3118 KB ERTE $H18% F12%, pp. 3118~3126, 1994

C

A2 N9e ol 53 BTN EHALsS 543}

%|7| % - 57 44
(1993+d 114 129 #H4)

Characterization of Surface Roughness Using the Concept of Entropy
in Machining

Gi Heung Choi and Gi Sang Choi

Key Words : Surface Roughness (3714 % 7|), Entropy(ol E 2 3]), Relative Entropy (4} o E
2.9), Geometrical Factor(7|s}8t# 2.¢l), Physical Factor(£2]% 224l)

Abstract

This paper describes the use of the concept of (relative) entropy for effective characterization
of the amplitude and the frequency distributions of the surface profile formed in machning
operation. For this purpose, a theoretical model for surface texture formation in turning operation
is developed first. Then, the concept of (relative) entropopy is reviewed and its effectiveness is
examined based on the simulation and experimental results. The results also suggest that under
random tool vibration the effect of the geometrical factors on the surface texture formation can
be successfully decomposed and therefore, identified by applying the concept of (relative) entropy.
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