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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 airflow barrier, which is not suitable for a techni-
cal application of high-speed grinding. Further. in the
case of external 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 dia-
meter cavity to cool the grinding surface along a
radial direction from the inner diameter to the outer
diameter 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 remaining 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 cannot enter the inner diameter cav-
ity smoothly and a cooling water amount is nega-
tively affected.
2. Even if the cooling water enters the inner dia-
meter 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 centrifugal force is also very small.
3. Due to the high machining difficulty of the body
of the abrasive wheel and the high cost of machin-
ing, reconditioning the body of the abrasive wheel
is a common method to reduce the cost. However,
working procedures for performing reconditioning
on the original body are complex. Working proce-
dures such as deplating diamonds. finishing the
body to satisfy precision requirements and replat-
ing 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
single 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 con-
tact ith a workpiece) is narrow and occupied and
blocked by cuttings, so that the amount of cooling water
passing along the radial direction from the inner dia-
meter 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
wheel is often adopted for the abrasive wheel electro-
plated with diamonds. in order to ensure normal opera-
tion of the abrasive wheel. it is required to machine the
body of the abrasive wheel with high-precision machin-
ing equipment so as to satisfy higher machining preci-
sion requirements. If the precision is not satisfied. 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 can-
not be reused.
Also it is know the following Prior Art document
CN108161777, published on June 15,’2018. This docu-
ment discloses a pressurised internally cooled grinding
wheel that includes a grinding wheel body, a grinding
section, a coolant injection section, and a coolant pas-
sageway. The coolant passageway connects to the
grinding wheel body and includes a coolant buffer inter-
val. The grinding wheel body consists of an upper and
lower mating body, with the upper body detachable
from the lower body. The document also describes var-
ious features of the coolant passage, such as its arcu-
ate shape, semi-circular cross-section, and possible at-
tachment mechanisms for the grinding section. How-
ever, comparing with this (D1) document, our invention
introduces a combined electroplated abrasive wheel,
where the electroplating component is securely at-
tached to the body using a combined connection meth-
od involving an absorption member (magnets and
plugs). Unlike the Prior Art, which focuses on cooling
and detachable grinding sections, our invention pro-
vides a detachable electroplating component that al-
lows for easy replacement of the abrasive disc body
with different particle sizes. This unique connection in-
creases reusability, reduces damage, and enhances
productivity.

SUMMARY

[0005] In order to overcome the shortcomings in the
prior art, the technical problem to be solved by the pre-
sent invention is to provide a combined electroplated
abrasive wheel.
[0006] In order to solve the above technical problem,
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the technical solution of the present invention is as fol-
lows. A combined electroplated abrasive wheel in-
cludes a body and an electroplating component for
electroplating a workpiece, wherein the electroplating
component is connected to the body in a combined
manner, as defined in claim 1.
[0007] The combined electroplated abrasive wheel of
the present invention has the following beneficial ef-
fects. The electroplating component disposed on the
abrasive wheel may be connected to the body in the
combined manner without additionally disposing a "rib
frame" structure, thereby avoiding a problem that cool-
ing water in the abrasive wheel having the "rib frame"
structure cannot smoothly enter an inner diameter cav-
ity and affects a water amount. The interior of the abra-
sive wheel is hollowed out as much as possible, there-
by increasing the water amount of the inner diameter
cavity. Further, the electroplating component may be
detached from the body, thereby realizing replacement
of components, replacing a working procedure for re-
conditioning the original 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
electroplating component to the body in a combined
manner is as follows. The electroplating component in-
cludes a first connection disc, an absorption member, a
first electroplated abrasive disc body and a first dia-
mond plating layer; the body includes a water inlet end
surface and a hollow annular groove, wherein the water
inlet end surface 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 between the water inlet end surface
and an inner annular wall of the annular groove; the
first connection disc and the first water inlet are oppo-
sitely placed in the hollowed-out region and detachably
connected to the water inlet end surface; a gap is re-
served between the first connection disc and the inner
annular wall of the annular groove to form a water pas-
sage; the absorption member is disposed in the annular
groove; the first electroplated abrasive disc body is ad-
sorbed 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 sur-
face 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
following beneficial effects. The body and the first con-

