of the present invention;
FIG. 18 is a side view of the combined electroplated
abrasive wheel in the second connection method ac-
cording to an embodiment of the present invention;
FIG. 19 is an enlarged schematic view of a position
I in FIG. 18;
FIG. 20 is a sectional view of DD in FIG. 18;
FIG. 21 is a sectional view of BB in FIG. 20;
FIG. 22 is a sectional view of KK in FIG. 21;
FIG. 23 is an enlarged schematic view of a position
M in FIG. 20; and
FIG. 24 is an enlarged schematic view of a position
N in FIG. 20.

[0014] In the drawings, components represented by
different numerals are listed as follows:
1. body; 2. first connection disc; 3. first electroplated abra-
sive disc body; 4. blade component; 5. magnet; 6. plug;
7. plug mounting hole; 8. fixing screw; 9. first water
groove; 10. first elastic cushion; 11. dismounting hole;
12. positioning step; 13. equipment mounting hole; 14.
electroplated abrasive disc body folded edge; 15. folded
edge mounting groove; 16. anti-loosening fastener; 101.
water inlet end surface; 102. annular groove; 301. first
diamond plating layer; 401. blade; 402. water press plate;
1011. first water inlet; 17. mandrel; 18. second connec-
tion disc; 19. shunting component; 20. press cover; 21.
first abrasive body; 22. second abrasive body; 23. second
elastic cushion; 24. first screw; 25. second screw; 26.
third screw; 27. water inlet passage; 28. shunting pas-
sage; 29. water outlet; 30. second water inlet; 31. mag-
netic member; 32. insert block; 211. second electroplated
abrasive disc body; 212. second diamond plating layer;
213. second water groove; 221. electroplated abrasive
ring body; and 222. third diamond plating layer.

DETAILED DESCRIPTION

[0015] Principles and features of the present invention
will be described below in combination with the accom-
panying drawings. Embodiments are merely used to ex-
plain the present invention rather than limit the scope of
the present invention.
[0016] In Embodiment 1, a combined electroplated
abrasive wheel is provided, including a body 1 and an
electroplating component for electroplating a workpiece,
wherein the electroplating component is connected to
the body 1 in a combined manner.
[0017] In the above embodiment, the electroplating
component disposed on the abrasive wheel may be con-
nected to the body in the combined manner without ad-
ditionally disposing a "rib frame" structure, thereby avoid-
ing a problem that cooling water in the abrasive wheel
having the "rib frame" structure cannot smoothly enter
an inner diameter cavity and affects a water amount. The
interior of the abrasive wheel is hollowed out as much as
possible, thereby increasing the water amount of the in-
ner diameter cavity. Further, the electroplating compo-
nent may be detached from the body, thereby realizing
replacement of components, replacing a working proce-
dure for reconditioning the original body, reducing a dam-
age to the body, increasing a reuse rate of the body and
the productivity, and lowering the cost.
[0018] Based on Embodiment 1, in Embodiment 2, as
shown in FIGs. 2, 3, 4 and 6, the first method for con-
necting the electroplating component to the body is as
follows.
[0019] The electroplating component includes a first
connection disc 2, an absorption member, a first electro-
plated abrasive disc body 3 and a first diamond plating
layer 301; and the body 1 includes a water inlet end sur-
face 101 and a hollow annular groove 102, wherein the
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water inlet end surface 101 has an annular plate structure
with a first water inlet 1011 in the center, an outer diam-
eter of the water inlet end surface 101 and an outer di-
ameter of the annular groove 102 are equal and coaxially
connected into a whole, the water inlet end surface 101
is connected to the top surface of the annular groove
102, and a hollowed-out region is formed between the
water inlet end surface 101 and an inner annular wall of
the annular groove 102. The first connection disc 2 and
the first water inlet 1011 are oppositely placed in the hol-
lowed-out region and detachably connected to the water
inlet end surface 101, and a gap is reserved between the
first connection disc 2 and the inner annular wall of the
annular groove 102 to form a water passage; the absorp-
tion member is disposed in the annular groove 102, the
first electroplated abrasive disc body 3 is adsorbed at the
outer side of the bottom surface of the annular groove
102 through the absorption member, and the first dia-
mond plating layer 301 is attached to the outer surface
of the first electroplated abrasive disc body 3; and the
first connection disc 2 includes a plurality of blade com-
ponents 4 that is distributed on the side surface of the
first connection disc 2 close to the water inlet end surface
101 in a vortex form.
[0020] It is to be understood that the outer diameter of
the annular groove 102 overlaps with the outer diameter
of the water inlet end surface 101, and a diameter of the
water inlet is less than an inner diameter of the annular
groove 102, so that the connection disc 2 is connected
to a position on the water inlet end surface 101 close to
an inner diameter of the water inlet end surface 101.
[0021] Arrows in FIG. 4 indicate a flow direction of cool-
ing water, that is, a radial direction from the inner diameter
to the outer diameter.
[0022] In the above embodiment, firstly, the body 1 and
the connection disc 2 of the abrasive wheel achieve an
effect of external rotation and internal cooling, the con-
nection disc 2 is disposed in the hollowed-out region, i.e.,
the inner diameter cavity, and the gap formed by the inner
annular wall of the annular groove 102, the outer diameter
of the connection disc 2 and the blade components
serves as the water passage; and the cooling water is
injected into the inner diameter cavity to cool a grinding
surface along the radial direction from the inner diameter
to the outer diameter under the action of a centrifugal
force. Secondly, the electroplated abrasive disc body is
adsorbed on the body through the absorption member,
and is a detachable and replaceable component, so that
electroplated abrasive disc bodies of different particle siz-
es may be interchanged to replace the working procedure
for reconditioning the original body, thereby reducing the
damage to the body, increasing the reuse rate of the body
and the productivity, and lowering the cost.
[0023] The word "interchange" may be understood as
follows: the body part may be considered as tooling, and
rings (disks) of different particle sizes may be assembled
on the tooling according to requirements to perform grind-
ing. That is, the electroplated abrasive disc body 3 of a

