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Development of Vision Inspection System for
Defects of Industrial Wire Harness
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<Abstract>

This paper presents vision based inspection system for defects of industrial wire
harness. Five type of nonconformities facter such as barrel deform, projected wire,
overcoating, rack of wire length, over-strip is considered. Developed inspectio
algorithmn has been tested on real specimens from a wire harness factory.

Experimental results show that the

performance.

inspection algorithm an has a good
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Fig. 1. Wire inspection algorithm flowchart.
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Fig. 3. Inspection apparatus layout.

Az LA o] 7]
Hgo 2 AA AL
AMS¢t MATLAB?]
ArNEFEE A EHIA
sk Th EMFETH THY
AA s 2709 FAA AR
s AHst= 3709
g HAur] ddHz A
H ~Estin) gt %54 o
ofatm, AU 7] 0] %, ¢}o
AA AR duElEs HAESUT
Figd~6v A &4 AlEdelA zhsiHz
Aol LduglEe SIMULINK E-Etlojo] 13
2 Ay ol o,

FUE

Fig. 4. The simulation of all process.

Fig. 5. Block diagram.

Fig. 6. Wire alignment and transmission.
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(a) Center point extraction result

(b) Center point distribution
Fig. 7. The extraction result of wire center point.
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Fig. 9. The measurement result of normal sample.
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Fig. 10. The bad sample of wire harness.

Table 1. The judgment of wire harness

AE AF # A
F E 1,000 7 1,000 7H
B 570 570
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(e) Excessive stripping
Fig. 11. The result using inspection algorithms for bad type
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Fig. 12. The inspection apparatus of wire harness.
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Fig. 13. Wire harness Cycle time.
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Fig. 14. Wire harness Cycle time a result
measurement.
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