nection disc of the abrasive wheel achieve an effect of
external rotation and internal cooling. The first connec-
tion disc is disposed in the hollowed-out region, i.e., the
inner diameter cavity; a gap formed by the inner annu-
lar wall of the annular groove, the outer diameter of the
connection 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 replaceable component, so that
electroplated abrasive disc bodies of different particle
sizes may be interchanged, thereby replacing the work-
ing procedure for reconditioning the original body, redu-
cing 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
manner is as follows. The electroplating component in-
cludes 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
mandrel; 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 connec-
tion disc; a plurality of shunting passages is formed
by the body, the plurality of shunting components
and the upper end surface of the second connec-
tion 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 annular water outlet with the outer
side wall of the second connection disc; the water
inlet passage is in communication with the plurality
of shunting passages, 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 sec-
ond water inlet with the mandrel, and the second
water inlet is in communication with the water inlet
passage;
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
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body.

[0012] The above further technical solution has the
following beneficial effects. The cooling water can be
guided 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 in-
temal cooling. The cooling water uniformly cools the
grinding surface of the first abrasive body under the
action of the centrifugal force, thereby effectively im-
proving the cooling efficiency and the cooling effect.
The mandrel, the second connection disc, the shunting
components, the body, the press cover, the first abra-
sive body and the second abrasive body are easily
manufactured with extremely low costs, thereby redu-
cing the investment of machining equipment and low-
ering the machining difficulty and the machining cost,
achieving easy replacement 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
abrasive wheel in the prior art according to an em-
bodiment of the present invention;
FIG. 2 is a sectional view of a combined electro-
plated abrasive wheel in a first connection method
according to an embodiment of the present inven-
tion;
FIG. 3 is an overall structural schematic diagram of
the combined electroplated abrasive wheel in the
first connection method according to an embodi-
ment of the present invention;
FIG. 4 is a front view of the combined electroplated
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
cushion according to an embodiment of the pre-
sent invention;
FIG. 6 is a schematic diagram of the first electro-
plated abrasive disc body connected to a body ac-
cording 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 pre-
sent 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 inven-
tion;
FIG. 10 is a second schematic diagram of water

