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A Study on Green Alternative Manufacturing Process
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Ho]FE sloth Fig. 2 Extrude helical gear: (a)single, (b)double type
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Table 1 Energy and CO, impact for material

Energy[MJ] | COalkg]
Machining 8.9 0.649
Extrusion: Singe 7.3 0.551
Extrusion: Double 6 0.459
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Fig. 4 Material usage between machining and cold
extrusion
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(a) Machining process (b) Extrusion process

Fig. 5 Hardness measured point
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Fig. 6 Vickers hardness value of cross section of gear
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