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Automatic Detection Technology for Roller End
Based on Computer Vision

ZHAI Zhiyong' ,CHEN Yongqing” , CHEN Lianqing

(1. Mechatronical & Electrical Engineering Institute , Ningbo Polytechnic, Ningbo, Zhejiang 315800, China;
2. Robotics Institute, Ningbo University of Technology , Ningbo , Zhejiang 315211, China)

Abstract ; Aiming at the problem that the visual inspection of bearing roller end damages the eyesight of workers and the
high false detection rate, the automatic detection system for roller end based on computer vision inspection technology
was proposed. The image acquisition system was designed to collect the image of roller end. The characteristics of roller
end defects were analyzed, the defect features were extracted by filtering the image and the binarization processing of
maximum inter class variance threshold method. And then the corresponding ROI (region of interest) was set to define
the maximum number of pixels of the detection target as the basis to distinguish the defect features. The computer vision
automatic detection system was developed by using LabVIEW software. The practice shows that the system can realize
the automatic detection of roller double end defects and meet the requirements of accurate, efficient and objective real-
time detection.

Keywords ; computer vision ;bearing roller end ;image processing; defect features ;maximum inter class variance threshold
method ; ROI( region of interest) ; LabVIEW software
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Figure 1 Roller
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Figure 2 TIllustration of detection system
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Figure 3  Source image
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Figure 4  Binarization images
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Figure 5 ROI settings
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Figure 6 Flow chart of automatic detection
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Figure 7 Detection results of roller end
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