grooves distributed on the first diamond plating
layer according to an embodiment of the present
invention;
FIG. 11 is a third schematic diagram of water
grooves distributed on the first diamond plating
layer according to an embodiment of the present
invention;
FIG. 12 is a schematic diagram of an anti-loosen-
ing fastener according to an embodiment of the
present invention;
FIG. 13 is a mounting schematic diagram of the
anti-loosening fastener according to an embodi-
ment 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
combined electroplated abrasive wheel in the sec-
ond connection method according to an embodi-
ment of the present invention;
FIG. 17 is a front view of a second connection disc
and a shunting component according to an embo-
diment of the present invention;
FIG. 18 is a side view of the combined electro-
plated abrasive wheel in the second connection
method according 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
abrasive 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. man-
drel; 18. second connection disc; 19. shunting compo-
nent; 20. press cover; 21. first abrasive body; 22. sec-
ond abrasive body; 23. second elastic cushion; 24. first
screw; 25. second screw; 26. third screw; 27. water
inlet passage; 28. shunting passage; 29. water outlet;
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30. second water inlet; 31. magnetic 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 inven-
tion will be described below in combination with the
accompanying drawings. Embodiments are merely
used to explain 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 work-
piece, wherein the electroplating component is con-
nected to the body 1 in a combined manner.
[0017] In the above embodiment, the electroplating
component disposed on the abrasive wheel may be
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 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 inner diameter cavity. Further, the elec-
troplating component may be detached from the body,
thereby realizing replacement of components, repla-
cing a working procedure for reconditioning the original
body, reducing a damage to the body, increasing a re-
use 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
connecting the electroplating component to the body is
as follows.
[0019] The electroplating component includes a first
connection disc 2, an absorption member, a first elec-
troplated abrasive disc body 3 and a first diamond plat-
ing layer 301; and the body 1 includes a water inlet end
surface 101 and a hollow 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 diameter 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 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 hollowed-out region and de-
tachably 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 electro-
plated 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 diamond
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 compo-
nents 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 dia-
meter of the water inlet end surface 101, and a dia-
meter 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
cooling 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 cool-
ing, the connection 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 direc-
tion from the inner diameter to the outer diameter under
the action of a centrifugal force. Secondly, the electro-
plated abrasive disc body is adsorbed on the body
through the absorption member, and is a detachable
and replaceable component, so that electroplated abra-
sive disc bodies of different particle sizes may be inter-
changed to replace the working procedure for recondi-
tioning 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 as-
sembled on the tooling according to requirements to
perform grinding. 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 ac-
cording to different requirements, and then is as-
sembled on the tooling.
[0024] Based on Embodiment 2, in Embodiment 3,
as shown in FIG. 2, the absorption member includes a
plurality of cylindrical magnets 5 and a plurality of cy-
lindrical 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 corre-
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spondence 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.
[0025] In the above embodiment, a plurality of mag-
nets is disposed around the bottom surface of the an-
nular groove 102 of the body and mounted on the bot-
tom surface of the annular groove 102 through the
plugs, and each magnet firmly adsorbs the electro-
plated abrasive disc body 3 on the body by a magnetic
force to prevent the electroplated abrasive disc body 3
from being separated 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 respectively; and the lower end of the plug 6 is con-
nected 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 mag-
nets 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 com-
ponents 4 includes a blade 401 and a water press plate
402; the blade 401 has a circular arc block structure,
and the respective blades 401 are distributed on the
connection disc 2 in a vortex form and close to the
edge of the connection disc 2; the blade 401 and the
connection disc 2 are integrally formed; the respective
water press plates 402 are located at the water pas-
sage 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 direc-
tion of the body 1. Alternatively, as shown in FIG. 8, the
respective blades 401 on the connection disc 2 are dis-
tributed in a counterclockwise vortex direction. Thus,
the connection disc 2 in a different blade form may be
selected according to production and machining re-
quirements.
[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 in-
cludes 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 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 bot-
tom.
[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 an-
nular 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 plat-
ing layer 301, wherein each first water groove 9 has a
strip groove structure.
[0035] In the above embodiment, the first electro-
plated 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 suita-
ble for high-speed machining and conducive to sub-
stantially improving the grinding efficiency.
[0036] Based on Embodiment 7, in Embodiment 8,
as shown in FIG. 11, the first water grooves arranged
densely 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 work-
piece) 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 cooling water cool the grinding region along the
radial direction from the inner diameter to the outer
diameter.
[0038] Specifically, "inclined at the same preset an-
gle" 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 for-
ward in a vortex rotation direction of the cooling water.
Alternatively, "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 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
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water grooves arranged densely have a crossed net-
work 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 cool-
ing water reaches the grinding working face (the dia-
mond plating layer), and may improve cooling and chip
removal effects in different extents. The cooling and
chip removal capacities 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 in-
cludes 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 elastic cushion 10 is clamped between the bottom
surface of the annular groove 102 and the first electro-
plated abrasive 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/assem-
bly precision in a small range.
[0044] Based on Embodiment 9, in Embodiment 10,
as shown in FIG. 5, the combined electroplated abra-
sive wheel further includes a positioning step 12; and
the positioning step 12 is disposed around an 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.
[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
electroplated abrasive disc body 3 from loosening, an
anti-rotation and anti-loosening component for fasten-
ing the electroplated abrasive disc body 3 on the body
1 is disposed.
[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-loosening 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 corre-
sponding 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 electroplated abrasive disc body folded
edge 14 and the folded edge mounting groove 15 se-
quentially from outside to inside in a threaded connec-

tion manner to fix the electroplated 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 circumfer-
entially.
[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,
specifically, as shown in FIG. 7, a circular connection
protruding 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 ma-
terials, reducing a machining volume of the body,
and substantially reducing the consumption of the
body materials and the machining cost.
2. The electroplated abrasive disc body of the dia-
mond plating layer is easily manufactured by
stamping 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 passages 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 substantially improving the grinding efficiency.
4. The electroplated abrasive disc body is easily
replaced 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
produced in a simpler process with substantially
reduced environmental protection expenses, and
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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
lower end of the mandrel 17, and is fixedly connected
to the mandrel 17; and a plurality of shunting compo-
nents 19 of an arc blade structure is fixedly connected
to the second 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 con-
nection disc 18 and fixedly connected to the second
connection disc 18; a plurality of shunting passages 28
is formed by the body 1, the plurality of shunting com-
ponents 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 low-
er 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; 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 an-
nular second water inlet 30 with the mandrel 17; and
the second water inlet 30 is in communication with the
water inlet passage 27.
[0059] The first abrasive body 21 is placed at the low-
er 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 manufac-
tured by stamping, lathing or molding grinding; the sec-
ond electroplated abrasive disc body 211 of the first
abrasive body 21 is manufactured by stamping; a plur-
ality of particle size segments is simultaneously electro-
plated in batches, respectively; and an insulation seal-
ing step may be easily avoided through the correspond-
ing 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 ad-

