5 414555 3 1] e 7R 2l R Vol. 41 No. 3
202446 A Journal of East China Jiaotong University Jun., 2024

NXEHS:1005-0523(2024)03-0101-09

HEFHTER AN E R MITEERIET 2

RN FERE R, AEES

(1. v E LR TR AN AT B AV LB DU AL AE S 400 7], Ko 300467 ;2. Rl K 2EAS @ st TARARE , B 201804
3. RSB RHE A BR AR, R 200100)

WE: [ B 6] A8k B 8T T MK AUITBEAE it A2 P A 12 6918 5 B3 R 47 B AL X Ar 47 B 28 R Rk T 68 19128 . [ ik ]
GMC-96X X A 4R HLAT 57| A A A 7048 %, 383X MATLAB #AABEL, BF R R 47 AL X 09 4F A 2R 5 5F L4 4T B9 £ )
BoAH K, EZMPATIER AR R RE T — A THBEZ W& T REBMIAT B X Z T 7k (SR XBE
RER RN Z T R I B X OA T A1) R R IR A, T AN AT B 5] R dah) 2 %, B A WA 5 TR
SR 5 S ELA@ A AT B AT AR B 5 ) B Y 2R R AT B UG AN BB T Ae B TR AT B )G BB = e AP bk IR T oy e T S
[t iz AT B Xt 7 sk AL T TR BRANIAT BAE R W) B 3 & R Ae Sk BT e A5 A 15 22,

SRR AR BT B AT B ALK AR LR

FESES U216 XHEAREE A

A RAER: T £, 24, ZHERF L TIHBEE WA THBRMIAT B KR IH[I]. 4 R 38 K F F4R,2024,41(3)
101-109.

A Design Method of Rail Grinding Mode of Heavy-Haul Railway
Based on Grinding Amount Curve
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Abstract: [Objective] To solve the problems of selecting grinding modes based on experience and unpredict-
able grinding results in the current grinding operation by rail grinding trains. [ Method] This paper takes the
GMC-96X rail grinding train as the research object, to research the effects of different grinding modes by means
of numerical simulation through MATLAB. By combining the distribution of grinding wheels in the grinding
train, the basic model library of rail grinding is established, and a design method of rail grinding mode based on
the grinding amount curve is proposed, which realizes the automatic generation of grinding mode and the precise
repair of the rail head profile. [ Result] The field test results show that the grinding mode designed by this meth-
od includes all angles of each grinding wheel of the grinding train, that can be directly input to the control sys-
tem, which is more suitable for practical applications. [ Conclusion ] By comparing the measured rail profile be-

fore grinding, after theoretical grinding, and after actual grinding, the reliability of the method is verified.
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Fig. 1 The rail grinding process of a single wheel
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