Deep Learning for Automating Additive
Manufacturing Process Chains

PADERBORN
UNIVERSITY

f

Tobias Nickchen, M.Sc.

Faculty of Computer Science, Electrical Engineering and Mathematics

Paderborn University

This dissertation is submitted for the degree of

Dr. rer. nat.

March 2021






Danksagung

Ich mo6chte mich zu Beginn dieser Arbeit bei den Personen bedanken, die mich auf ver-
schiedene Arten unterstiitzt haben und ohne die mir das Erstellen dieser Arbeit nicht moglich
gewesen ware.

Zu allererst mochte ich meinem Doktorvater Prof. Dr. Gregor Engels danken. Uber den
gesamten Zeitraum meiner Arbeit hat er mich immer unterstiitzt. Ich habe die regelmifi-
gen Besprechungen zu schitzen gelernt, die stets durch das Einbringen neuer Ideen und
Sichtweisen und konstruktive Kritik geprigt waren. Vor allem in den letzten Monaten meiner
Arbeit, hat mir die hidufige Riicksprache beziiglich des Fortschritts der Dissertation sehr
geholfen.

Ein weiterer groer Dank geht an die Phoenix Contact Stiftung, die es mir ermdéglicht hat
gemeinsam mit der Protiq GmbH an diesem industrienahen Thema zu arbeiten und dadurch
neben der Arbeit an der Universitidt Paderborn auch tiefe Einblicke in industrielle Prozesse
zu erhalten. In diesem Zuge mochte ich auch Dr. Johannes Lohn fiir seine engagierte und
stets hilfsbereite Betreuung auf Seiten der Protiq GmbH danken.

Ein ebenso groBer Dank geht an meine Familie, meine Freundin und meine Freunde.
Meine Eltern haben mich mein Leben lang unterstiitzt und mir damit erst den Weg zu
meiner Promotion ermdglicht. Meine Freundin Alina hat mich wihrend meiner Arbeit an
der Promotion immer unterstiitzt und mir den Riickhalt und die Ruhe gegeben, die ich zur
Erstellung meiner Arbeit bendtigt habe. Ein Dank geht auch an meine WG, die einen grofen
Teil meiner Promotion begleitet und mir die nétige Abwechslung neben der Arbeit verschafft
hat.

Ich habe vor allem die angenehme und kollegiale Arbeitsatmosphire mit meinen Kollegen
des Direct Manufacturing Research Center (DMRC) und des Software Innovation Campus
Paderborn (SICP) sehr genossen. Die Diskussionen mit den Kollegen aus den Ingenieur-
swissenschaften und der Informatik haben mir viele Einblicke und Ideen verschafft. Speziell
mochte ich Dr. Stefan Heindorf fiir die gemeinsame Erstellung mehrerer Publikationen
danken. AuBerdem mochte ich mich beim Paderborn Center for Parallel Computing fiir die
zur Verfiigung gestellte Rechenarchitektur bedanken, ohne die die Durchfithrung meiner

Experimente nicht moglich gewesen wire.






Abstract

Additive manufacturing (AM) is a cutting-edge manufacturing technology that differs from
traditional manufacturing technologies especially due to its high degree of flexibility. The
production technique is characterized by its additive approach and its independence from
forming tools. Therefore, an AM machine is able to produce arbitrary components with
enormous geometric freedom. These benefits can be used by AM service providers to
offer fast production of customized components for private and corporate customers. The
flexible possibilities are accompanied by a very variable and daily changing process chain,
which creates new challenges. In order to be able to fully exploit the benefits of AM even
also with increasing production volumes, processes are needed that adapt automatically to
the individual customer requests. For this purpose, data-driven solutions are needed. In
the context of this thesis, we analyze the process chain of an AM service provider and
identify potentials for further automation of the individual process steps and the intersections
between the sub-processes. Only by automation of the daily varying processes an efficient
production can be realized even with increasing production volume. We identified the two
sub-processes of Manufacturability Analysis for AM and 3D Component Recognition of
additively manufactured parts as processes with high automation potentials. We show that
data-driven solutions can be used to automate these processes that can not or only partially
be automated using traditional algorithms. For each of the two sub-processes, we developed
an individual solution based on 3D Deep Learning approaches that are able to adapt to the
daily changing requirements using the existing process information. With our work, we have
shown that data-driven process chains, such as the process chain of AM service providers,
can highly benefit from data-driven solution concepts. Using our solutions, the level of
automation of the process chain of AM service providers can be further increased, helping
to ensure that the strengths of the AM technology can continue to be leveraged even as

production volumes increase.






