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A B S T R A C T

Introduction. The fi nal quality of products is formed during fi nishing operations, which include the grinding 
process. It is known that when grinding brittle materials, the cost of grinding work increases signifi cantly. It is 
possible to reduce the scatter of product quality indicators when grinding brittle materials, as well as to increase the 
reliability and effi ciency of the operation, by choosing the optimal parameters of the technological system based on 
dynamic models of the process. However, to describe the regularities of the removal of particles of a brittle non-
metallic material and the wear of the surface of the grinding wheel in the contact zone, the known models do not allow 
taking into account the peculiarities of the process in which micro-cutting and brittle chipping of the material are 
combined. Purpose of the work: to create a new probabilistic model for removing the surface layer when grinding 
brittle non-metallic materials. The task is to study the laws governing the removal of particles of brittle non-metallic 
material in the contact zone. In this work, the removal of material in the contact zone as a result of microcutting and 
brittle chipping is considered as a random event. The research methods are mathematical and physical simulation 
using the basic provisions of the theory of probability, the laws of distribution of random variables, as well as the 
theory of cutting and the theory of a deformable solid. Results and discussion. The developed mathematical models 
make it possible to trace the effect on material removal of the overlap of single cuts on each other when grinding 
holes in ceramic materials. The proposed dependences show the regularity of stock removal within the arc of contact 
of the grinding wheel with the workpiece. The considered features of the change in the probability of material 
removal upon contact of the treated surface with an abrasive tool and the proposed analytical dependences are valid 
for a wide range of grinding modes, wheel characteristics and a number of other technological factors. The obtained 
expressions make it possible to fi nd the amount of material removal also for schemes of end, fl at and circular external 
grinding, for which it is necessary to know the amount of removal increment due to brittle fracture during the 
development of microcracks in the surface layer. One of the ways to determine the magnitude of this increment is to 
simulate the crack formation process using a computer. The presented results confi rm the prospects of the developed 
approach to simulate the processes of mechanical processing of brittle non-metallic materials. 

For citation: Bratan S.M., Roshchupkin S.I., Kharchenko A.O., Chasovitina A.S. Probabilistic model of surface layer removal when grinding 
brittle non-metallic materials. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science, 2021, 
vol. 23, no. 2, pp. 6–16. DOI: 10.17212/1994-6309-2021-23.2-6-16. (In Russian).
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Introduction

Structural non-metallic materials such as ceramics, glass, quartz, ferrites, sitalls are increasingly used 
in industry due to its high hardness, strength and wear resistance. However, these materials are also highly 
fragile, which makes it much more diffi cult to process. The quality parameters of products, which determine 
its functional suitability and performance characteristics, are fi nally formed at fi nishing operations, which 
include the grinding process. It is known that when grinding metals, the cost of grinding work takes on 
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average 15 ... 25% of the total cost of manufacturing products [1], when processing brittle materials, this 
fi gure increases signifi cantly. 

Grinding processes have a complex stochastic nature [2], which leads to a scatter of product quality 
indicators, a decrease in the reliability, productivity and economy of the technological process. It is possible 
to reduce the scatter of product quality indicators when grinding brittle materials, as well as to increase the 
reliability and effi ciency of the operation, by choosing the optimal parameters of the technological system 
based on dynamic models of the process.

A large number of studies are devoted to the development of dynamic models for various processes 
of abrasive processing [3-15]. However, to describe the regularities of the removal of particles of a brittle 
non-metallic material and the wear of the surface of the grinding wheel in the contact zone, the known 
models do not allow taking into account the peculiarities of the process in which micro-cutting-chipping 
and brittle volume fracture of the material are combined. In this regard, the aim of the work is to create a 
new probabilistic model for removing the surface layer when grinding brittle non-metallic materials. The 
task is to study the laws governing the removal of particles of brittle non-metallic material in the contact 
zone.

Simulation of the process

To obtain dependencies that allow calculating material removal when grinding holes in workpieces 
made of brittle non-metallic materials, consider the presented scheme (Fig. 1). 

Fig. 1. Scheme for calculating the probability of removing the 
surface layer when grinding the material

In the period under consideration, the most protruding peaks of abrasive grains pass through the level 
of the surface of the workpiece, which, in contact with the treated surface, leave traces on it in the form of 
scratches. Moreover, the probability of its overlap can be full or partial. In most cases, incomplete contact is 
predominantly observed. Part of the grains of the abrasive tool can fall into the trail of the preceding grains, 
leaving no scratches.

