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Abstract: Aiming at the problems of traditional manual inspection methods of electronic wire harness prod-
uct dimensions such as low efficiency and large subjective measurement errors, a non-contact inspection
method based on machine vision is proposed. Design and build a visual inspection system, use Zhang
Zhengyou calibration method to calibrate the camera and collect product image information, use the
improved Canny algorithm to detect the edges of the image, extract the product outline and perform hori-
zontal tilt correction on the image; the corrected product outline is divided and the least squares method is
used to perform straight line fitting on the contour edge sampling points; the product size in the world
coordinate system is calculated based on the image coordinates of the measurement points on the contour
edge and the camera calibration results; traditional vernier caliper measurement and visual measurement
tests are performed on the product. The test results show that the repeated measurement error and abso-
lute measurement error of this method do not exceed 0.1 mm, the average detection time is within 1 s,

and 1t can achieve rapid and accurate detection of the dimensions of electronic wire harness products.
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