different particle size specification may be obtained by
selecting the particle size specification for the diamond
of the diamond plating layer 301 according to different
requirements, and then is assembled on the tooling.
[0024] Based on Embodiment 2, in Embodiment 3, as
shown in FIG. 2, the absorption member includes a plu-
rality of cylindrical magnets 5 and a plurality of cylindrical
plugs 6; the plurality of magnets 5 is placed around the
bottom surface of the annular groove 102 at intervals;
the magnets 5 and the plugs 6 are equal in number; the
plurality of plugs 6 is in one-to-one correspondence with
the plurality of magnets 5 and located above the corre-
sponding magnets 5; and the magnets 5 are mounted on
the bottom surface of the annular groove 102 through
the plugs 6 by interference fit.
[0025] In the above embodiment, a plurality of magnets
is disposed around the bottom surface of the annular
groove 102 of the body and mounted on the bottom sur-
face of the annular groove 102 through the plugs, and
each magnet firmly adsorbs the electroplated abrasive
disc body 3 on the body by a magnetic force to prevent
the electroplated abrasive disc body 3 from being sepa-
rated from the body during operation.
[0026] Based on Embodiment 3, in Embodiment 4, as
shown in FIG. 3, a plurality of plug mounting holes 7
whose number is equal to that of the plurality of plugs 6
is formed in the water inlet end surface 101 of the body
1; the plugs 6 and the plug mounting holes 7 are equal
in diameter, the plurality of plug mounting holes 7 is in
one-to-one correspondence with the plurality of plugs 6,
and each of the plugs 6 is inserted into the annular groove
102 from the corresponding plug mounting hole 7 respec-
tively; and the lower end of the plug 6 is connected to the
corresponding magnet 5, and the upper end of the plug
6 is clamped in the plug mounting hole 7.
[0027] In the above embodiment, the plug mounting
holes 7 can facilitate mounting the plugs 6 on the magnets
5, and can accurately position the plugs 6.
[0028] Based on Embodiment 4, in Embodiment 5, as
shown in FIG. 7 and FIG. 8, each of the blade components
4 includes a blade 401 and a water press plate 402; the
blade 401 has a circular arc block structure, and the re-
spective blades 401 are distributed on the connection
disc 2 in a vortex form and close to the edge of the con-
nection disc 2; the blade 401 and the connection disc 2
are integrally formed; the respective water press plates
402 are located at the water passage respectively and
integrally disposed at the ends of the corresponding
blades 401; and a thickness of the water press plate 402
gradually increases from front to back in a vortex rotation
direction to form an oblique angle structure.
[0029] Specifically, as shown in FIG. 7, the respective
blades 401 on the connection disc 2 are distributed in a
clockwise vortex direction opposite to a rotation direction
of the body 1. Alternatively, as shown in FIG. 8, the re-
spective blades 401 on the connection disc 2 are distrib-
uted in a counterclockwise vortex direction. Thus, the
connection disc 2 in a different blade form may be se-
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lected according to production and machining require-
ments.
[0030] In the above embodiment, the water press plate
402 generates a pushing force on the cooling water to
ensure the water to flow rapidly through a small gap.
[0031] Based on Embodiment 5, in Embodiment 6, the
combined electroplated abrasive wheel further includes
a plurality of fixing screws 8 for connecting the body 1
and the connection disc 2, wherein the fixing screws 8
and the blades 401 are equal in number, and the plurality
of fixing screws 8 is in one-to-one correspondence with
the blades 401 and passes through the water inlet end
surface 101 of the body 1 and the corresponding blades
401 sequentially from top to bottom.
[0032] It is to be understood that a plurality of screw
holes is correspondingly formed in the blades 401 and
the water inlet end surface 101 of the body 1, and the
screws 8 are correspondingly inserted into the screw
holes of the blades 401 and the screw holes of the water
inlet end surface 101.
[0033] In the above embodiment, the connection disc
2 is detachably connected to the body 1 by the fixing
screws 8, so that the mounting is rapid and convenient.
[0034] Based on Embodiment 2, in Embodiment 7, the
first electroplated abrasive disc body 3 is of an annular
sheet structure in a shape same as the bottom surface
of the annular groove 102; and first water grooves 9 are
densely formed in the first diamond plating layer 301,
wherein each first water groove 9 has a strip groove struc-
ture.
[0035] In the above embodiment, the first electroplated
abrasive disc body 3 may play a role of a chip pocket and
a chip removal groove to greatly improve cooling and
chip removal capacities, and thus is suitable for high-
speed machining and conducive to substantially improv-
ing the grinding efficiency.
[0036] Based on Embodiment 7, in Embodiment 8, as
shown in FIG. 11, the first water grooves arranged dense-
ly are in a radial shape, and an axis of each first water
groove 9 passes through the circle center, so that the
cooling water cools a grinding region (a region in which
the abrasive wheel is in contact with a workpiece) along
the radial direction from the inner diameter to the outer
diameter under the action of the centrifugal force.
[0037] In Embodiment 8, as shown in FIG. 10, the first
water grooves arranged densely are all inclined at the
same preset angle, and a direction thereof helps the cool-
ing water cool the grinding region along the radial direc-
tion from the inner diameter to the outer diameter.
[0038] Specifically, "inclined at the same preset angle"
refers to that the axis of each water groove does not pass
through the circle center, and the respective water groove
are disposed in parallel and extend forward in a vortex
rotation direction of the cooling water. Alternatively, "in-
clined at the same preset angle" refers to that the axis of
each water groove does not pass through the circle cent-
er, and the respective first water grooves are disposed
in parallel and extend backward in the vortex rotation

