
Printed by Jouve, 75001 PARIS (FR)

Europäisches Patentamt

European Patent Office

Office européen des brevets

(19)

E
P

1 
61

9 
49

4
A

1
��&������������

(11) EP 1 619 494 A1

(12) EUROPEAN PATENT APPLICATION

(43) Date of publication: 
25.01.2006 Bulletin 2006/04

(21) Application number: 05015551.4

(22) Date of filing: 18.07.2005

(51) Int Cl.:
G01N 21/956 (2006.01) G06T 7/00 (2006.01)

(84) Designated Contracting States: 
AT BE BG CH CY CZ DE DK EE ES FI FR GB GR 
HU IE IS IT LI LT LU LV MC NL PL PT RO SE SI 
SK TR
Designated Extension States: 
AL BA HR MK YU

(30) Priority: 21.07.2004 JP 2004213512
13.07.2005 JP 2005203886

(71) Applicant: OMRON CORPORATION
Kyoto-shi, Kyoto 600-8530 (JP)

(72) Inventors:  
• Murakami, Kiyoshi

Omron Corporation
Shiokoji-dori
Shimogyo-ku
Kyoto-shi (JP)

• Ishiba, Masato
Omron Corporation
Shiokoji-dori
Shimogyo-ku
Kyoto-shi (JP)

• Kuriyama, Jun
Omron Corporation
Shiokoji-dori
Shimogyo-ku
Kyoto-shi (JP)

• Yotsuya, Teruhisa
708, Cosmotoday
Kamigyou-Ku
Kyoto-shi
Kyoto (JP)

(74) Representative: Kilian, Helmut
Wilhelms, Kilian & Partner 
Patentanwälte 
Eduard-Schmid-Strasse 2
81541 München (DE)

(54) Methods of and apparatus for inspecting substrate

(57) Inspection apparatus are used to inspect a sub-
strate as solder is printed, components are mounted and
the substrate is heated for a soldering process. Images
of the substrate are taken both before and after a pro-
duction process such as the component mounting proc-
ess and the soldering process and their differences are
extracted. Each component on the substrate may be
identified by differentiation and binarization processes

and setting conditions for windows are determined cor-
responding to identified components. Windows are set
according to determined setting conditions for inspecting
the conditions of the substrate by using image data in
the set windows and standard inspection data corre-
sponding to component identification data.
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Description

Background of the Invention

[0001] This invention relates broadly to the inspection
of a printed circuit board (hereinafter referred to simply
as a substrate), or methods of and apparatus for inspect-
ing a substrate whether during its production process or
after it has been produced, inclusive of methods of de-
termining conditions for setting an inspection window and
creating inspection data for the purpose of inspecting the
conditions of various mounted components and solder-
ing.
[0002] Substrates with components mounted thereto
are usually produced by sequentially carrying out the
process of printing cream solder on a printed circuit board
(or the solder printing process), the process of mounting
components at positions coated with the cream solder
(or the component mounting process) and the process
of heating the circuit board thereafter to solder the com-
ponents thereonto (or the soldering process). It is also a
common practice to carry our an inspection after each of
these production processes is performed in order to
check whether or not any defective products have been
produced.
[0003] Representative examples of apparatus for car-
rying out such inspections include those making use of
the image processing technology whereby conditions for
setting a window for inspecting target components (in-
clusive of their positions and sizes), binarization thresh-
old values for extracting targets of inspection and judg-
ment standards for determining appropriateness of ex-
tracted inspection targets are registered. In what follows,
such registered data are summarily referred to as inspec-
tion data.
[0004] The conditions for setting an inspection window
change, depending upon factors such as the purpose of
the inspection and the target of inspection. In the case
of an inspection after the component mounting process,
for example, the purpose of the inspection is to discover
the absence of a component or the presence of a wrong
component and hence an inspection window approxi-
mately of the same size as the intended component is
set at the intended position of the component. In the case
of an inspection after the soldering process, inspection
windows are set individually for the lands in order to in-
spect the shapes of the solder fillets formed thereon.
[0005] Examples of prior art method for determining
the conditions for setting an inspection window include
that of displaying an image of a model substrate, receiv-
ing a specification (say, by the operation of a mouse) on
the displayed image and using the position and the size
of the specified region as set conditions, as well as a
method of using CAD data of the substrate. For deter-
mining the setting conditions of a window for inspecting
a component, for example, an inspection window may
be automatically pasted on the CAD data by using frame
data of the component registered in the CAD data (rep-

resenting an outline of the component) such that the po-
sition and the size of this window may be treated as set-
ting conditions. Japanese Patent Publication Koho
2,570,239 discloses a combination of a component li-
brary registering standard inspection data for each com-
ponent and design data on substrates such as CAD data
for automatically generating data inclusive of inspection
data other than the setting conditions for inspection win-
dows.
[0006] Methods of setting conditions for an inspection
window according to a user’s operation for specification
are troublesome because of a large amount of work that
comes to be involved. Methods of using CAD data to
determine setting conditions for an inspection window
are also disadvantageous because the frame data on
components found in the CAD data may not necessarily
be representing the true size of the component and a
manual correction may become necessary on a pasted
window.
[0007] The method of aforementioned Japanese Pat-
ent Publication Koho 2,570,239 is to correlate mounted
position of each component of the substrate in CAD data
with the standard inspection data in a component library
but the keys for the correlation may not match between
the two. While the CAD data are created as individual
data for each component number and are capable of
identifying the mounted components, the component li-
brary classifies components with similar shapes and
functions into a group called "variation" and data are reg-
istered in units of variations. Thus, a table becomes nec-
essary for correlating these two sets of data in order to
identify a variation corresponding to a given CAD data
item and hence the process becomes complicated and
cumbersome, and inspection data cannot be created ef-
ficiently.

Summary of the Invention

[0008] It is therefore an object of this invention in view
of the above to easily determine conditions for setting an
inspection window by using an image taken of an actual
substrate.
[0009] It is another object of this invention to provide
a simpler method than prior art methods for combining
CAD data and a component library for obtaining inspec-
tion data for the inspection of components.
[0010] The invention firstly relates to a method of de-
termining setting conditions for a window for the inspec-
tion of a substrate which may be in the process of pro-
duction or a finished product, and the method may be
characterized as carrying out the following three steps
which are hereinafter conveniently referred to as a first
step, a second step and a third step. The first step is
carried out on a substrate after it has undergone a spec-
ified one of a plurality of sequentially performed produc-
tion processes for producing a mounted substrate and
includes the step of taking and thereby obtaining a first
image of this substrate. The second step is for taking and
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thereby obtaining a second image of the same substrate
after a next one of these production processes has been
performed thereon. In the third step, differences between
these two images are extracted and setting conditions
for a window for inspecting a specified target area on this
substrate are determined by using these extracted dif-
ferences.
[0011] In the above, the setting conditions of a window
may be generally interpreted as being data that represent
the position and the size of the window. Examples of the
plurality of sequentially performed production processes
for producing a mounted substrate may include a solder
printing process, a component mounting process and a
soldering process. In such a case, the first step may be
carried out after the solder printing process and the sec-
ond step may be carried out after the component mount-
ing process. Alternatively, they may be carried out re-
spectively after the component mounting process and
the soldering process.
[0012] The third step may comprise the steps of cre-
ating a differential image by obtaining differences in grad-
ing between mutually corresponding pixels on the two
images and carrying out a process such as binarization
and edge extraction on this differential image. The differ-
ences herein extracted may be considered to correspond
to the changes made on the substrate during the produc-
tion process that was carried out between the two steps.
[0013] The method as generally described above may
be explained further in detail next by way of the following
three embodiments.
[0014] According to a first embodiment, the first step
takes place after the solder printing process and the sec-
ond step takes place after the component mounting proc-
ess. In this case, the differences extracted in the third
step may be considered to correspond to the structures
added to the substrate in the component mounting proc-
ess, or a component or components. Thus, setting con-
ditions for a window, or windows, for the component in-
spection are determined based on the positions and sizes
of the areas where the differences have been extracted.
[0015] By this embodiment, the second image may be
taken after an image is obtained from a substrate in a
good solder printing condition and it is ascertained that
components have been properly mounted, and the two
images may be used to determine setting conditions for
windows for inspecting components. If the setting condi-
tions thus obtained are registered in a memory, they may
later be used conveniently whenever substrates of the
same kind are to be inspected.
[0016] In summary, since setting conditions for win-
dows for the inspection of components can be automat-
ically extracted according to this invention, it becomes
unnecessary to carry out operations for specifying an in-
spection area or to use CAD data and the burden on the
user becomes significantly reduced.
[0017] It is desirable for a window for the inspection of
a component to be of a size suitable for the inspection,
including an area where the differences are extracted