An analysis of the study of the mechanisms of material removal by a single grain shows that when 
passing through the contact zone, the grain can cut off the material when it hits the protrusion of the surface 
roughness, or it can not cut the specifi ed material when passing through the cavity of the rough surface. Based 
on the analysis of the contact of the top of the abrasive grain with the material, a theoretical-probabilistic 
model is proposed in [16] that allows calculating the amount of material removal when grinding plastic 
materials. The probability is determined by the ratio of the unremoved part of the metal to the total length 
of the section under consideration (Fig. 1): 
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where: 0a  – an indicator characterizing the initial state of the surface of the workpiece in a given section 
before the start of the grinding process; a – an indicator characterizing the change in the area of the 
depressions formed by the sum of the profi les of abrasive grains passing through the considered section of 
the workpiece; ( )P M  – probability of material removal. 

To describe the regularities of material removal and tool surface wear in the contact zone, the concepts 
of the probability of removal ( )P M  and the probability of non-removal ( )P M  of the material are proposed 
in [17]. The fi rst indicator ( )P M  is determined by the probability of an event in which material at a point 
on the treated surface is removed. The second indicator ( )P M  is the probability of an event in which 
material is not removed from the treated surface. The sum of the probabilities, as the probabilities of 
opposite events, is equal to unity, and its values depend on the position of the point in the contact zone. For 
the processes of processing workpieces with abrasive tools, the probability of material removal is calculated 
from the dependence:

      
  0 1( ... ... )

( ) 1 k ja a a a
P M e ,          (2)

where 1a , …, ja – are indicators characterizing the change in the areas of the depressions formed by the 

sum of the profi les of abrasive grains passing through the considered section of the workpiece after the 
corresponding contacts of the grains with the surface of the workpiece. 

In general, when fi nishing and fi ne grinding of holes in workpieces made of brittle non-metallic materials 
(glass, ceramics, quartz, ferrites, sitalls, etc.), as well as in workpieces with ceramic coatings, material 
removal is carried out due to a combination of micro-cutting-chipping and brittle volume destruction of the 
material. 

To obtain a mathematical model that allows calculating removal when grinding brittle non-metallic 
materials, consider the process of contacting the tool with the workpiece at the level y .

As a result, of the impact of cutting and piercing grains on the surface of the workpiece, material is 
removed in the contact zone by micro-cutting and brittle chipping, which can be considered as a random 
event. It is characterized by the joint probability of material removal from the workpiece by the micro-
cutting or shearing process. Thus, the probability of removal when grinding brittle non-metallic materials, 
is calculated by the formula:

  1 2( ) ( ) ( )P M P M P M ,                (3)  

where 1( )P M – is the probability of an event in which the processed material is not removed due to the 
micro-cutting process; 2( )P M  – the probability of an event in which the processed material is not removed 
due to the brittle chipping process.

Similarly to equation (1), dependence (3) can be described by the following expression:

       0 1 2( ) 1 exp( ( , ) ( , ))P M a a y a y ,      (4)

where 0a  – an indicator characterizing the initial state of the surface of the workpiece in a given section 
before the start of the grinding process; 1( , )a y  – an indicator characterizing the change in the area of the 
depressions formed due to the mechanical cutting process; 2( , )a y  – an indicator characterizing the change 
in the area of depressions formed due to the process of brittle chipping; y – distance from the outer surface 
of the workpiece to the current level;   – the moment in time of an ongoing event. 
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For each revolution (pass), the change in the increment of the indicator  1a  is determined by the 
expression [16]:

      1( , ) c za y k b , (5)

where ck  – is the chip formation coeffi cient; ( , )zb y – is grain width at the level y ;  – is the number of 
abrasive grains that have passed through the section under consideration.

When grinding brittle materials, the chip formation coeffi cient ck  is 1, since there are no plastic 
deformation processes. To calculate the indicator  1a , characterizing the change in the area of the depressions 
formed due to the mechanical cutting process, grains that cut off the material are taken into account (piercing 
grains are not considered in this case). Based on this, taking into account equation (5), the indicator  1a  can 
be calculated as follows:

       1( , ) (1 )z cka y b P , (6)

where ckP  – is the probability of brittle chipping of the workpiece material.
Through a single section of the surface, with a thickness of u  (Fig. 2), the tops of the abrasive grains 

  will pass over time  . The number of tops of abrasive grains can be calculated from the density of its 
distribution in the working layer of the tool ( )f u  along the coordinateu :

         ( ) ( )z k un f u u V V ,         (7)

where zn  – is the number of grains per unit area of the working layer of the tool; kV  – the peripheral speed 
of the tool (circle); uV – the peripheral speed of the workpiece.