direction of the cooling water.
[0039] It is to be understood that the circle center refers
to a circle center of the electroplated abrasive disc body 3.
[0040] In Embodiment 8, as shown in FIG. 9, the first
water grooves arranged densely have a crossed network
structure, and generate a working face to form "network
surface" grinding, so as to cool the grinding region.
[0041] In the above embodiments, three water groove
forms are all passages through which the cooling water
reaches the grinding working face (the diamond plating
layer), and may improve cooling and chip removal effects
in different extents. The cooling and chip removal capac-
ities of the first water grooves in the radial shape, the
inclined shape and the network shape are sequentially
increased.
[0042] Based on Embodiment 7, in Embodiment 9, the
combined electroplated abrasive wheel further includes
a first elastic cushion 10 of an annular band structure,
wherein the first elastic cushion 10 and the annular
groove 102 are equal in inner diameter, and the first elas-
tic cushion 10 is clamped between the bottom surface of
the annular groove 102 and the first electroplated abra-
sive disc body 3.
[0043] In the above embodiment, the elastic cushion
10 slightly deforms under force, and thus may compen-
sate the defects of equipment/abrasive wheel/assembly
precision in a small range.
[0044] Based on Embodiment 9, in Embodiment 10,
as shown in FIG. 5, the combined electroplated abrasive
wheel further includes a positioning step 12; and the po-
sitioning step 12 is disposed around an inner diameter
of the bottom surface of the annular groove 102 and ax-
ially extends toward the first electroplated abrasive disc
body 3 to form a circular flange structure.
[0045] In the above embodiment, the positioning step
12 can position the elastic cushion 10 and the electro-
plated abrasive disc body 3 to prevent offset, thereby
improving the precision and safety.
[0046] In Embodiment 10, in order to prevent the elec-
troplated abrasive disc body 3 from loosening, an anti-
rotation and anti-loosening component for fastening the
electroplated abrasive disc body 3 on the body 1 is dis-
posed.
[0047] As shown in FIG. 12 and FIG. 13, the abrasive
wheel further includes the anti-rotation anti-loosening
component. The anti-rotation anti-loosening component
includes an electroplated abrasive disc body folded edge
14, a folded edge mounting groove 15 and an anti-loos-
ening fastener 16. The electroplated abrasive disc body
folded edge 14 is a square plate with a screw hole in a
middle portion and disposed at the lower edge of the
outer diameter of the electroplated abrasive disc body 3,
the folded edge mounting groove 15 corresponding to
the electroplated abrasive disc body folded edge 14 is
disposed on the annular groove 102 of the body 1, and
the electroplated abrasive disc body folded edge 14 is
embedded into the folded edge mounting groove 15. The
anti-loosening fastener 16 penetrates through the elec-
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troplated abrasive disc body folded edge 14 and the fold-
ed edge mounting groove 15 sequentially from outside
to inside in a threaded connection manner to fix the elec-
troplated abrasive disc body 3 on the body 1, so as to
achieve an anti-rotation and anti-loosening effect of the
electroplated abrasive disc body 3.
[0048] Specifically, a plurality of anti-rotation and anti-
loosening components may be disposed circumferential-
ly.
[0049] Based on the above Embodiments 1 to 10, in
Embodiment 11, the combined electroplated abrasive
wheel further includes a plurality of dismounting holes 11
for dismounting the first electroplated abrasive disc body
3; and the plurality of dismounting holes 11 is formed
around an outer diameter of the bottom surface of the
annular groove 102 at equal intervals.
[0050] In the above embodiment, the electroplated
abrasive disc body 3 is pried up from the dismounting
holes 11 to rapidly separate the electroplated abrasive
disc body 3 from the body, thereby improving the pro-
duction efficiency.
[0051] Based on the above Embodiments 1 to 10, spe-
cifically, as shown in FIG. 7, a circular connection pro-
truding block for connecting a main shaft of external
equipment is disposed at a central position of the first
connection disc 2 and protrudes toward the water inlet
end surface 101, and an equipment mounting hole 13 is
formed in a central position of the circular connection
protruding block.
[0052] In the above embodiment, the circular connec-
tion protruding block facilitates mounting the external
equipment.
[0053] The combined electroplated abrasive wheel of
the present invention has the following advantages.