such as a rectangle that circumscribes it externally. It is
also desirable not to set any window if the area where
the differences are extracted is smaller than the size of
the smallest component.
[0018] If a component used in the second step is
mounted under a displaced condition, the window for the
inspection also becomes displaced and it becomes im-
possible to accurately determine its setting conditions.
In such a case, it is preferable to carry out the steps of
extracting an area printed with cream solder from the
image of the substrate after the solder printing process
and correcting the position of the window for the compo-
nent inspection based on its positional relationship with
respect to the area printed with cream solder. If these
steps are carried out in the third step, the setting position
of the window can be properly corrected to where this
component should properly be mounted.
[0019] According to a second embodiment, the first
step takes place after the component mounting process
and the second step takes place after the soldering proc-
ess. In this case, the differences extracted in the third
step may be considered to correspond to the changes
brought about by the melting of the cream solder on the
lands. Thus, setting conditions for a window, or windows,
for the inspection of soldering condition are determined
based on the positions and sizes of the areas where the
differences have been extracted. In this case, it is desir-
able to make the window to be rectangular, externally
circumscribing the extracted area or to be somewhat larg-
er.
[0020] By this embodiment of the invention, too, setting
conditions of windows can be automatically extracted by
taking images of a substrate and by using the two ob-
tained images. Since windows for the inspection of sol-
dering must be set individually for separate lands, they
are expected to be smaller and more numerous that win-
dows for the inspection of components. Thus, automatic
extraction of these windows can even more significantly
reduce the burden on the user.
[0021] Although printed solder may be displaced from
or spill over out of a land, the surface tension may serve
to pull back the solder back into the area of the land. In
such a case, the area in which the differences are ex-
tracted may become expanded beyond the area of the
land and the extracted area may become displaced from
or larger than the land. In view of this, it is desirable to
carry out the steps of extracting from the image of the
substrate after the soldering process an area where the
basic color of the substrate appears and correcting the
window for the inspection of soldering based on the ex-
tracted area with the basic color of the substrate.
[0022] In the above, the area where the basic color of
the substrate appears may be considered to correspond
to the surface of the main body of the substrate where
there is no component or land. Such an area can be ex-
tracted by a process such as binarization with the use of
a preliminarily specified threshold value on the image of
the substrate after the soldering process. By this correc-
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tion process on the window, portions of the window over-
lapping with the area with the basic color of the substrate
may be deleted and the width of the window may be en-
larged such that the boundary of the window will ap-
proach the boundary with the area with the basic color
of the substrate. By such a correction process, setting
conditions of an inspection window can be determined
accurately even if there is an error in the printed area of
the solder.
[0023] According to the third embodiment, like the first
embodiment, the first step takes place after the solder
printing process and the second step takes place after
the component mounting process. In the third step, how-
ever, setting conditions of a window for the inspection of
soldering are determined by using as a standard a spec-
ified characteristic point contained in the difference ex-
tracted between the two images.
[0024] When the soldering condition is inspected on
an IC having a plurality of electrode parts (leads), for
example, it is necessary to set a window in an area con-
taining the land corresponding to each of the leads. In
such a case, too, if an image of the substrate after the
solder printing process and another taken after the com-
ponent mounting process are used, it is possible to set
an inspection window for each land by extracting the im-
age of the component as a whole and thereafter extract-
ing a characteristic point for each lead such as its tip.
[0025] According to the method described above, im-
ages are taken of a specified substrate twice, that is, after
a specified production process has been carried out and
after the next production process has been carried out,
and setting conditions of a window used for inspection
can be automatically determined from these images.
Thus, the burden on the user can be significantly re-
duced. Since inspection windows can be set based on a
structure actually added to the substrate or a portion that
has been changed, the setting conditions can be deter-
mined with a high level of accuracy.
[0026] After setting conditions are determined by using
a single substrate, this result may be registered and used
again when another substrate of the same kind is to be
inspected. Setting conditions may also be determined for
individual substrates, for example, when fluctuations in
positions and sizes of components and lands are con-
sidered to be relatively large. When this inspection meth-
od is applied for the inspection of components, however,
if there is a component that is absent, it becomes impos-
sible to set a window. It is desirable therefore to sepa-
rately carry out a process such as a matching process
with component position data in CAD data regarding the
number of windows to be set or their positions.
[0027] The invention also relates to another method
for determining setting condition for an inspection win-
dow, characterized as comprising a first step of register-
ing standard inspection data including size data on var-
ious component types, a second step of taking and there-
by obtaining a first image of the substrate before the com-
ponent is mounted thereto, a third step of taking and

thereby obtaining a second image of the substrate after
the component is mounted thereto, a fourth step of ex-
tracting differences between the first and second images,
comparing size of each of areas in which these differenc-
es are extracted with the size data in the standard in-
spection data and thereby identifying a corresponding
component, and a fifth step of determining setting con-
ditions for the window based on position and size of area
where the corresponding component was identified in
the fourth step.
[0028] The standard inspection data on various com-
ponent types in the above may be considered as corre-
sponding to the aforementioned component library. By
this method, after differences are extracted between the
images taken before and after the components are
mounted, the size of each area where the differences are
extracted is compared with the size data in the standard
inspection data such that a component for which the size
difference is less than a certain threshold value can be
identified as the component corresponding to the area
and a window for inspecting the component can be set
for this area.
[0029] By this method, an area corresponding to a
component can be identified accurately by matching the
magnitude of difference extracted between the two im-
ages with the sizes of various components such that set-
ting conditions of a window for inspecting a component
can be more accurately determined. When such setting
conditions are registered for the purpose of inspection,
it is preferable to do so in correlation with the data in the
fourth step for showing the result of component identifi-
cation (such as data for indicating component types). In
this way, an inspection may be carried out for each win-
dow by using the standard inspection data of the corre-
sponding component after the inspection window is set
based on the setting conditions registered in the image
of the substrate after components have been mounted.
[0030] The invention further relates to methods of in-
specting soldered conditions of a substrate. One exam-
ple of these methods may be characterized as compris-
ing a first step of taking and thereby obtaining a first image
of the substrate after a soldering process is carried out
thereon, a second step of taking and thereby obtaining
a second image of the substrate prior to the soldering
process, a third step of extracting differences between
the first and second images and determining setting con-
ditions of a window for inspection of the soldering condi-
tion based on position and size of area where these dif-
ferences are extracted and a fourth step of setting the
window on the first image based on the setting conditions
determined in the third step and carrying out an inspec-
tion of the soldering condition by using image data inside
this window.
[0031] In the above, the image of the substrate before
the soldering process may be the same image referred
to earlier above as the image after the component mount-
ing process. Thus, the image used for the inspection of
the mounted condition may be saved and used again for
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the purpose of this method. This, however, is not intended
to limit the scope of the invention and an image may be
taken immediately before the soldering process is carried
out and saved until the time of the inspection. By this
method, since an inspection window is set for each target
substrate to be inspected, the accuracy of inspection can
be kept high even if there are fluctuations in the positions
and sizes of lands among different substrates.
[0032] Another example of these methods may be
characterized as comprising a first step of registering
mounted component data showing positions and types
of components on the substrate and standard inspection
data related to inspection of soldering conditions for var-
ious component types, a second step of taking and there-
by obtaining a first image of the substrate after a soldering
process is carried out thereon, a third step of taking and
thereby obtaining a second image of the substrate prior
to the soldering process, a fourth step of extracting dif-
ferences between the first and second images, a fifth
step of identifying areas corresponding to each of the
components on the substrate by comparing position data
of each of the components having the mounted compo-
nent data registered with the position of the area in which
the differences are extracted in the fourth step, a sixth
step of determining setting conditions of a window for
inspection of the soldering condition based on position
and size of the area identified in the fifth step, and a sev-
enth step of setting the window on the first image based
on the setting conditions determined in the sixth step and
carrying out an inspection of the soldering condition by
using image data inside the window and the standard
inspection data of component corresponding to the win-
dow.
[0033] In the above, the standard inspection data may
be a component library. The mounted component data
may be created from substrate design data such as CAD
data but may be obtained also from an inspection appa-
ratus for the mounted condition of components. Data in-
dicative of the setting position of the window for the in-
spection of components and the component correspond-
ing to the window may be obtained as mounted compo-
nent data. In such a case, the inspection may be started
after mounted component data are received from the in-
spection apparatus for mounted conditions of compo-
nents and registered.
[0034] In the fifth step described above, the area clos-
est to the component among those where differences are
extracted in the fourth step may be correlated to each of
the mounted components on the substrate. In this case,
as many areas as there are of soldered area may be
correlated but since the standard inspection data include
those indicative of the shape of each component type,
number of lands for each component and relative posi-
tional relationships, they may be referenced for recog-
nizing an area to be correlated to each of the compo-
nents.
[0035] In the sixth step described above, windows for
inspecting soldered conditions are set based on positions