Fig. 2. Scheme for calculating the number of tops of abrasive grains, pass-
ing through a unit surface area by the thickness of the tool per unit of time

The distribution of cutting edges over the depth of the working surface of the tool was studied in [2, 15, 
18]. In the analytical description of the distribution curves J. Cassen assumes that the number of cutting 
edges on the surface of the circle is proportional to the square of the distance inside the circle [19].

The probability density curve of the distribution of cutting edges is modeled by its straight-line 
dependence  ( ) ff u C u . According to the author, the simulation of the distribution curve by a straight-

line dependence is valid for the section of the circle directly lying near the surface. To describe the distribution 
density of the tops of abrasive grains, O.Coyle suggested using a dependence of the form [17]:
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   1( ) hf u C u ,             (8)

where hC  – is the coeffi cient of proportionality of the distribution curve: 
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where uH  – is the thickness of the layer of the working surface of the tool in contact with the workpiece.
Taking into account the above, dependence (8) can be represented as:

  



  1( )
u

f u u
H

, (9)

where   – is the parameter of the distribution density function.
Comparison of the values of the probability density of the distribution for different models (Fig. 3) 

indicates that the most signifi cant difference from the dynamic distribution has a straight-line relationship. 
The best approximation is provided by the power-law dependence of the modifi ed Г-distribution function.

Fig. 3. Simulation the probability density of the distribution of 
the tops of grains when approximating their profi le: 

1 – straight-line dependence; 2 – a parabola; 3 – modifi ed function 
Г-distributions

Power-law dependences are currently widely used not only for the mathematical description of the 
distribution of grain tops on the working surface of grinding tools. 

To characterize the shaping process, it is also of considerable interest to calculate the number of abrasive 
grains passing through an elementary surface area.

The increment in the number of grains in general form is determined by equation (7), which, after 
substitution of values ( )f u  and transition from a discrete model to a continuous one, takes the form:
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After changing the variable   to 
u

z
V

and integrating over, a dependence is obtained for   calculating 

the current value of the number of cutting edges, passing through the section at  1.5 :
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The number of cutting edges that pass during the contact of the section with the circle is determined 
from equation (11) at the upper limit of integration   yz L :

 
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The width of the grain profi les in the working layer of the tool at the level y from the surface of the 
workpiece will be equal to:

    ( )m m
z b b fb C h C t y u , (13)

where bC , m  – is the proportionality coeffi cient and the exponent, respectively, in the equation when the 
grain shape is approximated by a paraboloid of revolution; ft  – is an actual depth of cut; u  – is the position 

of the grain in the abrasive tool relative to its conditional outer surface (Fig. 4). 

Fig. 4. Scheme of interaction of abrasive grains with a ceramic 
workpiece

After substituting expressions (9) and (13) into (6), the dependence for calculating the indicator  1( , )a y  
is obtained:

              1( , ) ( ) ( ) (1 )c z z k u cka y k n b f u u V V P .  (14)

We replace the variable with  on 
u

z
V

 and after substituting it into expression (14) we get: 
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where  yL  –  is the length of the contact zone from the conditional outer surface of the tool to the main plane 

(Fig. 2), which can be calculated from the dependence:

   ( )y f eL t y D . (16)

To calculate the probability of an event characterizing the chipping process of the workpiece material 
ckP  during grinding, the following relationship was used [20]:

  
   

  
1 ( )ck o

f

u
P P

t
,       (17)

where 0P  – is the probabilistic characteristic of chipping of a brittle non-metallic material chipping;   – is 
the exponent in the probability equation. The indicated parameters of dependence (17) can be calculated by 
the method, proposed in [21]. 

When substituting the obtained expressions zb  and ( )f u  into equation (15) and from equations (13) 
and (9), it takes the form:
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Results and discussion

The previously adopted models of the grain tops and its depth distribution densities make it possible to 
proceed to the establishment of functional relationships between the probability of non-removal of the 
material and technological factors. After integrating the resulting equation over u  we get: 
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where Г (...) – are the corresponding gamma functions.
Integration of equation (19) is possible only for particular values of the coeffi cients. For  1.5 ,  0.5m , 

  2 and   2 2b zC we get:
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After substituting the values of the gamma functions, we get:
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The calculation of the indicator 2( , )a y z , characterizing the change in the area of the depressions formed 
due to the brittle cleavage process in any area of the contact zone with the known initial state of the surface 
is calculated similarly to the indicator 1( , )a y z . 