1. The body part serving as the tooling may be used
many times, thereby greatly saving body materials,
reducing a machining volume of the body, and sub-
stantially reducing the consumption of the body ma-
terials and the machining cost.
2. The electroplated abrasive disc body of the dia-
mond plating layer is easily manufactured by stamp-
ing at extremely low cost.
3. By the conventional machining methods such as
stamping and rolling, it is very easy to machine dense
water passages on the working face, and the pas-
sages may play the role of the chip pocket and the
chip removal groove to greatly improve the cooling
and chip removal capacities, and thus is suitable for
high-speed machining and conducive to substantial-
ly improving the grinding efficiency.
4. The electroplated abrasive disc body is easily re-
placed before use.
5. The elastic cushion slightly deforms under force,
and thus may compensate the defects of equip-
ment/abrasive wheel/assembly precision in the
small range.
6. The electroplated abrasive disc body may be pro-

duced in a simpler process with substantially re-
duced environmental protection expenses, and thus
is suitable for automatic production.

[0054] Based on Embodiment 1, in Embodiment 12,
as shown in FIGs. 14 to 24, a second method for con-
necting the electroplating component to the body is as
follows.
[0055] The electroplating component includes a man-
drel 17, a second connection disc 18, a press cover 20,
a first abrasive body 21 and a second abrasive body 22.
[0056] The second connection disc 18 sleeves the low-
er end of the mandrel 17, and is fixedly connected to the
mandrel 17; and a plurality of shunting components 19
of an arc blade structure is fixedly connected to the sec-
ond connection disc 18 and arranged in a vortex form.
[0057] The body 1 sleeves the mandrel 17 to form an
annular water inlet passage 27 with the mandrel 17; the
body 1 is located at the upper end of the second connec-
tion disc 18 and fixedly connected to the second connec-
tion disc 18; a plurality of shunting passages 28 is formed
by the body 1, the plurality of shunting components 19
and the upper end surface of the second connection disc
18, and arranged in a vortex form; the outer edge of the
body 1 extends downward to the lower end thereof and
surrounds the second connection disc 18 to form an an-
nular water outlet 29 with an outer side wall of the second
connection disc 18; and the water inlet passage 27 is in
communication with the plurality of shunting passages
28, and the plurality of shunting passages 28 is all in
communication with the water outlet 29.
[0058] The press cover 20 is placed at the upper end
of the body 1 and fixedly connected to the body 1; the
press cover 20 sleeves the mandrel 17 to form an annular
second water inlet 30 with the mandrel 17; and the sec-
ond water inlet 30 is in communication with the water
inlet passage 27.
[0059] The first abrasive body 21 is placed at the lower
end of the body 1, and detachably connected to the body
1.
[0060] The second abrasive body 22 is placed at the
outer side of the body 1, and detachably connected to
the body 1.
[0061] Specifically, in Embodiment 12, the body 1 is of
an annular structure.
[0062] In the above embodiment, the mandrel 17, the
second connection disc 18, the shunting components 19,
the body 1 and the press cover 20 are manufactured by
stamping, lathing or molding grinding; the second elec-
troplated abrasive disc body 211 of the first abrasive body
21 is manufactured by stamping; a plurality of particle
size segments is simultaneously electroplated in batch-
es, respectively; and an insulation sealing step may be
easily avoided through the corresponding tooling. In the
use process, the first abrasive body 21 of the required
particle size segment is connected to the body 1 in a
mechanical manner or magnetic adsorption manner.
[0063] The second water inlet 30, the water inlet pas-