sorption manner.
[0063] The second water inlet 30, the water inlet pas-
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 an-
other sequentially 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 in-
temal 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
cooling 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 effect 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
molding grinding at extremely low cost, thereby redu-
cing the investment of machining equipment and
further lowering the machining difficulty and the ma-
chining cost.
[0067] The first abrasive body 21 is detachably con-
nected to the body 1, and is a detachable and replace-
able component. 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 electro-
plating, thereby improving 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 de-
tachably connected to the body 1; and the second dia-
mond 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
component; the first abrasive body 21 may be sepa-
rated from the body 1 to be electroplated with abrasive
materials in batches simultaneously, and then as-
sembled on the body 1 after completion of electroplat-
ing, thereby improving the productivity and lowering the
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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
disposed on the lower end surface of the second elec-
troplated abrasive disc body 211, wherein one end of
each of the plurality of second water grooves 213 is in
communication with the inner side of the second elec-
troplated 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 per-
form cooling and chip removal on the second electro-
plated 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 sec-
ond electroplated 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 improving 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 ar-
ranged 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
capacities and substantially improving the grinding effi-
ciency.
[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 abra-
sive 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 ma-
terials in batches respectively to obtain the respective
electroplated particle size segments; and the respec-

tive electroplated particle size segments may be inde-
pendently electroplated, and then assembled on the
body 1 separately one by one after completion of elec-
troplating. The second abrasive body 22 is suitable for
automatic mass production, thereby improving the pro-
ductivity and reducing the cost, achieving easy replace-
ment 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,
as shown in FIG. 24, the second abrasive body 22
includes 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 compo-
nent; the body is manufactured by stamping the elec-
troplated abrasive ring body 221, and then, the manu-
factured electroplated body may be simultaneously
electroplated with abrasive materials in batches re-
spectively to obtain the respective electroplated particle
size segments; and the respective electroplated parti-
cle size segments may be independently electroplated,
and then assembled on the body 1 after completion of
electroplating. The electroplated abrasive ring body
221 is suitable for automatic mass production, 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. An axial space of the com-
bined-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
further 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 22, and arranged at intervals sequen-
tially 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 con-
nected to the insert block 32, and the insert block 32 is
fixedly connected to the inner wall of the mounting hole.
[0082] Specifically, the plurality of the magnetic mem-
bers 31 magnetically adsorbs and connects the second
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electroplated abrasive disc body 211 on the end sur-
face of the body 1. This structure enables the first abra-
sive 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 open-
ing 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 be-
tween 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 abra-
sive 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 corre-
sponding 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 correspond-
ing shunting components 19 and the body 1.
[0086] In the above embodiment, a plurality of first
screws 24 facilitates mounting and dismounting the
second connection disc 18, the corresponding shunting
components 19 and the body 1 rapidly and conveni-
ently.
[0087] Based on Embodiment 12, in Embodiment 20,
as shown in FIG. 21, the combined electroplated abra-
sive 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] 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 out-
er 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.
[0089] 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 conveni-
ently.
[0090] The foregoing descriptions are merely pre-
ferred embodiments of the present invention, and are
not intended to limit the present invention.

Claims

1. A combined electroplated abrasive wheel, compris-
ing a body (1) and an electroplating component, for
grinding a workpiece, characterized in that the
electroplating component is connected to the body
(1) in a combined manner; the electroplating com-
ponent 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 sur-
face (101) and a hollow 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 diameter of the water inlet
end surface (101) and an outer diameter of the
annular groove (102) are equal and coaxially con-
nected 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
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 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 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) comprises a
plurality of blade components (4) that are distribu-
ted on the side surface of the first connection disc
(2) close to the water inlet end surface (101) in a
vortex form; the absorption member comprises a
plurality 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 plur-
ality 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.

2. The combined electroplated abrasive wheel ac-
cording to claim 1, 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 plur-
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ality 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 mount-
ing hole (7), wherein 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).