To calculate the indicator 2( , )a y z , it is necessary to take into account that the course of the brittle 
shearing process is accompanied by an increase in the width of the single risk zb  to the value xb  (Fig. 4). 
For approximation xb , a power-law dependence was used:
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where  xr  – is the increment in material removal in the process of brittle chipping of brittle non-metallic 
material; xm  – is the exponent in the equation, that simulates the shearing grain profi le as a paraboloid of 
revolution. The depth distribution density of shear grains can be calculated using the formula:

  



 1( ) x

x

x

u

f u u
H

, (23)

where x  – is the parameter of the distribution density function of shear grains. 
The dependence for calculating the indicator 2( , )a y z , included in the expression for calculating the 

probability of material removal due to volume brittle fracture, similar to the solution given above (18), is 
written as:
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After integrating expression (24) over u  we get:  
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After substituting the values of gamma functions at particular values   1.3 ,  0.7xm  and   2  into 
expression (25), we get: 
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After substituting the values of the gamma functions, we fi nally get:
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Conclusions

The developed mathematical models make it possible to trace the effect on material removal of the 
overlap of single sections on each other when grinding holes in ceramic materials. The proposed dependences 
show the regularity of stock removal within the arc of contact of the grinding wheel with the workpiece. 
The considered features of the change in the probability of material removal upon contact of the treated 
surface with an abrasive tool and the proposed analytical dependences are valid for a wide range of grinding 
modes, wheel characteristics and a number of other technological factors [20, 22]. The obtained expressions 
make it possible to fi nd the amount of material removal also for schemes of end, fl at and circular external 
grinding, for which it is necessary to know the amount of removal increment due to brittle fracture during 
the development of micro-cracks in the surface layer. One of the ways to determine the magnitude of this 
increment is to simulate the crack formation process using a computer.

References

1. Malkin S., Guo C. Grinding technology: theory and applications of machining with abrasives. New York, 
Industrial Press, 2008. 372 р. ISBN 978-0-8311-3247-7.

2. Hou Z.B., Komanduri R. On the mechanics of the grinding process. Pt. 1. Stochastic nature of the grinding 
process. International Journal of Machine Tools and Manufacture, 2003, vol. 43, pp. 1579–1593. DOI: 10.1016/
S0890-6955(03)00186-X.

3. Lajmert P., Sikora V., Ostrowski D. A dynamic model of cylindrical plunge grinding process for chatter 
phenomena investigation. MATEC Web of Conferences, 2018, vol. 148, pp. 09004–09008. DOI: 10.1051/
matecconf/20181480900.

4. Leonesio M., Parenti P., Cassinari A., Bianchi G., Monn M. A time-domain surface grinding model for dynamic 
simulation. Procedia CIRP, 2012, vol. 4, pp. 166–171. DOI: 10.1016/j.procir.2012.10.030.

5. Sidorov D., Sazonov S., Revenko D. Building a dynamic model of the internal cylindrical grinding process. 
Procedia Engineering, 2016, vol. 150, pp. 400–405. DOI: 10.1016/j.proeng.2016.06.739.

6. Zhang N., Kirpitchenko I., Liu D.K. Dynamic model of the grinding process. Journal of Sound and Vibration, 
2005, vol. 280, pp. 425–432. DOI: 10.1016/j.jsv.2003.12.006.



OBRABOTKA METALLOV

Vol. 23 No. 2 2021

TECHNOLOGY

7. Ahrens M., Damm J., Dagen M., Denkena B., Ortmaier T. Estimation of dynamic grinding wheel wear in 
plunge grinding. Procedia CIRP, 2017, vol. 58, pp. 422–427. DOI: 10.1016/j.procir.2017.03.247.

8. Garitaonandia I., Fernandes M.H., Albizuri J. Dynamic model of a centerless grinding machine based on 
an updated FE model. International Journal of Machine Tools and Manufacture, 2008, vol. 48, pp. 832–840. 
DOI: 10.1016/j.ijmachtools.2007.12.001.

9. Tawakolia T., Reinecke H., Vesali A. An experimental study on the dynamic behavior of grinding wheels in 
high effi ciency deep grinding. Procedia CIRP, 2012, vol. 1, pp. 382–387. DOI: 10.1016/j.procir.2012.04.068.

