Ms. Reya Tabitha Saji, AP/FT

;ﬁ;« Y .
“¥*SNS COLLEGE OF TECHNOLOGY =
(An Autonomous Institution)

Approved by AICTE, New Delhi, Affiliated to Anna University, Chennai

Accredited by NAAC-UGC with ‘A++’ Grade (Cycle I1I) &
Accredited by NBA (B.E - CSE, EEE, ECE, Mech & B.Tech.IT)

COIMBATORE-641 035, TAMIL NADU

Introduction to Machine Vision System

Definition of Machine Vision

Machine Vision is a technology and method used to provide imaging-based
automatic inspection and analysis for applications such as automatic inspection,
process control, and robot guidance. It enables a machine (computer system) to
"see" and interpret visual information from the physical world using cameras and
image processing software.

Machine vision is a subfield of computer vision that is applied specifically in
industrial and automation settings.

. Components of a Machine Vision System
A typical machine vision system includes the following major components:
1. Image Acquisition Device:

Camera — Captures the visual input.

Types: CCD (Charge-Coupled Device), CMOS (Complementary Metal-
Oxide-Semiconductor)

Lenses — Focuses light onto the camera sensor.

Lighting — Ensures uniform and appropriate illumination (LED, fiber optic,
structured light, etc.)

2. Image Processing Unit:

Typically an industrial computer or embedded processor

Executes image processing algorithms to extract relevant information
3. Software and Algorithms:

Preprocessing: Noise reduction, filtering, contrast enhancement
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Feature Extraction: Edge detection, blob analysis, pattern recognition

Analysis: Measurement, counting, defect detection, recognition
4. Communication Interface:

Interfaces with external systems (e.g., PLCs, robots) via Ethernet, USB, serial
ports, or fieldbus protocols.

5. Output/Actuators:

Sends commands to reject defective parts, guide robotic arms, or make
pass/fail decisions.

3. Working Principle of Machine Vision

Image Acquisition: The camera captures an image of the object under
inspection.

Preprocessing: Enhances image quality and removes noise.

Segmentation: Isolates regions of interest (ROI) such as components or
defects.

Feature Extraction: Measures dimensions, checks alignment, or recognizes
patterns.

Decision Making: Based on algorithms, the system makes a judgment (e.g.,
accept/reject).

Action Execution: Outputs are sent to mechanical devices to act on the
decision.

4. Applications of Machine Vision

Manufacturing and Quality Control:
Surface defect detection
Assembly verification
Barcode/QR code reading
Dimensional measurement

Color verification
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Pharmaceutical Industry:
Pill counting
Packaging inspection
Label verification
Food Industry:
Sorting and grading
Contamination detection
Packaging inspection
Electronics:
PCB inspection
Component alignment
Solder joint analysis
Automotive:
Paint quality inspection
Part verification

Robot guidance

5. Advantages of Machine Vision Systems

Non-contact measurement and inspection
High accuracy and repeatability

Increased production speed and throughput
Reduced human error and labor costs

24/7 operation capability

Automated data collection and traceability
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6. Challenges in Machine Vision
Lighting variability
Complex backgrounds
High processing demands
Real-time constraints
Integration with existing systems

Sensitivity to image noise and occlusion

7. Recent Trends in Machine Vision

Al and Deep Learning Integration: Enables more robust object recognition
and anomaly detection.

3D Machine Vision: Uses depth information for better spatial understanding.
Edge Computing: Processing directly at the device level for faster response.

Multispectral and Hyperspectral Imaging: For detecting materials beyond
visible light.

Smart Cameras: Combine optics, sensors, and processors in a compact unit.

8. Difference Between Machine Vision and
Computer Vision

Aspect Machine Vision Computer Vision

. . . ) General—-purpose (includin
Application Industrial and automation burpb ( &
consumer)

i Controlled lighting and i i
Environment ] Varied environments
settings

Inspection, measurement,

Goal ] Understanding visual data
automation
Binary decisions, Interpretation,

Output s .
measurements classification

Conclusion
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Machine vision systems are critical in modern automated industries, ensuring
product quality, improving efficiency, and enabling intelligent automation. With the
integration of Al, robotics, and edge computing, machine vision continues to evolve
into more adaptive and intelligent systems suitable for complex real-world
environments.
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