Zusammenfassung

Die Additive Fertigung (AM) ist ein modernes Fertigungsverfahren, welches sich vor allem
durch seine Flexibilitdt von traditionellen Fertigungsverfahren unterscheidet. Durch den
werkzeuglosen, additiven Ansatz ist eine AM Maschine in der Lage beliebige Bauteile mit
enormen geometrischen Freiheiten zu produzieren. Diese Vorteile konnen von AM Dienstleis-
tern genutzt werden, um die schnelle, individuelle Produktion von Bauteilen fiir Privat- und
Firmenkunden anbieten zu konnen. Mit den flexiblen Moglichkeiten geht eine sehr flexible,
sich tdglich dndernde Prozesskette einher wodurch neue Herausforderungen entstehen. Um
auch bei steigenden Produktionszahlen die Vorteile der Additiven Fertigung voll ausschopfen
zu konnen, sind Prozesse notwendig, die sich automatisiert an die individuellen Kundenan-
fragen anpassen. Fiir diesen Zweck werden datengetriebene Losungskonzepte bendtigt. Im
Rahmen dieser Arbeit haben wir die Prozesskette eines AM Dienstleisters analysiert und
Potentiale fiir eine weitere Automatisierung einzelner Prozessschritte bzw. Schnittstellen
zwischen den Teilprozessen herausgearbeitet. Nur durch eine Automatisierung der téglich
variierenden Prozesse kann eine effiziente Produktion auch bei steigendem Produktionsvolu-
men realisiert werden. Wir haben die beiden Teilprozesse der Produzierbarkeitsanalyse fiir
AM und der Bauteilerkennung additiv gefertigter Bauteile als Prozesse mit hohem Automa-
tisierungspotential identifiziert. In dieser Arbeit entwickeln wir datengetriebene Losungen
fiir diese beiden Prozesse, welche mittels traditioneller Algorithmen nicht oder nur teilweise
automatisiert werden konnen. Fiir die beiden Teilprozesse haben wir jeweils eine individuelle
Losung auf Basis von 3D Deep Learning Ansitzen entwickelt, die in der Lage sind sich
auf Basis der vorhandenen Prozessinformationen an die tdglich dndernden Anforderungen
anzupassen. Mit unserer Arbeit haben wir gezeigt, dass stark datengetriebene Prozessketten,
wie die von AM Dienstleistern, von datengetriebenen Losungskonzepten profitieren konnen.
Durch den Einsatz unserer Losungen kann der Automatisierungsgrad der Prozesskette von
AM Dienstleistern weiter erhoht werden, wodurch dazu beigetragen wird, dass die Stirken
der Fertigungstechnik auch bei steigendem Produktionsvolumen weiterhin genutzt werden

konnen.
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Chapter 1
Introduction

Additive Manufacturing (AM) is a relatively young and flexible manufacturing technique
evolving between the traditional manufacturing methods. Its additive and layer-wise approach
enables the production of complex geometries with extremely short time from ordering until
delivery. AM service providers offer production services for private and industrial customers.
The customer can upload his 3D model, which is subsequently analyzed, manufactured and
send to the customer within a few days (see Fig. 1.1). The opportunities of this flexible and
growing industry are accompanied by new challenges. Since the production process of AM
service providers is extremely data-driven due to the processing of a wide variety of different
customer orders every day, intelligent data-driven solutions for dealing with these challenges
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Fig. 1.1 AM process from customers 3D model upload until delivery.

are necessary.