11 12 



EP 4 079 453 A1

8

5

10

15

20

25

30

35

40

45

50

55

sage 27, the shunting passages 28 and the water outlet
29 formed by the mandrel 17, the second connection disc
18, the shunting components 19, the body 1 and the press
cover 20 are in communication with one another sequen-
tially to guide the cooling water to flow out via the second
water inlet 30, the water inlet passage 27, the shunting
passages 28 and the water outlet 29, so as to achieve
the effect of external rotation and internal cooling.
[0064] The plurality of shunting passages 28 is formed
by the plurality of shunting components 19, the upper
end surface of the second connection disc 18 and the
body 1, and arranged in a vortex form.
[0065] During the rotation of the mandrel 17, the cool-
ing water can be guided to flow to the water outlet 29
through the plurality of shunting passages 28 under the
action of the centrifugal force, so that the cooling water
is uniformly sprayed out along the water outlet 29, thereby
uniformly cooling the grinding surface of the first abrasive
body 21. Thus, the cooling efficiency and the cooling ef-
fect can be effectively improved.
[0066] The second connection disc 18, the shunting
components 19, the body 1 and the press cover 20 are
easily manufactured by stamping, rolling, lathing or mold-
ing grinding at extremely low cost, thereby reducing the
investment of machining equipment and further lowering
the machining difficulty and the machining cost.
[0067] The first abrasive body 21 is detachably con-
nected to the body 1, and is a detachable and replaceable
component. The first abrasive body 21 may be separated
from the body 1 to be electroplated with abrasive mate-
rials in batches simultaneously, and then assembled on
the body 1 after completion of electroplating, thereby im-
proving the productivity and lowering the cost, achieving
easy replacement and operation before use, reducing
the damage to the body 1 and increasing the reuse rate
of the body 1.
[0068] Based on Embodiment 12, in Embodiment 13,
as shown in FIG. 22 and FIG. 23, the first abrasive body
21 includes a second electroplated abrasive disc body
211 and a second diamond plating layer 212.
[0069] The second electroplated abrasive disc body
211 is placed at the lower end of the body 1, and detach-
ably connected to the body 1; and the second diamond
plating layer 212 is attached to the lower end surface of
the second electroplated abrasive disc body 211.
[0070] In the above embodiment, the second electro-
plated abrasive disc body 211 is detachably connected
to the body 1, and is a detachable and replaceable com-
ponent; the first abrasive body 21 may be separated from
the body 1 to be electroplated with abrasive materials in
batches simultaneously, and then assembled on the
body 1 after completion of electroplating, thereby improv-
ing the productivity and lowering the cost, achieving easy
replacement and operation before use, reducing the
damage to the body 1 and increasing the reuse rate of
the body 1.
[0071] Based on Embodiment 13, in Embodiment 14,
as shown in FIG. 19, the lower end of the second elec-

troplated abrasive disc body 211 has an annular struc-
ture, and a plurality of second water grooves 213 is dis-
posed on the lower end surface of the second electro-
plated abrasive disc body 211, wherein one end of each
of the plurality of second water grooves 213 is in com-
munication with the inner side of the second electroplated
abrasive disc body 211, and the other end of the second
water groove 213 is in communication with the outer side
of the second electroplated abrasive disc body 211.
[0072] In the above embodiment, the plurality of sec-
ond water grooves 213 is machined in the second elec-
troplated abrasive disc body 211 by machining, i.e.,
stamping and rolling to guide the cooling water to perform
cooling and chip removal on the second electroplated
abrasive disc body 211 and the second diamond plating
layer 212, so as to improve cooling and chip removal
capacities. The lower end surface of the second electro-
plated abrasive disc body 211 may also be machined
into a network structure to further improve the cooling
and chip removal capacities, and thus is suitable for high-
speed machining and conducive to substantially improv-
ing the grinding efficiency.
[0073] Based on Embodiment 14, in Embodiment 15,
as shown in FIG. 23, the plurality of second water grooves
213 is formed in the lower end surface of the second
electroplated abrasive disc body 211 in a vortex form;
and the second diamond plating layer 212 is arranged
between each two adjacent second water grooves 213.
[0074] In the above embodiment, the second water
grooves 213 are arranged in the vortex form, so that the
cooling water may rapidly flow through the second water
grooves 213 under the action of the centrifugal force,
thereby improving the cooling and chip removal capaci-
ties and substantially improving the grinding efficiency.
[0075] Based on Embodiment 12, in Embodiment 16,
as shown in FIG. 14 and FIG. 15, the second abrasive
body 22 has an annular structure and sleeves the upper
end of the side wall of the body 1; the second abrasive
body 22 is located at the lower end of the press cover
20; and the press cover 20 tightly presses the second
abrasive body 22 on the body 1.
[0076] In the above embodiment, the second abrasive
body 22 is detachably connected to the body 1, and is a
detachable and replaceable component; the body is
manufactured by stamping the second abrasive body 22,
and then the manufactured electroplated body may be
simultaneously electroplated with abrasive materials in
batches respectively to obtain the respective electroplat-
ed particle size segments; and the respective electroplat-
ed particle size segments may be independently electro-
plated, and then assembled on the body 4separately one
by one after completion of electroplating. The second
abrasive body 22 is suitable for automatic mass produc-
tion, thereby improving the productivity and reducing the
cost, achieving easy replacement and operation before
use, reducing the damage to the body 1 and increasing
the reuse rate of the body 1.
[0077] Based on Embodiment 12, in Embodiment 17,
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as shown in FIG. 24, the second abrasive body 22 in-
cludes an electroplated abrasive ring body 221 and a
third diamond plating layer 222.
[0078] The electroplated abrasive ring body 221 has
an annular structure, and sleeves the upper end of the
side wall of the body 1; the electroplated abrasive ring
body 221 is located at the lower end of the press cover
20, and the press cover 20 tightly presses the electro-
plated abrasive ring body 221 on the body 1; and the
third diamond plating layer 222 is attached to an outer
side wall of the electroplated abrasive ring body 221.
[0079] In the above embodiment, the electroplated
abrasive ring body 221 is detachably connected to the
body 1, and is a detachable and replaceable component;
the body is manufactured by stamping the electroplated
abrasive ring body 221, and then, the manufactured elec-
troplated body may be simultaneously electroplated with
abrasive materials in batches respectively to obtain the
respective electroplated particle size segments; and the
respective electroplated particle size segments may be
independently electroplated, and then assembled on the
body 1 after completion of electroplating. The electroplat-
ed abrasive ring body 221 is suitable for automatic mass
production, thereby improving the productivity and reduc-
ing the cost, achieving easy replacement and operation
before use, reducing the damage to the body 1 and in-
creasing the reuse rate of the body 1. An axial space of
the combined-type multifunctional electroplated abrasive
wheel may be saved without disposing a transition space
for the particle size segments. The number of grooves
for consumable particle sizes may be increased to in-
crease a utilization rate of the combined-type multifunc-
tional electroplated abrasive wheel.
[0080] Based on Embodiments 12 to 17, as shown in
FIG. 22, the combined electroplated abrasive wheel fur-
ther includes the followings.
[0081] A plurality of mounting holes is formed in the
body 1 corresponding to the lower end of the second
abrasive body 7, and arranged at intervals sequentially
to form an annular structure; and an insert block 32 and
a magnetic member 31 are disposed in each mounting
hole, wherein the magnetic member 31 is placed at the
lower end of the insert block 32 and connected to the
insert block 32, and the insert block 32 is fixedly connect-
ed to the inner wall of the mounting hole.
[0082] Specifically, the plurality of the magnetic mem-
bers 31 magnetically adsorbs and connects the second
electroplated abrasive disc body 211 on the end surface
of the body 1. This structure enables the first abrasive
body 21 to be easily replaced very conveniently. Each
magnetic member 31 is a magnet.
[0083] Based on Embodiment 12, in Embodiment 18,
as shown in FIG. 22 and FIG. 23, the combined electro-
plated abrasive wheel further includes a second elastic
cushion 23; an annular groove with a downward opening
is formed in the lower end of the body 1; and the second
elastic cushion 23 has an annular structure, is embedded
in the annular groove, and is clamped between the body