and sizes of correlated areas such that the inspection
windows can be variably set according to the actual sol-
dered areas while the standard inspection data can be
used for the others. Thus, inspections can be carried out
efficiently and accurately according to the fluctuations in
the positions and sizes of the lands.
[0036] When these methods are used, it is desirable
to extract from the image of the substrate after the sol-
dering process areas showing the basic color of the sub-
strate and to correct the setting conditions of the windows
for the inspection of soldering conditions based on the
results of extraction of such areas.
[0037] The invention further relates to a method of cre-
ating inspection data for the inspection of a substrate,
characterized as comprising a first step of registering
standard inspection data including size data of compo-
nents of various types, a second step of taking and there-
by obtaining a first image of the substrate before com-
ponents are mounted thereto, a third step of taking and
thereby obtaining a second image of the substrate after
components are mounted thereto, a fourth step of ex-
tracting differences between the first and second images,
comparing size of each of areas in which the differences
are extracted with the size data in the standard inspection
data and thereby identifying a corresponding component,
and a fifth step of determining setting conditions for a
window based on position and size of area where the
corresponding component was identified in the fourth
step and creating inspection data by correlating the
standard inspection data of the corresponding compo-
nent with the window.
[0038] The invention further relates to apparatus for
inspecting mounting conditions and soldered conditions
of a substrate. The former may be characterized as com-
prising a first image input means for inputting a
post-mounting image of the substrate after components
are mounted thereto, a second image input means for
inputting a pre-mounting image of the substrate before
these components are mounted thereto, a differentiating
means for extracting differences between the
post-mounting image inputted by the first image input
means and the pre-mounting image inputted by the sec-
ond image input means, a condition determining means
for determining setting conditions of a window based on
positions and sizes of areas where the differences are
extracted by the differentiating means, a memory for stor-
ing the setting conditions determined by the condition
determining means, a window setting means for setting
the window on the post-mounting image based on the
setting conditions stored in the memory when the
post-mounting image is inputted by the first image input
means, and an inspecting means for inspecting the com-
ponents by using image data in the window set by the
window setting means. The latter may be characterized
as comprising a first image input means for inputting a
post-reflow image of the substrate after a soldering proc-
ess is done on the substrate, a second image input
means for inputting a pre-reflow image of the substrate
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taken and thereby obtained before the soldering process
is done on the substrate, a differentiating means for ex-
tracting differences between the post-reflow image input-
ted by the first image input means and the pre-reflow
image inputted by the second image input means, a win-
dow setting means for setting a window on the post-reflow
image based on positions and sizes of areas where the
differences are extracted by the differentiating means,
and an inspecting means for inspecting soldering condi-
tion of the substrate by using image data in the window
set by the window setting means.
[0039] In the above, the first and second image input
means may each be formed as an image taking means
for taking an image of the substrate, means including a
camera interface and an A/D converter circuit for taking
in images from the image taking means, an image read-
ing means for reading out images stored in a memory
device and an image data receiving means for receiving
image data transmitted from another apparatus. Accord-
ing to a preferred embodiment of the invention, the first
image input means is formed as means for accepting
images from an image taking means and the second im-
age input means is formed as means for receiving trans-
mission of image data used by an apparatus on the up-
stream side.
[0040] The differentiating means, the window setting
means, the inspection means and the condition deter-
mining means may each be formed as a computer having
a corresponding program set therefor. Instead, a single
computer may be used. Other means such as an appli-
cation specific IC (ASIC) may be used for some of them.

Brief Description of the Drawings

[0041]

Fig. 1 is a functional block diagram of an apparatus
for component inspection embodying this invention.
Fig. 2 shows an example of differential image and
binary image obtained from a pre-mounting image
and a post-mounting image of a specified compo-
nent.
Fig. 3 is a flowchart of a routine of a teaching process
for creating a window setting file.
Fig. 4 is a flowchart of a routine for component in-
spection.
Fig. 5 is a drawing for explaining a method of cor-
recting a component window.
Fig. 6 is a flowchart of another routine for component
inspection.
Fig. 7 is a functional block diagram of a soldering
inspection apparatus embodying this invention.
Fig. 8 shows an example of differential image and
binary image obtained from a post-mounting image
and a post-reflow image of a specified component.
Figs. 9A and 9B, together referred to as Fig. 9, show
examples of a process for adjusting a land window.
Fig. 10 is a flowchart of a routine for the soldering

inspection.
Figs. 11 and 12 are drawings for explaining a method
of creating setting data of land windows by using a
component mounting apparatus.
Fig. 13 is a sketch of a production line for substrates.
Fig. 14 is a block diagram of any of the inspection
apparatus shown in Fig. 13.
Fig. 15 is a flowchart of a routine for producing stand-
ard inspection data for component inspection.