This thesis is dealing with these challenges. The process chain of AM service providers is
analyzed on the basis of the AM service provider Protiq GmbH. In our work, we are tailoring
state-of-the-art research approaches from the domain of 3D Deep Learning (DL) with the
specific requirements and restrictions of industrial applications. Automation potentials in

the AM process chain are analyzed regarding the factors production time and costs, part
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quality and failure reduction. Based on our studies, the possibility of using 3D DL algorithms
for further automation is elaborated. Since the central element of the whole AM process
chain is the digital 3D model, this information medium offers the potential of being utilized
for the automation of different process steps throughout the process chain. The two sub-
processes Manufacturability Analysis for AM and 3D Component Recognition for additively
manufactured parts which are highly related to the information of the digital 3D model, have
been chosen as main focus of our work. Both processes require the analysis of 3D models and
the recognition of decisive geometric properties that are relevant for the respective problem.
Where traditional algorithms reach their limits, state-of-the-art 3D DL approaches are able
to exploit the essential correlations through their data-driven behaviour. With our work, we
show that complex industrial processes that are determined by combining the information of
digital 3D models with physical processes can highly benefit from the use of flexible 3D DL
algorithms.

The structure of this chapter is organized as follows: Section 1.1 gives an overview of the
domain of AM and AM service providers. Based on that information, the motivation for our
work is presented in Section 1.2. The approach of our research is explained in Section 1.3. In
Section 1.4 the two main issues Manufacturability Analysis and 3D Component Recognition
are described. The solution concepts for dealing with that issues are explained in Section 1.5.
Section 1.6 provides an overview of the disseminations which have been published in the

context of our research and Section 1.7 describes the structure of this thesis.

1.1 Background

Additive or Direct Manufacturing describes the group of manufacturing techniques where
components are manufactured using an additive approach. Components can be manufactured
directly with the information of a Computer Aided Design (CAD) model without the necessity
of e.g. a forming tool like it is necessary for injection molding. This saves time and costs.
All AM techniques have in common that they are working in a layer-wise manner by
discretization of the CAD models to layers and subsequently manufacturing a component by
adding material layer by layer [33]. One of the most common techniques is the Powder Bed
Fusion (PBF) process. The procedure is shown in Figure 1.2.

PBF machines can be used for the production of metal and polymer components. In
both cases, the machines are working layer by layer. At first, a layer of material in form
of powder is applied to the build platform by the powder leveling roller (See Fig. 1.2 left).
Afterwards, a CO; laser is used to selectively melt or sinter the powder, which is preheated
by an Infrared (IR) heater at the positions where the part should be generated. As the last
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Fig. 1.2 Structure of a PBF machine [33].

step of the production of one layer, the build platform is lowered by one layer thickness and
the process starts again. The cross-shaped geometry in dark gray in Figure 1.2 shows the
current surface of the component that is produced.

Due to the additive approach, the procedure offers several advantages compared to
traditional production methods like injection molding or milling, which are often used for
series productions. Two of the main advantages are the high degree of geometric design
freedom and the high flexibility due to the independence of forming tools. In contrast, for e.g.
injection molding, a forming tool has to be produced prior to the actual production. This tool
is used as a mould in which the material is moulded. The necessity of this forming tool leads
to high fixed costs even before the production of the first end product. The high flexibility
of AM enables the production of highly complex components optimized for their specific
application which could not be produced without AM. The second characteristic allows AM
machines to produce almost any part (within the dimensions of the machine) in the shortest
possible time without the necessity for previous steps such as the costly and time-consuming
construction of a forming tool. As a consequence, the price of an AM component is almost
independent of the quantity to be produced.

These characteristics make AM an ideal solution for the provision of manufacturing
services. Since only a digital 3D model is necessary for the production of a component,

customers can easily transfer their 3D models to an AM service provider and order a
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component. Without the necessity of tooling, the production time of arbitrary components is
significantly reduced.

Due to its advantages, AM has been a rapidly growing industry with exponential growth
of revenues in industrial production in the last decades. More and more companies in the
manufacturing industry are integrating AM into their production processes and an increasing
number of service providers offers services ranging from simple components to high-quality
industrial parts. In the last ten years, the money spent on additively manufactured final parts
has grown from 0.25 billions to around 1.5 billion Dollars [145]. Especially for AM service

providers, this growth in production leads to new challenges in the entire AM process chain.

