HIE ZA

i

=z 2011-48IE—-1-3

= 3

SESIRENbIE

o
rot
o
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Abstract

In this paper, we developed a auto sorting system for T type welding nut using a vision inspector. We used edge and
thread detection with histogram of image which is captured by machine vision camera. We also used a binary morphology
operation for a detection of spot. As a result we performed numeric inspection of 0.lmm accuracy. This is impossible in
old sorting system and inspector with naked eye. Also, we reduced the manufacturing unit cost to 256% and improved a

production efficiency to 330%.
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Fig. 1. Process of T type welding nut vision

inspector.
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Specification of a vision inspector for T type

welding nut.
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Table 2. Performance of a vision inspector of auto
sorting system for T type welding nut.
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