1 and the first abrasive body 21.
[0084] In the above embodiment, the second elastic
cushion 23 slightly deforms under force, and thus may
compensate the defects of equipment/abrasive
wheel/assembly precision in the small range.
[0085] Based on Embodiment 12, in Embodiment 19,
as shown in FIG. 21, the combined electroplated abrasive
wheel further includes a plurality of first screws 24; the
first screws 24 and the shunting components 19 are equal
in number; and all of the first screws 24 pass through the
second connection disc 18 and the corresponding shunt-
ing components 19 sequentially upward from the lower
end surface of the second connection disc 18 and are
connected to the body 1, so as to fasten the second con-
nection disc 18, the corresponding shunting components
19 and the body 1.
[0086] In the above embodiment, a plurality of first
screws 24 facilitates mounting and dismounting the sec-
ond connection disc 18, the corresponding shunting com-
ponents 19 and the body 1 rapidly and conveniently.
[0087] Based on Embodiment 12, in Embodiment 20,
as shown in FIG. 21, the combined electroplated abrasive
wheel further includes a plurality of second screws 25;
and the plurality of second screws 25 all passes through
the press cover 20 downward from the upper end surface
of the press cover 20 and extends into the body 1, so as
to fasten the press cover 20 and the body 1.
[0088] In the above embodiment, the plurality of sec-
ond screws 25 facilitates mounting and dismounting the
press cover 20 and the body 1 rapidly and conveniently.
[0089] Based on Embodiment 12, in Embodiment 21,
as shown in FIG. 18 and FIG. 20, the combined electro-
plated abrasive wheel further includes a plurality of third
screws 26; the plurality of third screws 26 all passes
through the first abrasive body 21 from the outer side
wall of the first abrasive body 21 and extends into the
body 1, so as to fasten the first abrasive body 21 and the
body 1.
[0090] In the above embodiment, the plurality of third
screws 26 facilitates mounting and dismounting the first
abrasive body 21 and the body 1 rapidly and convenient-
ly.
[0091] The foregoing descriptions are merely preferred
embodiments of the present invention, and are not in-
tended to limit the present invention. Within the spirit and
principles of the present invention, any modifications,
equivalent substitutions, improvements, and the like are
within the protection scope of the present invention.