1.2 Motivation

With the growing interests and production volumes in the AM industry, also the challenges
for AM service providers are constantly growing. One of the main criteria for the success of
AM service providers is the flexible production, which makes it possible to reduce the time
between the order of a 3D model by a customer and the delivery of the finished component to
a minimum. This is possible as long as the individual processes in the process chain can be
optimally executed. With the increasing production volumes, however, the internal structures
of AM service providers are growing, too, leading to new challenges. The advantages of AM
can only be exploited if the process infrastructure evolves as well. For such a flexible and
dynamic production technique, this means that the associated process chain, including its
individual processes, must be designed in a flexible and adaptive manner, too. This process
chain can be divided into the physical process chain and the corresponding data process
chain.

AM machine producers are constantly developing their machines in order to further
strengthen the advantages described in Section 1.1. Also the machines for the necessary
mechanical post-processing steps like depowdering or sand-blasting are automated to an
increasing degree. Nevertheless, not only the machines itself but also the whole process chain
of AM service providers has to be adapted to the growing needs. It is therefore necessary to
consider not only the physical process chain but also the data process chain as well as the
combination of both.

The high degree of individual diversity of customer orders requires flexible and fast
processing of the associated data from the data upload to the final delivery of a component.
Standard data processing solutions designed for series productions are not appropriable for
that purpose.



1.2 Motivation 7

Automated
on Server

Order
Configuration
and Triggering

Data Upload

o~
3D Model Repair Manual

Manufacturability .
Automated Analysis

Build Job
Preparation
Manufacturability

Analysis
Production oy
Cost Calculation Additive
Manufacturing

Sand-blasting
3D Component
Recognition

. Mechanical
Packaging Quality Post-
AGTEILED Processing

3

Fig. 1.3 Process steps in the AM process chain which are directly linked to 3D models [94].

For being able to analyze the internal processes at AM service providers, we first struc-
tured the process together with our reference AM service provider and summarized all
the process steps that a component respectively the associated 3D model passes through
in Figure 1.3. The properties of the digital 3D models influence nearly all process steps
shown in Figure 1.3. After the upload of a 3D model by a customer, the 3D models are
first converted from the CAD file type of the customers 3D model to Standard Triangulation
Language (STL) files. The STL data type is the standard data type on which all processes
related to AM are based [25]. Subsequent to the conversion, the models are repaired and
the manufacturability is analyzed. Whether a model is manufacturable or not is defined by
its geometry. In the last automated step, the production costs are calculated. The costs are
directly related to the geometry of a 3D model, too. They are calculated for all possible
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materials and post-processing steps. As soon as all necessary information are calculated,
the customer can configure his 3D models and trigger the order. This step is followed by a
manual analysis by the AM engineers of the AM service providers. An AM engineer is also
performing the build job preparation. In this step, several 3D models are merged together
into one build job which is then forwarded to an AM machine. For the 3D printing itself, the
geometry of the 3D models is directly used to calculate the laser movement path in the AM
machine. After the actual production, the components are cleaned from adherent powder in
the sand-blasting step. The cleaned components subsequently have to be sorted again within
the 3D Component recognition step. This means that each component has to be assigned
to its corresponding 3D model. After sorting, the components are post-processed for e.g.
enhancing the surface quality. The last step before shipping is the quality assurance. In the
quality assurance step it is again necessary to compare the exact geometry of the physical
components with its digital counterpart.

Many of these process steps are still performed manually or semi-automated as it was not
necessary to automate these process steps for small production quantities. Due to increasing
production volumes, many of the current processes will no longer be feasible in the future.
The entire process chain must therefore be optimized and automated in order to continue to
exploit the benefits of AM. As explained above, the entire process chain is highly data-driven
due to the daily varying customer orders and thus daily varying production. In order to be
able to realize these extremely flexible and varying processes even with increasing production
volumes, intelligent data-driven solutions for automation are necessary, which are able to
adapt to the daily changing requirements. With our work, we are creating the connection of
current state-of-the-art 3D DL approaches from the research domain with the requirements

of a complex industrial production process chain.

1.3 Thesis Approach

The research presented in this thesis is based on the following approach.

1. At first an overview about the domain and the processes of AM service providers
had to be created. Therefore, a process chain analysis was performed. The focus
was on all processes that access the central element, the digital 3D model, and on the
interconnection of these processes. On the basis of the analysis, the two sub-processes
Manufacturability Analysis and 3D Component Recognition were chosen as main topics
for the further research.
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2. A literature study on two topics was carried out: At first on the two sub-processes
Manufacturability Analysis and 3D Component Recognition. The current state of the
art for the two sub-processes was considered from both the research and the industry
perspective. Additionally, a literature study on 3D Machine Learning (ML) was carried

out to develop an overview of possible innovative approaches for the two tasks.