Detailed Description of the Invention

[0042] Fig. 1 shows the principal functions of a com-
ponent inspection apparatus 1 according to an embodi-
ment of this invention for inspecting a substrate after the
component mounting process and before it is introduced
into a reflow oven to check whether or not the mounting
of the components has been carried out correctly such
as regarding erroneous mounting, positional displace-
ment and rotational displacement of components.
[0043] As shown, the component inspection apparatus
1 comprises an input part for substrate image before the
mounting (pre-mounting image) 11, an input part for sub-
strate image after the mounting (post-mounting image)
12, a differential image generating part 13, a binarization
processing part 14, a noise removing part 15, a compo-
nent extraction part 16, a window data creating part 17,
an inspection part 18 and a component library 19 where
standard inspection data on components of a plurality of
different kinds are registered.
[0044] In the above, the post-mounting image is an
image of the substrate after it has gone through the com-
ponent mounting process, while the pre-mounting image
is an image before the component mounting process has
been carried out thereon, that is, the image taken thereof
after the cream solder has been printed thereon. They
are both a digital color image with color data r (red), g
(green) and b (blue) combined together. It is to be as-
sumed that the differences between these images re-
garding the position and the size of the substrate itself
are already corrected.
[0045] The differential image generating part 13 is for
calculating the differentials between the post-mounting
image and the pre-mounting image and creating a differ-
ential image from the results of this calculation process.
In this differentiation calculation process, differences are
obtained for each of the color data r, g and b for each
pair of corresponding pixels of the images and these dif-
ferences are compared with a specified threshold value.
If even one of the differences between the color data is
greater than the threshold value for a pixel, data values
reflecting the differential data of the colors are set for the
pixel and the other pixel data values are set equal to zero
to create the differential image such that portions having
large color differences between the two images are re-
flected on the differential image. This differentiation cal-
culation process may be carried out by obtaining differ-
ences in brightness, shade or color phase values, instead
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of color data, for each pixel.
[0046] The binarization processing part 14 is for using
a suitable threshold value to binarize the differential im-
age created by the differential image generating part 13,
thereby creating a black-and-white image by blackening
the portions with a large color difference and whitening
the other portions. In the above, the choice between black
and white may be reversed.
[0047] The noise removing part 15 is for removing
noise by smoothing outlines and carrying out an expan-
sion or contraction process on the binary image. The
component extraction part 16 serves to carry out an out-
line-tracing process or a labeling process on the binary
image after the noise removal to cut out and extract re-
gions with black pixels.
[0048] Fig. 2 shows an example of a pre-mounting im-
age and a post-mounting image of a chip component as
a representative example of mounted component, as well
as a differential image and a binary image obtained there-
from. In Fig. 2 (and also thereafter), numerals 101 each
indicate a land, numerals 102 each indicate an area coat-
ed with cream solder, and numeral 103 indicates a com-
ponent. In the differential image, the changing colors are
indicated by a difference in shading.
[0049] As explained above, the pre-mounting image is
of a substrate printed with cream solder and the
post-mounting image is of a substrate with a component
or components mounted onto the cream solder. Thus, if
a differentiation calculation is carried out between these
two images, a specified color distribution can be extract-
ed from an area (indicated by 103a) corresponding to the
image 103 of a component (inclusive of the image of the
electrode portions in addition to the image of the main
body of the component) added in the component mount-
ing process. Each pixel in this area 103a is converted
uniformly into a black pixel by the binarization process,
and the component extraction part 16 serves to extract
this area 103a, or the image of the component.
[0050] The component library 19 has similar functions,
components with only small differences in external ap-
pearances being collected in a group referred to as a
variation and standard inspection data inclusive of size
data on components and lands registered for each vari-
ation. Variations are each assigned a variation name as
identification data.
[0051] The component extraction part 16 serves to se-
quentially compare the size of each black pixel area ap-
pearing on the binary image after the removal of the noise
with the component size data of the variations in the com-
ponent library 19 and to thereby determine the compo-
nent variations corresponding to the black pixel areas.
This process for determining a variation corresponding
to a component is hereinafter referred to as the compo-
nent identification process.
[0052] The window data creating part 17 serves to cre-
ate data (hereinafter referred to as setting data) for show-
ing setting conditions of inspection windows (hereinafter
referred to as the component window) for each of the

components specified by the component extraction part
16. According to the example herein illustrated, a rectan-
gle (externally) circumscribing the black pixel area 103a
corresponding to the component is set and the data for
representing the position and the size of this rectangle
(such as the coordinates of its left-hand top corner and
right-hand bottom corner) may be used as the setting
data of the component window.
[0053] The window data creating part 17 further serves
to correlate the data indicative of the result of component
identification by the component extraction part (herein-
after referred to as the component identification data)
with the aforementioned setting data of the component
window.
[0054] According to the present example, pre-mount-
ing and post-mounting images are generated and the
series of processes described above is carried out prior
to the inspection for each substrate with the cream solder
in a good printed condition and components in good
mounted condition such that a combination is obtained
for each component between setting data of component
window and component identification data. Such combi-
nations of data thus obtained are made into a file (referred
to as a window setting file) in units of substrates and
registered in a memory (shown at 57 in Fig. 14 to be
described below).
[0055] At the time of an inspection, an image to be
inspected is supplied from the input part 12 for
post-mounting image to the inspection part 18, and the
inspection part 18 serves to set a component window on
the supplied post-mounting image on the basis of the
setting data stored in the aforementioned window setting
file. The inspection part 18 further serves to read out of
the component library 19 the standard data correspond-
ing to the component identification data combined with
the aforementioned setting data and to carry out image
processing and inspection by using these standard in-
spection data.
[0056] Fig. 3 shows a teaching routine carried out by
this component inspection apparatus 1. This teaching
process is for the purpose of creating the aforementioned
window setting file. Prior to the execution of this routine,
an image of a specified substrate with cream solder in a
good printed condition is taken to obtain a pre-mounting
image and a component is thereafter mounted to this
substrate. After it is ascertained that the mounting con-
dition is correct, another image is taken thereof to obtain
a post-mounting image.
[0057] The routine of Fig. 3 starts by inputting the afore-
mentioned pre-mounting image (Step ST1) and then the
post-mounting image (Step ST2). Next, a differential im-
age is created by using these pre-mounting and
post-mounting images (Step ST3) in a manner described
above. This differential image is binarized and noise is
removed (Step ST4). An outline-tracing process or a la-
beling process on the binary image with noise removed
and a black pixel area corresponding to each component
is extracted (Step ST5).
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[0058] Steps ST6-ST8 are repeated for each of the
extracted components. In Step ST6, the number of con-
stituent pixels of the black pixel area is extracted as the
size data for the component under consideration and is
compared with the size data of the variations in the com-
ponent library 19. If a variation is found with which the
size difference is less than a specified error range, this
variation is identified as corresponding to the component
under consideration. The variation name of this identified
variation is saved in a work memory (not shown).
[0059] After the component is identified, a rectangle
that circumscribes this black pixel area is set and its po-
sition and size are extracted as the setting data of the
component window (Step ST7) and the component iden-
tification data set in Step ST6 are correlated to the setting
data (Step ST8).
[0060] After this series of Steps ST6-ST8 is completed
for all of the components (YES in Step ST9), the com-
bined data for the components are collected as the afore-
mentioned window setting file and stored in a memory
for registration (Step ST10).
[0061] In order to improve the accuracy of setting data
for the component window in the process described
above, it is desirable to initially obtain pre-mounting and
post-mounting images of a plurality of substrates and to
carry out aforementioned Steps ST3-ST9 for each sub-
strate and to use the average of the setting data obtained
for these substrates as the final setting data.
[0062] Although it was explained above, in order to
simplify the description, that all components on the sub-
strate are to be identified by using a binary image con-
verted from a differential image, there are components
that cannot be identified easily from the size data alone.
Regarding such components, it is preferable to prelimi-
narily teach their positions and to eliminate them from
the processes of Steps ST6-ST9 or to cause the user to
input a component type in Step ST6.
[0063] Next will be explained an inspection mode by
the use of a window setting file registered by the teaching
process as described above. At the time of this inspec-
tion, window setting files corresponding to the substrates
to be inspected are read out and set in a work memory.
The routine shown in Fig. 4 is carried out for each target
substrate to be inspected to check the presence or ab-
sence of components as well as appropriateness of their
mounting conditions.
[0064] The routine of Fig. 4 starts by inputting the
post-mounting image of the target substrate to be in-
spected (Step ST11) and then a first combination of set-
ting data of component window and component identifi-
cation data is read out (Step ST12). Next, a component
window is set on the post-mounting image on the basis
of the setting data read out in Step ST12 (Step ST13).
Next, the standard inspection data corresponding to the
component identification data are read out of the com-
ponent library 19 (Step ST14), and the presence or ab-
sence of the component and the appropriateness of the
mounting condition are inspected by processing the im-

