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[ABSTRACT]

manufacturing mode, the reasonable selection of cutter

Green manufacturing is a modern

can effectively improve green cutting process. An evalua-
tion system and a mathematical model is built, it includes
time, quality,cost,resource and environment impact. Exten-
sion hierarchical analysis and grey relationship decision-
making can be used to solve the model extension. Com-
bined with a hob example, it shows that the method can
solve the problem of reasonable, effective tool selection.
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Fig.1 Evaluation architecture of cutter choice for green
manufacturing
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Fig.4 Inner surface texture contrast before and after grinding
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Fig.5 Effect of titanium alloy elbow pipe before and after grinding
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