3. The combined electroplated abrasive wheel ac-
cording to claim 2, wherein each of the blade com-
ponents (4) comprises a blade (401) and a water
press plate (402); the blade (401) has an arc block
structure, and the respective blades (401) are dis-
tributed 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 pas-
sage respectively and integrally disposed at the
end of the corresponding blade (401); and a thick-
ness of the water press plate (402) gradually in-
creases from front to back in a vortex rotation di-
rection to form an oblique angle structure.

4. The combined electroplated abrasive wheel ac-
cording to claim 3, 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 num-
ber, 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.

5. The combined electroplated abrasive wheel ac-
cording to claim 1, wherein the first electroplated
abrasive disc body (3) is of an annular sheet struc-
ture 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 structure.

6. The combined electroplated abrasive wheel ac-
cording to claim 5, 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) ar-
ranged densely are all inclined at the same preset
angle; or, the first water grooves (9) arranged den-
sely have a crossed network structure.

7. The combined electroplated abrasive wheel ac-
cording to claim 5, further comprising 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 abrasive disc body (3).

8. The combined electroplated abrasive wheel ac-
cording to claim 7, further comprising a positioning
step (12), wherein the positioning step (12) is dis-
posed around the inner diameter of the bottom sur-
face of the annular groove (102) and axially ex-
tends toward the first electroplated abrasive disc
body (3) to form a circular flange structure.

9. The combined electroplated abrasive wheel ac-
cording to any one of claims 1 to 8, further compris-
ing a plurality of dismounting holes (11) for dis-
mounting 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 inter-
vals.

Patentansprüche

1. Eine kombinierte elektroplattierte Schleifscheibe,
umfassend einen Körper (1) und eine Elektroplat-
tierungskomponente, zum Schleifen eines
Werkstücks, dadurch gekennzeichnet, dass die
Elektroplattierungskomponente auf eine kombinier-
te Weise mit dem Körper (1) verbunden ist; die
Elektroplattierungskomponente eine erste Verbin-
dungsscheibe (2), ein Absorptionselement, einen
ersten elektroplattierten Schleifscheibenkörper (3)
und eine erste Diamantplattierungsschicht (301)
umfasst; der Körper (1) eine Wassereinlassendflä-
che (101) und eine hohle Ringnut (102) umfasst,
wobei die Wassereinlassendfläche (101) eine ring-
förmige Plattenstruktur mit einem ersten Wasser-
einlass (1011) in der Mitte aufweist, ein Außen-
durchmesser der Wassereinlassendfläche (101)
und ein Außendurchmesser der Ringnut (102)
gleich sind und koaxial zu einem Ganzen verbun-
den sind, die Wassereinlassendfläche (101) mit ei-
ner oberen Fläche der Ringnut (102) verbunden
ist, und ein ausgehöhlter Bereich zwischen der
Wassereinlassendfläche (101) und einer inneren
Ringwand der Ringnut (102) ausgebildet ist; die
erste Verbindungsscheibe (2) und der erste Was-
sereinlass (1011) in dem ausgehöhlten Bereich ge-
genüberliegend angeordnet und lösbar mit der
Wassereinlassendfläche (101) verbunden sind,
und ein Spalt zwischen der ersten Verbindungs-
scheibe (2) und der inneren Ringwand der Ringnut
(102) freigehalten ist, um einen Wasserdurchgang
zu bilden; das Absorptionselement in der Ringnut
(102) angeordnet ist, der erste elektroplattierte
Schleifscheibenkörper (3) an der Außenseite der
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Bodenfläche der Ringnut (102) durch das Absorp-
tionselement adsorbiert ist, und die erste Diamant-
plattierungsschicht (301) an der Außenfläche des
ersten elektroplattierten Schleifscheibenkörpers
(3) angebracht ist; und die erste Verbindungsschei-
be (2) eine Vielzahl von Schaufelkomponenten (4)
umfasst, die auf der Seitenfläche der ersten Ver-
bindungsscheibe (2) nahe der Wassereinlassend-
fläche (101) in einer Wirbelform verteilt sind; das
Absorptionselement eine Vielzahl von zylindri-
schen Magneten (5) und eine Vielzahl von zylindri-
schen Stopfen (6) umfasst; die Vielzahl von Mag-
neten (5) in Abständen um die Bodenfläche der
Ringnut (102) herum angeordnet ist; die Magnete
(5) und die Stopfen (6) in gleicher Anzahl vorhan-
den sind; die Vielzahl von Stopfen (6) in einer Eins-
zu-Eins-Entsprechung mit der Vielzahl von Magne-
ten (5) steht und sich über den entsprechenden
Magneten (5) befindet; und die Magnete (5) an der
Bodenfläche der Ringnut (102) durch die Stopfen
(6) mittels Presspassung montiert sind.