3. For being able to design solutions for the two sub-processes, the requirements for
possible solutions were defined from the industrial perspective of AM service providers
and from the research perspective. The requirements from the industrial perspective
differ from research requirements, since costs, computation time and usability play
a much bigger role than in the research domain. Therefore, additional to the main
requirements like the quality of the results, possible solutions need to fulfill these

requirements for being applicable in industrial environments.

4. Based on the two previous aspects, appropriate approaches were designed. For the two
sub-processes Manufacturability Analysis and 3D Component Recognition, state-of-
the-art 3D DL approaches were chosen which fulfill the requirements described above.
Since the two tasks differ from classical benchmark tasks in the 3D DL domain, the
approaches had to be adapted for our needs.

5. To prove the functionality, the approaches have to be tested using suitable data sets.
Since there are no benchmark data sets for the two sub-processes Manufacturability
Analysis and 3D Component Recognition in the AM domain so far, synthetic data sets
were generated. The generation of these data sets is of decisive importance for the
reliability of the results. The data sets have to be aligned with real world data from AM
service providers in order to achieve reliable evaluation results. With these synthetic
data sets the capability of the chosen approaches to solve the tasks Manufacturability

Analysis and 3D Component Recognition were evaluated.

1.4 Problem Statement

As stated in Section 1.2, the different properties of AM compared to most traditional manufac-
turing techniques lead to additional challenges in the process chain of AM service providers.
We have identified the two sub-processes Manufacturability Analysis and 3D Component
Recognition as promising processes for further automation using 3D DL methods. In this

section, we will briefly explain the two steps.
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1.4.1 Manufacturability Analysis

Due to the advantages of AM described in Section 1.1, AM service providers have to deal
with many orders from different customers. These orders and the corresponding components
are varying every day. Since many of these orders contain components which have not been
produced before, it is necessary to verify that they are manufacturable using AM. However,
in contrast to many traditional manufacturing processes, the definition of which geometries

are manufacturable and which are not, is not trivial.

Description Design for manufacturing
Regular
Special

LS
LM
FDM

Unsuitable Suitable

Group
Typ
IAttribute

Cylinders* outer radius should be large enough to
structure each part layer with a boundary-line and
enclosed raster-lines to minimize dimensional
deviations and to avoid defects.

LS: r,>0,6 mm
LM: r,>0,3mm
FDM: r,>1,5mm

Outer radius

If their curvatures are mainly approximated by
layers cylinders* outer radii should be as large as
possible in order to decrease the approximization
error related to the nominal outer radius.

Cylinders should be oriented orthogonally to the
building plane to achieve the smallest possible
dimensional deviations.

Basic elements
Cylinders / Bores

Bores' insides that regularly require support
structures can be manufactured without support
structures if the bores’' inner radii are small
enough.

LM: r,<4,5mm
FDM: r,£5,0mm

Inner radius | Orientation

Bores' lengths must be short enough to enable a
sufficient removal of powder which is contained
insed the bores.

LS: 1<8%r,
LM: | £400 *r, (Maximum tested ratio) gé{{(#
v

Fig. 1.4 Example for design rules for the basic elements cylinders and bores [2].

Length

An important aspect of the business model of AM service providers is that customers
receive immediate feedback during the configuration and ordering process to enable a fast
ordering process without delays. With regard to the Manufacturability Analysis, this means
that a customer needs to get an immediate feedback if his component is manufacturable or
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not. Therefore, an automated tool is necessary which directly generates a feedback after the
upload.

For being able to evaluate if a component is manufacturable or not, a definition of
manufacturability is needed. Due to the additive approach, generating that definition is
a non-trivial task. With the growing interest in AM in the last years, several researchers
worked on possible definitions. The most common approach is the usage of basic elements
like cylinders, bores or cuboids for the generation of so called design rules based on these
elements [1, 2, 62]. Some examples can be seen in Figure 1.4. The manufacturability of
a cylinder is dependent on its radius, the manufacturability of a bore is dependent e.g. on
its ratio of length to radius. More complex design rules also depend on the combination of
different basic elements.