age in the component window set in Step ST12 by using
the aforementioned standard inspection data (Step
ST15). Examples of method for inspecting the presence
or absence of a component include the method of deter-
mining the presence or absence of an area where the
color of an electrode appears while the component win-
dow is scanned in the direction of the width of the com-
ponent window. The appropriateness of the mounting
condition may be judged by extracting the component by
binarizing the image inside the component window and
measuring its center of gravity or the angle of its principal
axis.
[0065] The processes of Steps ST12-ST15 are carried
out for each combination of all data set in the aforemen-
tioned window setting file. When the processing on the
final combination of data is completed (YES in Step
ST16), the result of the inspection is outputted (Step
ST17) and this concludes the inspection for one of the
mounted substrates.
[0066] By the teaching and inspection processes of
Figs. 3 and 4, the position and size of each component
are extracted by using the pre-mounting and post-mount-
ing images of a specified substrate such that the com-
ponent on the substrate is identified and setting data of
the component window are created corresponding to
each component. By the inspection process of Fig. 4,
furthermore, it is possible to set a component window on
the basis of setting data and thereafter to carry out an
inspection by reading out necessary standard inspection
data from the component library 19 on the basis of the
component identification data corresponding to the set-
ting data. Thus, it becomes unnecessary to require the
user to specify any area or to carry out a cumbersome
process such as the correction on the window automat-
ically extracted from CAD data. In other words, the
present invention makes it possible to create setting data
of a component window accurately and easily.
[0067] Although the example of Fig. 3 presumed the
use of both pre-mounting and post-mounting images of
good quality for creating the setting data of a component
window, this is not intended to limit the scope of the in-
vention. If at least the condition of solder printing on the
substrate prior to the component mounting is good, the
situation can be responded to even with some positional
displacement of components on the substrate after the
mounting.
[0068] Fig. 5 shows an example of response when a
mounted component on the substrate is displaced. In this
example, after a component window W1 is set by using
the differential image of the pre-mounting and
post-mounting images, the position of this component
window W 1 is corrected on the basis of the area printed
with cream solder (hereinafter referred to as the soldering
area).
[0069] In Fig. 5, W1 indicates a component window of
a chip component and its center point is at O1. Dotted
rectangles 104 and 105 indicate soldering areas corre-
sponding to lands on both sides, extracted by binarization
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of the aforementioned pre-mounting image by a color
suitable to the cream solder.
[0070] In this example, after center points c1 and c2
are obtained for the soldering areas 104 and 105, the
center point O2 therebetween is obtained and the dis-
tance D1 between these two center points O1 and O2 is
extracted. The distance D2 between the edge of the com-
ponent window W1 and the corresponding edges of the
soldering areas 104 and 105 is also extracted and these
distances D 1 and D2 are compared with a specified
threshold value. If either of the distances D 1 and D2
exceeds this threshold value, the position of the compo-
nent window W1 is corrected such that this distance will
become less than the threshold value. In the case of Fig.
5, it is desirable to move the component window W1 in
the direction of arrow F such that the distance D 1 will
become less than the threshold value.
[0071] When a component is extracted from the image
of an actual substrate and a component window W 1 is
set on the basis of the result of this extraction, as in the
example described above, it becomes impossible to set
the component window W1 at an appropriate position if
the component undergoes a displacement. By the cor-
rection process shown in Fig. 5, however, the position of
the component window W1 can be corrected appropri-
ately because the position of the component window W1
can be corrected to another area where the component
is appropriately mounted by using the soldering area as
a standard.
[0072] Although Fig. 5 shows only the distance D2 as
the distance between the component window W1 and
the edges of the soldering areas 104 and 105, it is desir-
able to also measure the distance between the lower
edges and to compare both distances with the threshold
value. It is further desirable to correct the position of the
component window W1 in the left-right direction similarly
by using the soldering areas 104 and 105 as standards.
[0073] If the process according to Fig. 5 is introduced,
when there is no need to consider the absence of a com-
ponent or a large-scale displacement, component win-
dows may be set for each substrate without registering
the setting data of component windows and an inspection
may be carried out at each component window by using
the aforementioned standard inspection data. Fig. 6
shows a routine for processing in such a situation.
[0074] The routine of Fig. 6 starts by inputting a
post-mounting image (Step ST21) and then a pre-mount-
ing image (Step ST22). Step ST21 may be effected by
inputting an image from a camera 51 to be described
below and Step ST22 may be effected by inputting an
image transmitted from another inspection apparatus al-
though this does not limit the scope of the invention.
Steps ST21 and ST22 may each be effected by inputting
a preliminarily created and saved image.
[0075] Steps ST23-ST25 of Fig. 6 are similar to Steps
ST3-ST5 explained above with reference to Fig. 3, and
a black pixel area is extracted corresponding to each
component.

[0076] Steps ST26-ST30 are repeated thereafter for
each of the extracted components. In Step ST26, the
component under consideration is identified by compar-
ing the number of constituent pixels of the black pixel
area corresponding thereto with the size data of compo-
nents in the component library 19.
[0077] Next, setting data of the component window are
created by the method of setting a rectangle circumscrib-
ing the black pixel area externally (Step ST27). As in the
teaching process described above, the setting data are
saved in the work memory in combination with data show-
ing the result of component identification (component
identification data) in Step ST26.
[0078] Next, an area of a specified size is set so as to
include the black pixel area of the pre-mounting image
and the soldering areas 104 and 105 shown in Fig. 5 are
extracted by binalizing the image inside this area (Step
ST28). Next, it is judged to determine whether the com-
ponent window set in Step ST27 is at an appropriate po-
sition with respect to the soldering area (Step ST29). This
may be done by setting the component window and the
soldering area in a virtual two-dimensional coordinate
system in the work memory and distinguishing the dis-
tances D 1 and D2 shown in Fig. 5. If it is determined that
the position of the component window is not appropriate
(NO in Step ST29), the set position of the component
window is corrected (Step ST30) such that the positional
relationship becomes correct.
[0079] If Steps ST26-ST30 are completed on all of the
extracted components (YES in Step ST31), Steps
ST32-ST36, which are the same as Steps ST13-ST17
explained above with reference to Fig. 4 and hence will
not be described here repetitiously, are repeated for each
of the components and the results of the inspection are
outputted (Step ST36).
[0080] By this inspection routine, a component window
can be set for each substrate such that the actual com-
ponents on that substrate are included. Since the position
of the component window is corrected by using the meth-
od shown in Fig. 5, even if there is a component displace-
ment, the improper positioning of the component can be
detected by correcting the component window to the po-
sition at which it should be. Thus, a highly accurate in-
spection can be effected according to this invention.
[0081] Although Fig. 6 shows a routine wherein the
inspection of each component is carried out after the
processes for identifying each component on the sub-
strate and setting component windows are completed,
this is not intended to limit the scope of the invention.
Identification of components, setting of component win-
dows and inspection may be carried out sequentially for
each component.
[0082] Fig. 7 is a functional block diagram of a solder-
ing inspection apparatus 2 as another embodiment of
this invention, being adapted to inspect the appropriate-
ness of the soldered condition of each component on a
substrate after the soldering process in a reflow oven and
comprising a mounted component data input part 20, a
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post-mounting image input part 21, a post-reflow image
input part 22, a differential image generating part 23, a
binarization processing part 24, a noise removing part
25, a land extracting part 26, a window data creating part
27, an inspection part 28 and a component library 29.
[0083] In the above, the post-reflow image means the
image of the target substrate to be inspected that has
undergone the soldering process in the reflow oven. Ac-
cording to the present example, an illumination apparatus
as disclosed in Japanese Patent Publication Koho
6-1173 having light sources of the three primary colors
of red, green and blue disposed at different angles with
respect to the substrate is used to obtain the post-reflow
image such that a color distribution depending upon the
slope of the solder portion will appear on the image. The
post-mounting image in the above means the image of
the substrate before it is introduced into the reflow oven.
The image described above which is inputted to the com-
ponent inspecting apparatus 1 for inspection may be
used again for the present purpose. The mounted com-
ponent data are the data for showing the component po-
sitions and types specified by the component inspection
apparatus 1 for each of the components on the target
substrate to be inspected. The component positions are
expressed by way of the setting data of the component
windows and the component types are expressed by the
component identification data or the variation names that
are common between the component libraries 19 and
29. The inputted mounted component data are transmit-
ted to the land extracting part 26 and the inspection part
28.
[0084] The differential image generating part 23, the
binarization processing part 24 and the noise removing
part 25 respectively function like the identically named
parts 13, 24 and 15 of the component inspection appa-
ratus 1 described above.
[0085] The soldering inspection apparatus 2 of this il-
lustrated example is adapted to input a post-reflow image
and a post-mounting image of a target substrate for in-
spection and to automatically extract from these images
a window for inspecting the condition of the soldering
(hereinafter referred to as the land window).
[0086] Fig. 8 shows an example of a post-mounting
image and a post-reflow image of a specified component
as well as a differential image and a binary image ob-
tained therefrom. For simplifying the representation, the
differential image is shown with a uniform shading pattern
although it actually has a very complicated pattern of
color changes.
[0087] As the substrate is heated in the reflow oven,
the cream solder on the lands is melted and then solidi-
fied, its surface becoming like a mirror surface. If an im-
age is taken of this solder surface as it is illuminated by
the aforementioned illumination apparatus, image por-
tions as shown at 106 are obtained corresponding to the
lands with a distribution of red, green and blue colors
according to the slope of the reflecting surface.
[0088] The change in the colors corresponding to the