2. Die kombinierte elektroplattierte Schleifscheibe
nach Anspruch 1, wobei Stopfenmontagelöcher
(7), deren Anzahl gleich der der Vielzahl von Stop-
fen (6) ist, in der Wassereinlassendfläche (101)
des Körpers (1) ausgebildet sind; die Stopfen (6)
und die Stopfenmontagelöcher (7) im Durchmes-
ser gleich sind; die Vielzahl von Stopfenmontage-
löchern (7) in einer Eins-zu-Eins-Entsprechung mit
der Vielzahl von Stopfen (6) steht; und sich jeder
der Stopfen (6) von dem entsprechenden Stopfen-
montageloch (7) in die Ringnut (102) erstreckt, wo-
bei das untere Ende des Stopfens (6) mit dem ent-
sprechenden Magneten (5) verbunden ist, und das
obere Ende des Stopfens (6) in dem Stopfenmon-
tageloch (7) eingeklemmt ist.

3. Die kombinierte elektroplattierte Schleifscheibe
nach Anspruch 2, wobei jede der Schaufelkompo-
nenten (4) eine Schaufel (401) und eine Wasser-
druckplatte (402) umfasst; die Schaufel (401) eine
Bogenblockstruktur aufweist, und die jeweiligen
Schaufeln (401) auf der ersten Verbindungsschei-
be (2) in einer Wirbelform und nahe dem Rand der
ersten Verbindungsscheibe (2) verteilt sind; die
Schaufeln (401) und die erste Verbindungsscheibe
(2) einstückig ausgebildet sind; die jeweiligen Was-
serdruckplatten (402) sich jeweils an dem Wasser-
durchgang befinden und einstückig am Ende der
entsprechenden Schaufel (401) angeordnet sind;
und eine Dicke der Wasserdruckplatte (402) von
vorne nach hinten in einer Wirbelrotationsrichtung
allmählich zunimmt, um eine Struktur mit schiefem
Winkel zu bilden.

4. Die kombinierte elektroplattierte Schleifscheibe
nach Anspruch 3, ferner umfassend eine Vielzahl

von Befestigungsschrauben (8) zum Verbinden
des Körpers (1) und der ersten Verbindungsschei-
be (2), wobei die Befestigungsschrauben (8) und
die Schaufeln (401) in gleicher Anzahl vorhanden
sind, und die Vielzahl von Befestigungsschrauben
(8) in einer Eins-zu-Eins-Entsprechung mit den
Schaufeln (401) steht und nacheinander von oben
nach unten durch die Wassereinlassendfläche
(101) des Körpers (1) und die entsprechenden
Schaufeln (401) verläuft.

5. Die kombinierte elektroplattierte Schleifscheibe
nach Anspruch 1, wobei der erste elektroplattierte
Schleifscheibenkörper (3) eine ringförmige Blech-
struktur in derselben Form wie die Bodenfläche
der Ringnut (102) aufweist; und erste Wassernuten
(9) dicht in der ersten Diamantplattierungsschicht
(301) ausgebildet sind, und jede erste Wassernut
(9) eine Streifennutstruktur aufweist.

6. Die kombinierte elektroplattierte Schleifscheibe
nach Anspruch 5, wobei die dicht angeordneten
ersten Wassernuten (9) eine radiale Form aufwei-
sen, und eine Achse jeder ersten Wassernut (9)
durch den Kreismittelpunkt verläuft; oder die dicht
angeordneten ersten Wassernuten (9) alle im sel-
ben voreingestellten Winkel geneigt sind; oder die
dicht angeordneten ersten Wassernuten (9) eine
gekreuzte Netzwerkstruktur aufweisen.

7. Die kombinierte elektroplattierte Schleifscheibe
nach Anspruch 5, ferner umfassend ein erstes
elastisches Kissen (10) mit einer ringförmigen
Bandstruktur, wobei das erste elastische Kissen
(10) und die Ringnut (102) im Innendurchmesser
gleich sind, und das erste elastische Kissen (10)
zwischen der Bodenfläche der Ringnut (102) und
dem ersten elektroplattierten Schleifscheibenkör-
per (3) eingeklemmt ist.