Claims

1. A combined electroplated abrasive wheel, compris-
ing a body (1) and an electroplating component for
electroplating a workpiece, wherein the electroplat-
ing component is connected to the body (1) in a com-
bined manner.
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2. The combined electroplated abrasive wheel accord-
ing to claim 1, wherein the electroplating component
comprises a first connection disc (2), an absorption
member, a first electroplated abrasive disc body (3)
and a first diamond plating layer (301); the body (1)
comprises a water inlet end surface (101) and a hol-
low annular groove (102), wherein the water inlet
end surface (101) has an annular plate structure with
a first water inlet (1011) in the center, an outer diam-
eter of the water inlet end surface (101) and an outer
diameter of the annular groove (102) are equal and
coaxially connected into a whole, the water inlet end
surface (101) is connected to a top surface of the
annular groove (102), and a hollowed-out region is
formed between the water inlet end surface (101)
and an inner annular wall of the annular groove (102);
the first connection disc (2) and the first water inlet
(1011) are oppositely placed in the hollowed-out re-
gion and detachably connected to the water inlet end
surface (101), and a gap is reserved between the
first connection disc (2) and the inner annular wall
of the annular groove (102) to form a water passage;
the absorption member is disposed in the annular
groove (102), the first electroplated abrasive disc
body (3) is adsorbed at the outer side of the bottom
surface of the annular groove (102) through the ab-
sorption member, and the first diamond plating layer
(301) is attached to the outer surface of the first elec-
troplated abrasive disc body (3); and the first con-
nection disc (2) comprises a plurality of blade com-
ponents (4) that is distributed on the side surface of
the first connection disc (2) close to the water inlet
end surface (101) in a vortex form.

3. The combined electroplated abrasive wheel accord-
ing to claim 2, wherein the absorption member com-
prises a plurality of cylindrical magnets (5) and a plu-
rality of cylindrical plugs (6); the plurality of magnets
(5) is placed around the bottom surface of the annular
groove (102) at intervals; the magnets (5) and the
plugs (6) are equal in number; the plurality of plugs
(6) is in one-to-one correspondence with the plurality
of magnets (5) and located above the corresponding
magnets (5); and the magnets (5) are mounted on
the bottom surface of the annular groove (102)
through the plugs (6) by interference fit.

4. The combined electroplated abrasive wheel accord-
ing to claim 3, wherein plug mounting holes (7)
whose number is equal to that of the plurality of plugs
(6) are formed in the water inlet end surface (101)
of the body (1); the plugs (6) and the plug mounting
holes (7) are equal in diameter; the plurality of plug
mounting holes (7) is in one-to-one correspondence
with the plurality of plugs (6); and each of the plugs
(6) extends into the annular groove (102) from the
corresponding plug mounting hole (7), wherein the
lower end of the plug (6) is connected to the corre-

sponding magnet (5), and the upper end of the plug
(6) is clamped in the plug mounting hole (7).

5. The combined electroplated abrasive wheel accord-
ing to claim 4, wherein each of the blade components
(4) comprises a blade (401) and a water press plate
(402); the blade (401) has an arc block structure,
and the respective blades (401) is distributed on the
first connection disc (2) in a vortex form and close
to the edge of the first connection disc (2); the blades
(401) and the first connection disc (2) are formed
integrally; the respective water press plates (402)
are located at the water passage respectively and
integrally disposed at the end of the corresponding
blade (401); and a thickness of the water press plate
(402) gradually increases from front to back in a vor-
tex rotation direction to form an oblique angle struc-
ture.

6. The combined electroplated abrasive wheel accord-
ing to claim 5, further comprising a plurality of fixing
screws (8) for connecting the body (1) and the first
connection disc (2), wherein the fixing screws (8)
and the blades (401) are equal in number, and the
plurality of fixing screws (8) is in one-to-one corre-
spondence with the blades (401) and passes through
the water inlet end surface (101) of the body (1) and
the corresponding blades (401) sequentially from top
to bottom.

7. The combined electroplated abrasive wheel accord-
ing to claim 2, wherein the first electroplated abrasive
disc body (3) is of an annular sheet structure in a
shape same as the bottom surface of the annular
groove (102); and first water grooves (9) are densely
formed in the first diamond plating layer (301), and
each first water groove (9) has a strip groove struc-
ture.

8. The combined electroplated abrasive wheel accord-
ing to claim 7, wherein the first water grooves (9)
arranged densely are in a radial shape, and an axis
of each first water groove (9) passes through the
circle center; or, the first water grooves (9) arranged
densely are all inclined at the same preset angle; or,
the first water grooves (9) arranged densely have a
crossed network structure.

9. The combined electroplated abrasive wheel accord-
ing to claim 7, further comprising a first elastic cush-
ion (10) of an annular band structure, wherein the
first elastic cushion (10) and the annular groove
(102) are equal in inner diameter, and the first elastic
cushion (10) is clamped between the bottom surface
of the annular groove (102) and the first electroplated
abrasive disc body (3).

10. The combined electroplated abrasive wheel accord-
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ing to claim 9, further comprising a positioning step
(12), wherein the positioning step (12) is disposed
around the inner diameter of the bottom surface of
the annular groove (102) and axially extends toward
the first electroplated abrasive disc body (3) to form
a circular flange structure.

11. The combined electroplated abrasive wheel accord-
ing to any one of claims 1 to 10, further comprising
a plurality of dismounting holes (11) for dismounting
the first electroplated abrasive disc body (3), wherein
the plurality of dismounting holes (11) is formed
around the outer diameter of the bottom surface of
the annular groove (102) at equal intervals.