surface condition of the solder is extracted from the dif-
ferential image obtained from the post-mounting image
and the post-reflow image. In other words, portions
shown by numerals 101 a corresponding to the outer
edges of the lands not having any component mounted
thereonto are extracted, and all pixels inside these por-
tions 101 a are converted uniformly into black pixels by
a binarization process.
[0089] Based on the component positions indicated by
the aforementioned mounted component data and the
land data (indicative of the number and positions of the
lands) read out of the component library 29, the land ex-
tracting part 26 serves to extract black pixel areas cor-
responding to the lands of the components from the
aforementioned binary image with the noise removed.
The window data creating part 27 serves to set a rectan-
gular window, as the land window, circumscribing the
aforementioned black pixel area and to transmit the set-
ting data (indicative of the position and the size of the
window) to the inspection part 28.
[0090] Based on the setting data received from the win-
dow data creating part 27, the inspection part 28 serves
to set a land window on the post-reflow image for each
component. The inspection part 28 also serves to read
out the standard inspection data corresponding to each
component, based on the component identification data
in the mounted component data, and to inspect the ap-
propriateness of the soldering condition while processing
the image inside the land window according to the content
that has been read out.
[0091] The method, described above, of setting a land
window from the difference generated between the
post-reflow image and the post-mounting image is based
on the presumptions that cream solder has been properly
applied onto the lands and that the melted solder remains
within the confines of the lands. Since there are small
fluctuations in the positions and sizes of the lands, cream
solder may occasionally spill out of the land or experience
displacements. In such a situation, the black pixel area
extracted by the differentiation and binarization process-
ing may not match the actual land, and the position and
the size of the land may not necessarily be judged cor-
rectly.
[0092] In view of this possibility, the window data cre-
ating part 27 may be provided with the function of adjust-
ing the size of the land window that has been set on the
basis of the black pixel area. This adjustment may be
effected by extracting pixels (hereinafter referred to as
background pixels) having the basic color of the substrate
from the post-reflow image and changing the boundary
of the land window by using the result of this extraction.
[0093] Figs. 9A and 9B (together referred to as Fig. 9)
show examples of this process of adjusting a land win-
dow. Fig. 9A shows a situation wherein cream solder 102
is displaced from a land 101 on the post-mounting image,
and Fig. 9B shows another situation wherein there is too
much cream solder 102 so as to completely cover a land
(not shown). In the post-reflow image, however, the sol-
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der 106 is completely within the area for forming the land
101 both in Figs. 9A and 9B because the portion of the
solder spilling out of the land area has been pulled back
inside by its surface tension force when it was melted
during the reflow process.
[0094] If differentiation and binarization processes are
effected by using such post-mounting and post-reflow
images, however, black pixels are extracted also from
outside the land such that the land windows W2 may be
displaced as shown in Fig. 9A or may be set larger as
shown in Fig. 9B.
[0095] The window data creating part 27 is therefore
adapted to extract background pixels by binarizing the
post-reflow image by using a threshold value determined
according to the basic color of the substrate and to adjust
the boundaries of the land windows W2 so as to match
the boundaries of the lands 101 by eliminating pixels cor-
responding to the background pixels from the set land
windows W2. If a specified distance δ appears, as shown
in Fig. 9A, between a portion of the boundary of a window
W2 (a lower edge portion according to this example) and
the background pixel area due to the displacement of the
window W2, it is desirable to enlarge the width of the land
window in the direction of reducing this distance δ.
[0096] If an adjustment is effected as described above,
land windows W2 can be set so as to correspond to actual
lands. Although portions of the solder hidden by a com-
ponent 103 cannot be extracted by the differentiation cal-
culation process and hence the boundaries of the land
windows W2 on the side of the component become in-
accurate, this has no large effect on the inspection be-
cause the soldering inspection is primarily for the exterior,
rather than the main bodies of the components.
[0097] Fig. 10 is a flowchart of a routine for inspecting
a substrate by the soldering inspection apparatus 2 after
the reflow process. The routine of Fig. 10 starts after
mounted component data of the substrate type to be in-
spected are inputted by inputting a post-reflow image to
be inspected (Step ST41) and then inputting a
post-mounting image (Step ST42). The post-reflow im-
age may be inputted from a camera 51 of the apparatus
itself, and the mounted component data and the
post-mounting image may be transmitted from the com-
ponent inspection apparatus 1 described above.
[0098] A differential image is created from the images
inputted in Steps ST41 and ST42 (Step ST43) and is
binarized, and noise is removed thereafter (Step ST44).
Next, Steps ST45-ST49 are repeated for each of the com-
ponents, based on the mounted component data, to cre-
ate setting data for land windows and to adjust their sizes.
[0099] First, the position and the type of the component
under consideration are recognized from its mounted
component data. A search area of a specified size is set
on the binary image, based on the component position,
and black pixel areas are extracted corresponding to
lands in the search area. This extraction process is car-
ried out by referencing the component library 29 based
on the component type to recognize the number of lands

to be extracted and the positional relationship between
each land and a component and extracting a specified
number of black pixel areas matching such number and
positional relationship as lands of the component corre-
sponding to the aforementioned component type (Step
ST45).
[0100] Next, setting data of land windows are created
for each extracted black pixel area (Step ST46). For this
process, too, a window is set so as to externally circum-
scribe each black pixel area and data correlating the po-
sition and the size of this window with the label of a com-
ponent are created.
[0101] Next, the size of the aforementioned land win-
dow and its relative position with respect to the compo-
nent window are compared with the data related to the
land in the aforementioned standard inspection data in
order to determine whether or not there is a large posi-
tional displacement or a large difference in size (Step
ST47). If it is determined that the position or the size of
the set land window is not appropriate (NO in Step ST47),
the aforementioned post-reflow image is binarized to ex-
tract background pixels (Step ST48) and the size of the
land window is adjusted (Step ST49) on the basis of the
result of extraction of the aforementioned background
pixels, as explained above with reference to Fig. 9.
[0102] After Steps ST45-ST49 have been carried out
on all of the components on the substrate (YES in ST
50), Steps ST51-ST53 are repeated on each of the com-
ponents. Firstly, a land window is set on the post-reflow
image on the basis of the set data of the component under
consideration (Step ST51). Next, the standard inspection
data corresponding to the component under considera-
tion are read out from the component library 29 (Step
ST52), and the soldering condition is inspected by
processing the image data in the land window and eval-
uating the results of such processing on the basis of the
standard inspection data (Step ST53).
[0103] After Steps ST51-ST53 are completed with all
of the components (YES in Step ST54), the results of the
inspection are outputted (Step ST55) and the process on
the substrate after the reflow process is concluded.
[0104] Although the example described above shows
that mounted component data are received from the com-
ponent inspection apparatus 1 for each substrate, this is
not intended to limit the scope of the invention. As in the
example explained above with reference to Fig. 3, if the
component inspection apparatus 1 serves to create and
register a window setting file, the setting data of windows
and component identification data in that file may be used
as mounted component data. In this case, the soldering
inspection apparatus 2 may be adapted to receive a win-
dow setting file from the component inspection apparatus
1 prior to the inspection and to start the inspection after
registering the received file in a memory.
[0105] Inspection windows can be set corresponding
to actual components and lands by processing images
of an actual target substrate for inspection by using the
component inspection apparatus 1 and the soldering in-
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spection apparatus 2 described above. Thus, inspection
windows can be properly set even if there are fluctuations
in the positions or sizes of components or lands, and
target components and soldered portions can be accu-
rately inspected.
[0106] Although examples have been described above
wherein a differential image is used to create setting data
of inspection windows to be used by its own apparatus,
this is not intended to limit the scope of the invention.
Setting data of inspection windows to be used by a dif-
ferent inspection apparatus may be created.
[0107] Figs. 11 and 12 show an example wherein a
lead component is the object of inspection and setting
data of land windows are created by a component in-
spection apparatus for inspecting the soldering condition
of each lead line after a reflow process. A land window
is to be set for each lead in order to inspect the soldering
condition of a lead component. In this example, since
leads appear for the first on an image only after the com-
ponent mounting process, it is the component inspection
apparatus 1, and not the soldering inspection apparatus
2, that is used to create the setting data of the land win-
dows.
[0108] In the post-mounting image of Fig. 11, numeral
104 indicates the image of a component and numeral
105 indicates that of a lead. Numeral 106 represents a
land corresponding to one of the leads and numeral 107
indicates the cream solder on the land 106. In this exam-
ple, too, a differential image is created from the
pre-mounting and post-mounting images and is binarized
to form a binary image from which an image area 104a
of the whole of the component inclusive of the leads is
extracted.
[0109] According to the illustrated example, tip points
P0-P9 of the leads (or the images 105a thereof) are ex-
tracted from the image area 104a as shown in Fig. 12.
Rectangles W0-W9 of a specified area are set, containing
these tip points P0-P9 as references, and each is used
as a land window. The setting data of these land windows
W0-W9 are transmitted to the soldering inspection ap-
paratus 2 and used at the time of the soldering inspection
on this lead component. These tip points P0-P9 may be
extracted by any known image processing method such
as pattern matching.
[0110] Next, a manner in which the aforementioned
component and soldering inspection apparatus 1 and 2
may be used is explained. Fig. 13 shows schematically
a production line for substrates provided with a solder
printer 201 for printing cream solder of a printed circuit
board, a mounter 202 for mounting components onto the
substrate on which solder printing has been effected and
a reflow oven 203 for effecting a heating process on the
substrate with components mounted thereto. A solder
printing inspection apparatus 3 is provided between the
solder printer 201 and the mounter 202, the component
inspection apparatus 1 is provided between the mounter
202 and the reflow oven 203 and the soldering inspection
apparatus 2 is provided downstream to the reflow oven