8. Die kombinierte elektroplattierte Schleifscheibe
nach Anspruch 7, ferner umfassend eine Position-
ierungsstufe (12), wobei die Positionierungsstufe
(12) um den Innendurchmesser der Bodenfläche
der Ringnut (102) herum angeordnet ist und sich
axial in Richtung des ersten elektroplattierten
Schleifscheibenkörpers (3) erstreckt, um eine
kreisförmige Flanschstruktur zu bilden.

9. Die kombinierte elektroplattierte Schleifscheibe
nach einem der Ansprüche 1 bis 8, ferner umfas-
send eine Vielzahl von Demontagelöchern (11)
zum Demontieren des ersten elektroplattierten
Schleifscheibenkörpers (3), wobei die Vielzahl von
Demontagelöchern (11) um den Außendurchmes-
ser der Bodenfläche der Ringnut (102) in gleichen
Abständen ausgebildet ist.
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Revendications

1. Une meule combinée à revêtement électrolytique,
comprenant un corps (1) et un composant de gal-
vanoplastie, pour le meulage d’une pièce à usiner,
caractérisée en ce que le composant de galvano-
plastie est relié au corps (1) de manière combinée;
le composant de galvanoplastie comprend un pre-
mier disque de raccordement (2), un élément d’ab-
sorption, un premier corps de disque abrasif à re-
vêtement électrolytique (3) et une première couche
de placage diamantée (301); le corps (1)
comprend une surface d’extrémité d’entrée d’eau
(101) et une rainure annulaire creuse (102), dans
laquelle la surface d’extrémité d’entrée d’eau (101)
présente une structure de plaque annulaire avec
une première entrée d’eau (1011) au centre, un
diamètre extérieur de la surface d’extrémité d’en-
trée d’eau (101) et un diamètre extérieur de la rai-
nure annulaire creuse (102) sont égaux et reliés de
manière coaxiale en un tout, la surface d’extrémité
d’entrée d’eau (101) est reliée à une surface supé-
rieure de la rainure annulaire creuse (102), et une
région évidée est formée entre la surface d’extré-
mité d’entrée d’eau (101) et une paroi annulaire
interne de la rainure annulaire creuse (102); le pre-
mier disque de raccordement (2) et la première en-
trée d’eau (1011) sont placés à l’opposé l’un de
l’autre dans la région évidée et reliés de manière
amovible à la surface d’extrémité d’entrée d’eau
(101), et un espace est réservé entre le premier
disque de raccordement (2) et la paroi annulaire
interne de la rainure annulaire creuse (102) pour
former un passage d’eau; l’élément d’absorption
est disposé dans la rainure annulaire creuse
(102), le premier corps de disque abrasif à revête-
ment électrolytique (3) est adsorbé sur le côté ex-
térieur de la surface inférieure de la rainure annu-
laire creuse (102) par l’intermédiaire de l’élément
d’absorption, et la première couche de placage
diamantée (301) est fixée à la surface extérieure
du premier corps de disque abrasif à revêtement
électrolytique (3); et le premier disque de raccorde-
ment (2) comprend une pluralité de composants de
pale (4) qui sont répartis sur la surface latérale du
premier disque de raccordement (2) à proximité de
la surface d’extrémité d’entrée d’eau (101) sous
forme de vortex; l’élément d’absorption comprend
une pluralité d’aimants cylindriques (5) et une plu-
ralité de bouchons cylindriques (6); la pluralité d’ai-
mants (5) est placée autour de la surface inférieure
de la rainure annulaire creuse (102) à des interval-
les; les aimants (5) et les bouchons (6) sont en
nombre égal; la pluralité de bouchons (6) est en
correspondance biunivoque avec la pluralité d’ai-
mants (5) et située au-dessus des aimants (5) cor-
respondants; et les aimants (5) sont montés sur la
surface inférieure de la rainure annulaire creuse

(102) par le biais des bouchons (6) par ajustement
serré.

