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Design of Silicone Toothbrush Head and its Mold Manufacturing Process
Yu Rongbiao', Wang Huaxing®

(1. Zhejiang Industry Polytechnic College, Shaoxing 312000, China ; 2. Zhejiang Epike Pipeline Technology Co., Ltd., Shaoxing 312000, China)

Abstract : Starting from the analysis and comparison of the properties of traditional toothbrush bristles and silica gel toothbrush
bristles, according to the characteristics of silica gel materials and the structural characteristics of toothbrush head and brush bristles,
the step ideas and solutions for optimizing the design of brush bristles were put forward, and the manufacturing process of micro-
holes in brush die was analyzed and studied. Through the analysis of cutting force, the bit fracture affecting micro-hole processing
was determined. The main factors are cutting speed and depth. Finally, a series of technological parameters for micro-hole machining
of brush head die were obtained through experimental verification on Carved Caver400TE. Through tabular analysis, more suitable
manufacturing parameters were obtained. The validity and feasibility of this method were verified.

Keywords : silicone toothbrush ; micro-hole ; brush head mold ; machining bit ; cutting speed ; cutting depth
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