203. Conveyers (not shown) are provided between these
apparatus for transporting substrates such that sub-
strates can be processed thereby sequentially. The in-
spection apparatus 1, 2 and 3 are connected together
through a network line 4 such as a LAN line such that
they can communicate among themselves.
[0111] As shown in Fig. 14, each of these inspection
apparatus 1, 2 and 3 is provided with a CCD camera 51
for generating color images and a substrate stage 53
inclusive of a mechanism for moving it two-dimensionally
along an X-axis and a Y-axis. Each of the inspection ap-
paratus 1, 2 and 3 has an illumination apparatus (not
shown) near its camera 51 for illuminating the substrate.
An illumination apparatus having light sources of the
three primary colors is provided in particular to the sol-
dering inspection apparatus 2.
[0112] The component inspection apparatus 1 and the
soldering inspection apparatus 2 are respectively provid-
ed with the functions shown in Figs. 1 and 7 and are each
adapted to generate a target image of inspection from
the substrate to be inspected and also to receive from
the inspection apparatus on the upstream side (that is,
the solder printing inspection apparatus 3 for the com-
ponent inspection apparatus 1 and the component in-
spection apparatus 1 for the soldering inspection appa-
ratus 2) the image data generated by the latter inspection
apparatus at the time of its inspection. Both the received
image and the image created by itself are used to create
setting data of inspection windows in the manner de-
scribed above and also to carry out an inspection by read-
ing out standard inspection data correcting to each com-
ponent from the component library 19 or 29. The com-
ponent inspection apparatus 1 is capable of transferring
to the soldering inspection apparatus 2 the setting data
of component windows that were set for each of the com-
ponent on an inspected substrate as the mounted com-
ponent data. It is also capable of creating setting data of
land windows for a specified component as shown in
Figs. 11 and 12 and transferring them to the soldering
inspection apparatus 2.
[0113] The solder printing inspection apparatus 3 may
be of a conventionally known structure and is adapted to
process the image of a target substrate to be inspected
by using standard inspection data that are preliminarily
prepared for each substrate type, thereby determining
appropriateness of the soldering condition at each land.
The solder printing inspection apparatus 3 is further
adapted to sequentially accumulate the images used for
an inspection such that they can be transmitted to the
component inspection apparatus 1.
[0114] For the component inspection apparatus 1 and
the soldering inspection apparatus 2 to receive an image
from the inspection apparatus on the upstream side, it is
necessary to present a request for transmission inclusive
of the identification data on the substrate that is being
thereby processed. This may be done by marking indi-
vidual substrates with identification data formed as a bar
code or a two-dimensional code. If no substrates are to
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be pulled out during the course of production, numbers
may be assigned serially to the substrates introduced to
each of the inspection apparatus 1, 2 and 3 and these
numbers may be used as their identification data.
[0115] Fig. 14 shows the common structure of the ap-
paratus 1, 2 and 3, as comprising a control part 50 which
may comprise a computer and to which are connected
an image input part 52, an XY stage control part 54, an
input part 55, a monitor 56 and a communication interface
58. The control part 50 may include not only a CPU but
also a ROM that stores basic programs and a RAM serv-
ing as a work memory. The memory 57 is a hard disk
device with a large memory capacity, storing programs
related to inspection and a component library. Image data
used for the inspection and inspection results are also
stored in this memory 57.
[0116] The image input part 52 is inserted between the
camera 51 and the control part 50 and includes an inter-
face circuit for inputting images and an A/D converter
circuit. The XY stage control part 54 serves to move the
substrate stage 53 according to an instruction from the
control part 50 such that the target portion to be inspected
will be contained in the image-taking area of the camera
51. The input part 55 comprises a keyboard and a mouse
and is used for selecting a mode of operation such as
the inspection and the teaching or inputting the kind of
the target substrate to be inspected at the start of an
inspection. The monitor 56 is used for the presentation
of a user interface at the time of a data input or the display
of a target image to be inspected or the results of an
inspection.
[0117] The component inspection apparatus 1 and the
soldering inspection apparatus 2 can use the input part
55 to select whether or not a window setting file should
be preliminarily created and registered. When an auto-
matic inspection is carried out by using a target image to
be inspected and another image received from the in-
spection apparatus on the upstream side without regis-
tering a window setting file, operations for selecting
whether or not a correction should be made on the in-
spection window and specifying components to be ex-
empted from the process of automatic setting a window.
In summary, the specifications of the component inspec-
tion apparatus 1 and the soldering inspection apparatus
2 can be modified in various ways according to the level
of fluctuations in the components or lands on the target
substrate for inspection or the object of the user such
that highly convenient inspection apparatus can be pro-
vided according to this invention.
[0118] As for inspection data other than the setting da-
ta for inspection windows, since the component inspec-
tion apparatus 1 and the soldering inspection apparatus
2 are adapted to make use of standard inspection data
of a component library, an inspection can be carried out
without the need to preliminarily prepare inspection data.
Instead, a teaching process of a conventional kind may
be carried out to create standard inspection data (or a
combination of all data necessary for the inspection such