2. La meule combinée à revêtement électrolytique se-
lon la revendication 1, dans laquelle des trous de
montage de bouchon (7) dont le nombre est égal à
celui de la pluralité de bouchons (6) sont formés
dans la surface d’extrémité d’entrée d’eau (101)
du corps (1); les bouchons (6) et les trous de mon-
tage de bouchon (7) sont de diamètre égal; la plu-
ralité de trous de montage de bouchon (7) est en
correspondance biunivoque avec la pluralité de
bouchons (6); et chacun des bouchons (6) s’étend
dans la rainure annulaire (102) à partir du trou de
montage de bouchon (7) correspondant, dans la-
quelle l’extrémité inférieure du bouchon (6) est re-
liée à l’aimant (5) correspondant, et l’extrémité su-
périeure du bouchon (6) est serrée dans le trou de
montage de bouchon (7).

3. La meule combinée à revêtement électrolytique se-
lon la revendication 2, dans laquelle chacun des
composants de pale (4) comprend une pale (401)
et une plaque de pression d’eau (402); la pale
(401) présente une structure de bloc en arc, et les
pales (401) respectives sont réparties sur le pre-
mier disque de raccordement (2) sous forme de
vortex et à proximité du bord du premier disque de
raccordement (2); les pales (401) et le premier
disque de raccordement (2) sont formés d’un seul
tenant; les plaques de pression d’eau (402) res-
pectives sont situées au niveau du passage d’eau
respectivement et disposées d’un seul tenant à
l’extrémité de la pale (401) correspondante; et une
épaisseur de la plaque de pression d’eau (402)
augmente progressivement de l’avant vers l’arrière
dans une direction de rotation du vortex pour for-
mer une structure à angle oblique.

4. La meule combinée à revêtement électrolytique se-
lon la revendication 3, comprenant en outre une
pluralité de vis de fixation (8) pour relier le corps
(1) et le premier disque de raccordement (2), dans
laquelle les vis de fixation (8) et les pales (401)
sont en nombre égal, et la pluralité de vis de fixa-
tion (8) est en correspondance biunivoque avec les
pales (401) et traverse la surface d’extrémité d’en-
trée d’eau (101) du corps (1) et les pales (401)
correspondantes de manière séquentielle de haut
en bas.

5. La meule combinée à revêtement électrolytique se-
lon la revendication 1, dans laquelle le premier
corps de disque abrasif à revêtement électrolytique
(3) est d’une structure en feuille annulaire d’une
forme identique à la surface inférieure de la rainure
annulaire (102); et des premières rainures d’eau
(9) sont formées de manière dense dans la pre-
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mière couche de placage diamantée (301), et
chaque première rainure d’eau (9) présente une
structure de rainure en bande.

6. La meule combinée à revêtement électrolytique se-
lon la revendication 5, dans laquelle les premières
rainures d’eau (9) agencées de manière dense
sont de forme radiale, et un axe de chaque pre-
mière rainure d’eau (9) passe par le centre du cer-
cle; ou bien, les premières rainures d’eau (9) agen-
cées de manière dense sont toutes inclinées selon
un même angle prédéfini; ou bien, les premières
rainures d’eau (9) agencées de manière dense
présentent une structure en réseau croisé.

7. La meule combinée à revêtement électrolytique se-
lon la revendication 5, comprenant en outre un pre-
mier coussin élastique (10) d’une structure en
bande annulaire, dans laquelle le premier coussin
élastique (10) et la rainure annulaire (102) sont de
diamètre intérieur égal, et le premier coussin élas-
tique (10) est enserré entre la surface inférieure de
la rainure annulaire (102) et le premier corps de
disque abrasif à revêtement électrolytique (3).

8. La meule combinée à revêtement électrolytique se-
lon la revendication 7, comprenant en outre un
épaulement de positionnement (12), dans laquelle
l’épaulement de positionnement (12) est disposé
autour du diamètre intérieur de la surface infé-
rieure de la rainure annulaire (102) et s’étend axia-
lement vers le premier corps de disque abrasif à
revêtement électrolytique (3) pour former une
structure de bride circulaire.

9. La meule combinée à revêtement électrolytique se-
lon l’une quelconque des revendications 1 à 8,
comprenant en outre une pluralité de trous de dé-
montage (11) pour démonter le premier corps de
disque abrasif à revêtement électrolytique (3),
dans laquelle la pluralité de trous de démontage
(11) est formée autour du diamètre extérieur de la
surface inférieure de la rainure annulaire (102) à
intervalles égaux.
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