10. Jung J., Kim P., Kim H., Seok J. Dynamic modeling and simulation of a nonlinear, non-autonomous grinding 
system considering spatially periodic waviness on workpiece surface. Simulation Modeling Practice and Theory, 
2015, vol. 57, pp. 88–99. DOI: 10.1016/j.simpat.2015.06.005.

11. Yu H., Wang J., Lu Y. Modeling and analysis of dynamic cutting points density of the grinding wheel with 
an abrasive phyllotactic pattern. The International Journal of Advanced Manufacturing Technology, 2016, vol. 86, 
pp. 1933–1943. DOI: 10.1007/s00170-015-8262-0.

12. Guo J. Surface roughness prediction by combining static and dynamic features in cylindrical traverse grinding. 
The International Journal of Advanced Manufacturing Technology, 2014, vol. 75, pp. 1245–1252. DOI: 10.1007/
s00170-014-6189-5.

13. Arriandiaga A., Portillo E., Sanchez J.A., Cabanes I., Pombo I. A new approach for dynamic modeling of 
energy consumption in the grinding process using recurrent neural networks. Neural Computing and Applications, 
2016, vol. 27, pp. 1577–1592. DOI: 10.1007/s00521-015-1957-1.

14. Soler Ya.I., Le N.V., Si M.D. Infl uence of rigidity of the hardened parts on forming the shape accuracy during 
fl at grinding. MATEC Web of Conferences, 2017, vol. 129, p. 01076. DOI: 10.1051/matecconf/201712901076.

15. Soler Ya.I., Khoang N.A. [Infl uence of the depth of cut on the height roughness of tools made of U10A steel 
during surface grinding with cubic boron nitride wheels]. Aviamashinostroenie i transport Sibiri: sbornik materialov 
IX Vserossiiskoi nauchno-prakticheskoi konferentsii [Aircraft engineering and transport of Siberia. Proceedings of 
the 9th All-Russian Scientifi c and Practical Conference]. Irkutsk National Research Technical University. Irkutsk, 
2017, pp. 250–254. (In Russian).

16. Novoselov Yu., Bratan S., Bogutsky V., Gutsalenko Yu. Calculation of surface roughness parameters for 
external cylindrical grinding. Fiabiltate si Durabilitate = Fiability and Durability, 2013, suppl. 1, pp. 5–15.

17. Novoselov Yu.K. Dinamika formoobrazovaniya poverkhnostei pri abrazivnoi obrabotke [Dynamics of 
surface shaping during abrasive processing]. Sevastopol, SevNTU Publ., 2012. 304 p. ISBN 978-617-612-051-3.

18. Lobanov D.V., Yanyushkin A.S., Arkhipov P.V. Napryazhenno-deformirovannoe sostoyanie tverdosplavnykh 
rezhushchikh elementov pri almaznom zatachivanii [Stress-strain state of carbide cutting elements during diamond 
sharpening]. Vektor nauki Tol’yattinskogo gosudarstvennogo universiteta = Vector of sciences. Togliatti State 
University, 2015, no. 3-1 (33-1). pp. 85–91. DOI: 10.18323/2073-5073-2015-3-85-91.

19. Kassen G., Werner G. Kinematische Kenngrößen des Schleifvorganges [Kinematic parameters of the grinding 
process]. Industrie-Anzeiger = Industry scoreboard, 1969, no. 87, pp. 91–95. (In German).

20. Bratan S., Roshchupkin S., Kolesov A., Bogutsky B. Identifi cation of removal parameters at combined 
grinding of conductive ceramic materials. MATEC Web of Conferences, 2017, vol. 129, p. 01079. DOI: 10.1051/
matecconf/201712901079.

21. Gusev V.V., Moiseev D.A. Iznos almaznogo shlifoval’nogo kruga pri obrabotke keramiki [Wear of a diamond 
grinding wheel when processing ceramics]. Progressivnye tekhnologii i sistemy mashinostroeniya = Progressive 
Technologies and Systems of Mechanical Engineering, 2019, no. 4 (67), pp. 25–29. (In Russian).

22. Novoselov Yu., Bratan S., Bogutsky B. Analysis of relation between grinding wheel wear and abrasive grains 
wear. Procedia Engineering, 2016, vol. 150, pp. 809–814. DOI: 10.1016/j.proeng.2016.07.116.

Confl icts of Interest

The authors declare no confl ict of interest.

2021 The Authors. Published by Novosibirsk State Technical University. This is an open access article under the CC BY 
license (http://creativecommons.org/licenses/by/4.0/).