These design rules are a good guideline for an AM-compatible design of new components.
Nevertheless, the design rules are not suitable for the verification of manufacturability for
existing 3D models. The 3D models would have to be approximated by a combination
of basic elements for making the design rules applicable. Since AM is often used for the
production of complex geometries, it is not possible to generate a precise approximation of
the corresponding 3D models. Therefore, the developed design rules are not applicable for
an automated manufacturability analysis of existing 3D models.

Fig. 1.5 Minimum wall hickness analysis shown for three example 3D models. Walls beneath
a threshold of 0.3mm are marked in red. Areas slightly above the threshold are colored from
orange over yellow to blue, non-problematic areas in green.
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Currently, if at all, only tools for the validation of the minimum wall thickness criterion
are used by AM service providers. This criterion is the most common problem in the AM
domain. The quality of evaluations of current tools is often unsatisfactory which is why they
are rarely used. Figure 1.5 shows some example 3D models with thin walls marked from
blue over yellow to red. The tools often provide mis-classifications when the models include
edges close to 90 degree. On the right side of Figure 1.5 an example of an erroneously
marked thin wall can be seen.

Another method to validate the manufacturability of 3D models is the simulation of the
build process [9, 125, 124]. Especially in the field of metal PBF, this method is used to
simulate the build process and predict possible build failures. In contrast to design rules,
simulation based methods are able to predict complex failures which occur e.g. due to the
thermal behaviour of the used material. A drawback of these methods is the relatively high
computation time which prevents their use for real-time evaluation as it is needed for our use
case.

Due to the described disadvantages, neither of the two approaches is suitable for the
automated real-time Manufacturability Analysis. Currently the manufacturability has to be
validated manually by AM engineers (see Figure 1.3). Therefore, customers do not get an
immediate feedback and the process from ordering to delivery of the components is delayed
if a component needs to be modified. To solve this issue, an automated approach is needed

that is capable of robustly evaluating the 3D models in real time.

1.4.2 3D Component Recognition

The necessity of 3D Component Recognition arises from the batch production. Batch
production implies that different components are manufactured simultaneously in the build
chamber. This method can in principal be used by all different AM techniques. However,
especially for Selective Laser Sintering (SLS) machines, the batch production is a particular
characteristic. In contrast to other AM techniques the components which are produced, can
be nested not only two-, but three-dimensionally in the build chamber (See Figure 1.6). This
allows many different components to be built three-dimensionally nested in one build job.
This characteristic leads to the challenge of 3D Component Recognition.

At AM service providers, the orders of many different customers are processed every day.
For optimal utilization of the SLS machines, components which shall be produced using the
same material are merged together to one build job (See Figure 1.6). Therefore, most build
jobs contain many different parts from different customers. During the build process the
components are additively produced inside the powder. This procedure results in a so-called
powder cake which contains the produced components without any fixed connection (See
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Fig. 1.6 An example build job for a SLS machine showing the batch processing character of
SLS.

Figure 1.7 left). For further processing, the powder has to be removed from the components
in the sand-blasting step (See Figure 1.7 right). After the sand-blasting, the components are
passed on to the next post-processing steps as an unsorted group.

At this process step, the process chain switches from batch processing to individual
processing again (see Figure 1.3). It is essential to know for which component which further
processing steps has to be performed. The components must therefore be recognized and as-
signed to the correct orders again. For small production capacities that step can be performed
manually by a visual comparison of the produced components and the corresponding set of
digital 3D models. However, with increasing production volumes, this is not feasible anymore
and an automated solution is necessary. A solution system must be able to automatically
create the link between the digital build job data and the physical objects.

1.5 Solution Concepts

Our main contribution is the development of approaches for solving the two issues Manufac-
turability Analysis and 3D Component Recognition which are described in Section 1.4. Both
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Fig. 1.7 The produced components in the powder cake after SLS production (left) and after
sandblasting (right).

approaches should be able to solve the problems completely automated, without any need for
manual intervention. Due to the high versatility in AM, especially at AM service providers,
appropriately flexible and adaptable solutions are necessary. This versatility can best be
managed using data-driven algorithms. Therefore, both solution concepts are chosen from
the field of state-of-the-art 3D DL algorithms. Since both challenges, the Manufacturability
Analysis and 3D Component Recognition have different requirements, we have designed a

suitable approach for the respective problem.

