MBAGETEE 95EF KELMATAE pp.119~124

8 AL

o] & A xE

o vhd Azol #F AT

A Study on the Detection of Wheel Wear by Computer vision System
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Abstract

Morden industrial  society

pursues unmanned system and automation of manufacturing process.

Abreast with this tendensy, prodution of goods which requires advaned accuracy is increasing as well.

According to this, the work sensing time of dressing by monitoring and diagnosis the condition of

grinding, which is the representative way in accurate manufacturing, is a important work to prevent

serios damages which affect grinding process or products by wearing grinding wheel.

Computer vision

sytem is composed, so that grinding wheel surface was acquired by CCD camera and the change of

cutting edge ratio was measured. Then we used autometic threshoding technique from histogram as a

way of deviding cutting cedge which is used in manufacturing from the other parts.

As a result, we

arc trying to approach unmanned system and automation by deciding more accurate time of dressing

and by visualizing behavior of grinding wheel by making use of computer vision.
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(1) wear (4) = newly apeared
(2) : breakage (5) . partial breakage
(3) : dig-out (6) no cutting edge

Fig. 2-1 Changing aspects of cutting edges
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I'tg. 4-5 Thresholding image

Fig. 4-6 Thresholding image
of wheel before grinding

of wheel at 5 times
grinding

Fig. 4-7 Threshoding image
of wheel at 10 times
grinding

IFig. 4-8 Thresholding image
of wheel at 20 times
grinding

Fig. 4-9 Thresholding image of worn wheel
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