as mounted positions of components, link data to inspec-
tion programs and reference values of judgments). In this
example, too, a component library may be used to create
standard inspection data such that setting data may be
created for inspection windows by a method similar to
the inspection described above and corresponding
standard inspection data may be correlated.
[0119] Fig. 15 shows a routine for creating standard
inspection data for the component inspection. In this
process, an image is taken of a specified substrate with
cream solder in a good printed condition to preliminarily
obtain a pre-mounting image. Next, components are
mounted to this substrate and after it is ascertained that
the component is in a good mounted condition, another
image is taken to obtain a post-mounting image.
[0120] Steps ST61-ST65 of this routine are similar to
Step ST1-ST5 of Fig. 3 and each component on the sub-
strate is thereby extracted. Steps ST66-ST69 are there-
after repeated for each component to create inspection
data.
[0121] First, the size of the component under consid-
eration is compared with the size data of each variation
in the component library 19 such that the component is
identified (Step ST66) as done in Step S6 of Fig. 3. Next,
setting data of component windows are created for the
component under consideration (Step ST67) by a meth-
od similar to Step ST7 of Fig. 3. Next, the standard in-
spection data of the component identified in Step ST66
are read out from the component library 19 (Step ST68)
and inspection data corresponding to the component un-
der consideration are set by correlating the data that have
been read out with the standard inspection data (Step
ST69).
[0122] Thereafter, inspection data are created for each
component by combining setting data of component win-
dows created from the image of an actual substrate and
standard inspection data. The created inspection data
are temporarily saved in the work memory.
[0123] When Steps ST66-ST69 are completed for all
of the components (YES in Step ST70), an inspection
data file is created by collecting the inspection data of
each component that are temporarily saved and is reg-
istered in the memory 57 (Step ST71).
[0124] In the above, where the standard detection data
are created, and especially where the setting data of com-
ponent windows are created, it is desirable to use a plu-
rality of substrates, to create data for each of them and
to use as the final setting data the average of these data.
[0125] By this process for creating inspection data, not
only can the position and size of each component be
extracted easily by using a pre-mounting image and a
post-mounting image, but each component can also be
identified on the basis of its size. Standard data of the
component library can also be correlated. Thus, the cum-
bersome process of correlating components and stand-
ard data as in the conventional method of using CAD
data can be eliminated and inspection data can be cre-
ated efficiently according to this invention. In the case of
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components that cannot be identified easily from size
data, however, it is desirable to handle separately, say,
by causing the user to select the type of the component.
[0126] For the soldering inspection, too, standard in-
spection data can be created by first creating setting data
of land windows by a routine similar to Steps ST41-ST46
of Fig. 10 and then combining these setting data with
standard inspection data corresponding to the compo-
nent. Both for the inspection of mounted components and
soldering condition, inspection data may be created by
means of a device other than an inspection apparatus
such as a personal computer and introduced to the in-
spection apparatus 1 and 2 shown in Figs. 1 and 7.

Claims

1. A method of determining setting conditions for a win-
dow for inspection of a substrate, said method com-
prising;
a first step of taking and thereby obtaining a first im-
age of a substrate after said substrate has under-
gone a specified one of a plurality of sequentially
performed production processes for producing a
mounted substrate;
a second step of taking and thereby obtaining a sec-
ond image of said substrate after a next one of said
production processes has been performed on said
substrate; and
a third step of extracting differences between said
first image and said second image and determining
setting conditions for a window for inspecting a spec-
ified target area on said substrate by using said ex-
tracted differences.

2. The method of claim 1 wherein said first image is
taken after a solder printing process is carried out
on said substrate;
wherein said second image is taken after a compo-
nent mounting process wherein a component is
mounted to said substrate; and
wherein said third step comprises determining set-
ting conditions of said window based on position and
size of area where said differences are extracted be-
tween said first image and said second image.

3. The method of claim 2 wherein said third step in-
cludes the steps of:

extracting a printed area with cream solder from
said first image taken after said solder printing
process; and
correcting position of said window based on po-
sitional relationship with said printed area with
cream solder.

4. The method of claim 1 wherein said first image is
taken after a component mounting process wherein

a component is mounted to said substrate;
wherein said second image is taken after a soldering
process is carried out on said substrate; and
 wherein said third step comprises determining set-
ting conditions of said window based on position and
size of area where said differences are extracted be-
tween said first image and said second image.

5. The method of claim 4 wherein said third step in-
cludes the steps of:

extracting an area with basic color of said sub-
strate from said second image taken after said
soldering process; and
correcting position of said window based on re-
sult of the step of extracting said area with basic
color of said substrate.

6. The method of claim 1 wherein said first image is
taken after a solder printing process is carried out
on said substrate;
wherein said second image is taken after a compo-
nent mounting process wherein a component is
mounted to said substrate; and
wherein said third step comprises the step of deter-
mining setting conditions of said window by using as
a standard a specified characteristic point included
in said extracted differences between said first image
and said second image.

7. A method of determining setting conditions for a win-
dow for inspecting mounting conditions of a compo-
nent on a substrate by obtaining images of said sub-
strate, said method comprising:

a first step of registering standard inspection da-
ta including size data on various component
types;
a second step of taking and thereby obtaining a
first image of said substrate before said compo-
nent is mounted to said substrate;
a third step of taking and thereby obtaining a
second image of said substrate after said com-
ponent is mounted to said substrate;
a fourth step of extracting differences between
said first image and said second image, com-
paring size of each of areas in which said differ-
ences are extracted with said size data in said
standard inspection data and thereby identifying
a corresponding component; and
a fifth step of determining setting conditions for
said window based on position and size of area
where the corresponding component was iden-
tified in said fourth step.

8. A method of inspecting soldering condition of a sub-
strate, said method comprising:
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a first step of taking and thereby obtaining a first
image of said substrate after a soldering process
is carried out thereon;
a second step of taking and thereby obtaining a
second image of said substrate prior to said sol-
dering process;
a third step of extracting differences between
said first image and said second image and de-
termining setting conditions of a window for in-
spection of said soldering condition based on
position and size of area where said differences
are extracted; and
a fourth step of setting said window on said first
image based on said setting conditions deter-
mined in said third step and carrying out an in-
spection of said soldering condition by using im-
age data inside said window.

9. A method of inspecting soldering condition of a sub-
strate, said method comprising:

a first step of registering mounted component
data showing positions and component types of
components on said substrate and standard in-
spection data related to inspection of soldering
conditions for various component types;
a second step of taking and thereby obtaining a
first image of said substrate after a soldering
process is carried out thereon;
a third step of taking and thereby obtaining a
second image of said substrate prior to said sol-
dering process;
a fourth step of extracting differences between
said first image and said second image;
a fifth step of identifying areas corresponding to
each of said components on said substrate by
comparing position data of each of said compo-
nents having said mounted component data reg-
istered with position of area in which the differ-
ences are extracted in said fourth step;
a sixth step of determining setting conditions of
a window for inspection of said soldering condi-
tion based on position and size of the area iden-
tified in said fifth step; and
a seventh step of setting said window on said
first image based on said setting conditions de-
termined in said sixth step and carrying out an
inspection of said soldering condition by using
image data inside said window and the standard
inspection data of component corresponding to
said window.

10. A method of creating inspection data for inspecting
a substrate, said method comprising:

a first step of registering standard inspection da-
ta including size data of components of various
types;

a second step of taking and thereby obtaining a
first image of said substrate before components
are mounted to said substrate;
a third step of taking and thereby obtaining a
second image of said substrate after compo-
nents are mounted to said substrate;
a fourth step of extracting differences between
said first image and said second image, com-
paring size of each of areas in which said differ-
ences are extracted with said size data in said
standard inspection data and thereby identifying
a corresponding component; and
a fifth step of determining setting conditions for
a window based on position and size of area
where the corresponding component was iden-
tified in said fourth step and creating inspection
data by correlating the standard inspection data
of the corresponding component with said win-
dow.

11. An apparatus for inspecting mounting conditions of
a substrate, said apparatus comprising:

a first image input means for inputting a
post-mounting image of said substrate after
components are mounted to said substrate;
a second image input means for inputting a
pre-mounting image of said substrate before
said components are mounted to said substrate;
a differentiating means for extracting differences
between said post-mounting image inputted by
said first image input means and said
pre-mounting image inputted by said second im-
age input means;
a condition determining means for determining
setting conditions of a window based on posi-
tions and sizes of areas where said differences
are extracted by said differentiating means;
a memory for storing said setting conditions de-
termined by said condition determining means;
a window setting means for setting said window
on said post-mounting image based on said set-
ting conditions stored in said memory when said
post-mounting image is inputted by said first im-
age input means; and
an inspecting means for inspecting said compo-
nents by using image data in said window set
by said window setting means.

12. An apparatus for inspecting soldering condition of a
substrate, said apparatus comprising:

a first image input means for inputting a post-re-
flow image of said substrate after a soldering
process is done on said substrate;
a second image input means for inputting a
pre-reflow image of said substrate taken and
thereby obtained before said soldering process
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is done on said substrate;
a differentiating means for extracting differences
between said post-reflow image inputted by said
first image input means and said pre-reflow im-
age inputted by said second image input means;
a window setting means for setting a window on
said post-reflow image based on positions and
sizes of areas where said differences are ex-
tracted by said differentiating means; and
an inspecting means for inspecting soldering
condition of said substrate by using image data
in said window set by said window setting
means.
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