1.5.1 Manufacturability Analysis

In section 1.4.1, we have explained that currently existing methods are not suitable for real-
time evaluation of the manufacturability of 3D models for AM. On the one hand, design rules
based on basic elements are not utilizable because the basic elements can not approximate
the 3D models with sufficient accuracy. On the other hand, simulation based approaches
provide a good analysis quality, but have the disadvantage of a high computation time what
makes them unsuitable for the use case of real-time Manufacturability Analysis as well.

Instead of describing the complex interrelationships of geometric constraints by manually
generated rules, we develop a data-driven approach that is able to use the daily generated
production information. Through the data-driven approach, our solution is able to extract the
information relevant for Manufacturability Analysis from the process data, especially that of
production failures, and make it applicable for our application. Our developed evaluation
system is to process the 3D models in high detail to be able to detect both small features as
well as complex correlations which are relevant for the manufacturability. Additionally, the
system is not only able to evaluate 3D models regarding their manufacturability, but also to
generate feedback regarding critical areas in non-manufacturable 3D models.
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Therefore, our system is split into two parts: The evaluation system and the feedback
generation system. Based on a data set including manufacturable and non-manufacturable
3D models, the evaluation system is trained to detect critical features in the 3D models and
predict if a 3D model is manufacturable or not. If a 3D model is rated as non-manufacturable,
the feedback generation system calculates visual feedback in order to explain the decision

making.

Evaluation System

As a basis for our solution, we have first chosen a suitable approach from the field of 3D DL
on which we can build our solution. In the field of 3D DL, many different approaches for
tasks like the recognition or segmentation of three-dimensional objects have been developed
in recent years [146]. The main difference between the different approaches is the sensor
type and the corresponding data they are using. Basically they can be divided into 2D
and 3D data-based approaches. Since the whole geometry of a 3D model with its in- and
outlying structures is relevant for the Manufacturability Analysis, image-based approaches
can not be used for our purposes. They are not able to represent the inner structures of 3D
models. Therefore, we have chosen to use the 3D data-based approach Spatial hashing-based
Convolutional Neural Network (HCNN) [119].

Sparse 3D data Hash table H  Offset table @
n=41,127 voxels in 128’ volume =~ m=35> (=42,875) r=19°

Fig. 1.8 Example 3D data showing the effect of the efficient data storage of PSH [74].

The HCNN is a voxel-based 3D Convolutional Neural Network (CNN). Voxels are the
three dimensional counterpart of 2D pixels. The main limitation of 3D CNNss is their high
memory requirement and therefore the limitation of their resolution. The HCNN approach

achieves the current state of the art with a resolution of 5123 voxels while being used in batch
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processing mode with a batch size of 32. The high resolution can be achieved using Perfect
Spatial Hashing (PSH) [74] (see Figure 1.8), enabling the sparse 3D data to be stored and
processed highly compressed.

Since not enough production data is available yet, the system is initially trained on the
basis of data set which we synthetically generated. The data set contains 3D models which
have been evaluated with regard to the criterion minimum wall thickness. The process steps
necessary for calculation of the manufacturability rating based on a 3D model are shown in
Figure 1.9. For calculation of the PSH representation at first a point-cloud representation
has to be generated by a so called virtual scanner via ray-tracing [142]. The standard
implementation of the virtual scanner generates a point-cloud of the surface of a 3D model.
Since also the inner structures of 3D models are relevant for our analysis, we adapted the
algorithm for being able to create point-clouds including the inner structures of 3D models.
This step is followed by the generation of a voxel representation. The HCNN model is
subsequently trained on the PSH data created from the voxels. After the training phase, the

trained HCNN model can be used for the evaluation of further unknown 3D models.

Generation of
voxel-
representation

Set of labeled

Point-cloud
3D models

generation

Calculation of HCNN Generation of
perfect hash .. manufactur-
training

function ability rating

Fig. 1.9 HCNN data processing pipeline.

