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CUSTOMER BACKGROUND EXPERIMENTATION AND CONCEPTS
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The current human visual inspection process at Stellantis poses many defects which ol I bebann [ubedverie Senteor | 5 (Meie | ¢
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on this process, Stellantis is seeking an automated vision system that acquires

high-quality images of every side of the valve bodies in order to accurately detect
defects. This process must be within the cycle time of the part of about 120 seconds.
The team is responsible for the electrical and mechanical production of the vision
system, whereas graduate student B. Zhang is responsible for the Al algorithm for
defect detection.

Image Acquisition Lighting
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Optimal Light Settings
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