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Quality Measurement of Deburring Product using Image Processing
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ABSTRACT

In this study, a vision system with image
processing method have been introduced to
find the edge radius of curvature. It was
applied to inspect the edge quality of the
deburring process product with brush grinding.
Size of data was found to be critical in

calculating the radius of curvature. Results
using laser measurement system were
compared.
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Fig. 1 The Discrete Pixel Numbering Convention
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Fig. 3 Laser Displacement Transduct
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Fig. 6 Laser Sensor Calibration Graph
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Fig. 7 Image Processing Flow Chart
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Fig. 8 Measurement Method Diagram
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Table. 1 Curve Fitting Diagram

Curve Fitting Equation(X,Y;mm)
1 Y=066X* - 1.24X
2 Y=0.39X? - 121X
3 Y=0.31X% - 1.28X
4 Y=0.23X% - 127X
5 Y=0.17X% - 1.19X
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Table. 2 Curvature Radius of Each Method

Curvature Radius(mm)

Diameter method # 1jmethod # Zjmethod # 3
0 0.05 0.02 0.00
1 041 0.33 0.02
2 1.42 0.73 0.16
3 359 1.74 0.37
4 6.67 2.28 0.43
5 11.66 277 0.97
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Fig. 9 Curvature Radias of Each Method

Table. 3 Accuracy Radio of Curvature Radius

Accuracy Ratio

(Curvature Radius/Circle of Radius)
Diametermethod # 1jmethod # 2| method # 3

1 0.82 0.66 0.04

2 1.42 0.73 0.16

3 2.39 1.16 0.24

4 3.34 1.14 0.22

5 466 1.108 0.39
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Fig. 10 Curvature Radius of Method # 1
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Fig. 12 Curvature Radius of Method # 2
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Fig. 12 Curvature Radius of Method # 2
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