12. The combined electroplated abrasive wheel accord-
ing to claim 1, wherein the electroplating component
comprises a mandrel (17), a second connection disc
(18), a press cover (20), a first abrasive body (21)
and a second abrasive body (22);

the second connection disc (18) sleeves the low-
er end of the mandrel (17), and is fixedly con-
nected to the mandrel (17); a plurality of shunting
components (19) of an arc blade structure is fix-
edly connected to the second connection disc
(18) and arranged in a vortex form;
the body (1) sleeves the mandrel (17) to form
an annular water inlet passage (27) with the
mandrel (17); the body (1) is located at the upper
end of the second connection disc (18) and fix-
edly connected to the second connection disc
(18); a plurality of shunting passages (28) is
formed by the body (1), the plurality of shunting
components (19) and an upper end surface of
the second connection disc (18), and arranged
in a vortex form; the outer edge of the body (1)
extends downward to the lower end thereof and
surrounds the second connection disc (18) to
form an annular water outlet (29) with an outer
side wall of the second connection disc (18); the
water inlet passage (27) is in communication
with a plurality of shunting passages (28), and
the plurality of shunting passages (28) are all in
communication with the water outlet (29);
the press cover (20) is placed at the upper end
of the body (1) and fixedly connected to the body
(1); the press cover (20) sleeves the mandrel
(17) to form an annular second water inlet (30)
with the mandrel (17), and the second water inlet
(30) is in communication with the water inlet pas-
sage (27);
the first abrasive body (21) is placed at the lower
end of the body (1), and detachably connected
to the body (1); and
the second abrasive body (22) is placed at the
outer side of the body (1), and detachably con-
nected to the body (1).

13. The combined electroplated abrasive wheel accord-
ing to claim 12, wherein the first abrasive body (21)
comprises a second electroplated abrasive disc
body (211) and a second diamond plating layer
(212); and
the second electroplated abrasive disc body (211)
is placed at the lower end of the body (1), and de-
tachably connected to the body (1); and the second
diamond plating layer (212) is attached to a lower
end surface of the second electroplated abrasive
disc body (211).

14. The combined electroplated abrasive wheel accord-
ing to claim 13, wherein the lower end of the second
electroplated abrasive disc body (211) has an annu-
lar structure, and a plurality of second water grooves
(213) is formed in the lower end surface of the second
electroplated abrasive disc body (211); and one end
of each of the plurality of second water grooves (213)
is in communication with the inner side of the second
electroplated abrasive disc body (211), and the other
end of the second water groove (213) is in commu-
nication with the outer side of the second electroplat-
ed abrasive disc body (211).

15. The combined electroplated abrasive wheel accord-
ing to claim 14, wherein the plurality of second water
grooves (213) is formed in the lower end surface of
the second electroplated abrasive disc body (211)
in a vortex form; and the second diamond plating
layer (212) is arranged between each two adjacent
second water grooves (213).

16. The combined electroplated abrasive wheel accord-
ing to claim 12, wherein the second abrasive body
(22) has an annular structure and sleeves the upper
end of the side wall of the body (1); and the second
abrasive body (22) is located at the lower end of the
press cover (20), and the press cover (20) tightly
presses the second abrasive body (22) on the body
(1).

17. The combined electroplated abrasive wheel accord-
ing to claim 12, wherein the second abrasive body
(22) comprises an electroplated abrasive ring body
(221) and a third diamond plating layer (222); and
the electroplated abrasive ring body (221) has an
annular structure, and sleeves the upper end of the
side wall of the body (1); the electroplated abrasive
ring body (221) is located at the lower end of the
press cover (20), and the press cover (20) tightly
presses the electroplated abrasive ring body (221)
on the body (1); and the third diamond plating layer
(222) is attached to the outer side wall of the elec-
troplated abrasive ring body (221).

18. The combined electroplated abrasive wheel accord-
ing to claim 12, further comprising a second elastic
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cushion (23), wherein an annular groove with a
downward opening is disposed at the lower end of
the body (1); and the second elastic cushion (23)
has an annular structure, is embedded in the annular
groove, and is clamped between the body (1) and
the first abrasive body (21).

19. The combined electroplated abrasive wheel accord-
ing to claim 12, further comprising a plurality of first
screws (24), wherein the first screws (24) and the
shunting components (19) are equal in number; all
of the first screws (24) pass through the second con-
nection disc (18) and the corresponding shunting
components (19) sequentially upward from the lower
end surface of the second connection disc (18) and
are connected to the body (1), so as to fasten the
second connection disc (18), the corresponding
shunting components (19) and the body (1).

20. The combined electroplated abrasive wheel accord-
ing to claim 12, further comprising a plurality of sec-
ond screws (25), wherein the plurality of second
screws (25) all passes through the press cover (20)
downward from an upper end surface of the press
cover (20) and extends into the body (1), so as to
fasten the press cover (20) and the body (1).

21. The combined electroplated abrasive wheel accord-
ing to claim 12, further comprising a plurality of third
screws (26), wherein the plurality of third screws (26)
all passes through the first abrasive body (21) from
the outer side wall of the first abrasive body (21) and
extends into the body (1), so as to fasten the first
abrasive body (21) and the body (1).
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