Feedback Generation System

Customers who upload a 3D model not only need a decision if their 3D model is manufac-
turable or not, but also information about critical geometries in their 3D model if a 3D model
is rated as non-manufacturable. For being able to interpret the decision of the HCNN model,
we added a feedback generation system (see Fig. 1.10).

We use the LRP [87] method to propagate features relevant for the decision back from the
calculated output into the voxel-space. The LRP method has been developed for the creation

of visual feedback for image analysis tasks. We have adapted the algorithm for application to
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Fig. 1.10 HCNN manufacturability rating and feedback generation.

three-dimensional data. With that method a visual explanation of the most relevant features
is generated which helps the customer to adjust the critical geometries of his 3D model.
Our approach provides a data-driven solution which is able to process 3D models with a
high resolution and is able to learn relevant features from existing data. When the system
is trained, it is able to process 3D models and generate a visual feedback regarding their

manufacturability close to real-time.

1.5.2 3D Component Recognition

As explained in Section 1.4.2, a solution for the 3D Component Recognition issue has to be
capable to assign each physical component to the corresponding digital 3D model. Therefore,
we searched for a solution, which is able to provide robust and accurate recognition of
the produced components while being integrable into the process chain of an AM service
provider. An important aspect here is that the system must be able to recognize completely
different components on a daily basis. The system must be able to automatically adapt to
the daily changes and generate all necessary information from the existing data of a build
job and subsequently recognize the physical components using sensor data. All necessary
steps must be directly integrated into the process chain and fully automated. Therefore, our
work in the field of 3D Component Recognition can be split into two parts: The recognition

system itself and the data processing pipeline.

Recognition System

Since our research is based on the processes of AM service providers, we have conceptualized
a possible physical structure of a sorting station as a basis for our general conditions. We
envision the following structure of a recognition system. The system consists of a sepa-
ration station and a conveyor belt with an integrated scanning area. After separation, the
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manufactured components are transported by the conveyor belt through the scanning area
where multiple sensors sense the component from elevated view points (see Fig. 1.11) and a
recognition system assigns the physical components to the corresponding digital 3D models.
The main challenge is that the system must be able to correctly recognize the components
regardless of their orientation.

As mentioned in section 1.5.1, the field of 3D DL algorithms can be split into 2D and 3D
data-based approaches. In the context of our work, we have evaluated approaches from both
groups, where based on factors such as accuracy, computational costs and hardware costs,
2D data-based approaches have proven to be the most promising.

The central element of our solution is the multi-view-based approach RotationNet [56].
RotationNet is the current state of the art on recognition of the ModelNet40 classification
challenge by Princeton ModelNet [146] which is used as benchmark for 3D object recognition
approaches.
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Fig. 1.11 Basic multi-view structure of RotationNet [56].

3D Component Recognition for AM differs from typical object recognition task by one
crucial characteristic. Since the components are often unique, they only exist as digital 3D
models prior to the actual production. Therefore, in contrast to standard tasks, no physical
images are available which can be used as training data for the recognition system. In
order to train a classifier, synthetic training data must be generated in the form of virtual
images. When using synthetic training data, the accuracy of the recognition systems strongly
depends on the adaption of the artificial data to the physical conditions in the inference phase.
Therefore, an exact design of the training data generation method is significant [48].

The basic structure of RotationNet is shown in 1.11. In our envisioned physical setting,
the system is using 12 cameras positioned in 30 degree steps around the z-axis with an

elevation angle of 45 degree from the horizontal plane. The synthetic training data has to
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be created with the same conditions. We render photorealistic virtual images using Phong
shading [127, 73] with the same camera setting as used in the physical system.

Besides the photorealistic rendering itself, the components orientation in the rendering
scene has a decisive influence on the accuracy of the recognition system. In the physical
world, the components orientation in front of the cameras is determined by the laws of
physics. During transportation on the conveyor belt, the orientation of a component is
defined by the geometric form of the component and the gravity. Only a finite number
of different orientations is physically possible after transportation to the scanning area
(neglecting rotations around the z-axis). We designed an approach which makes use of the
physical behaviour and calculates physically sound orientations based on the geometry of
a 3D model. Using that approach, we are able to create synthetic training data which is
optimally aligned to the physical situation

With the synthetic training data we generated in the explained way, we can bypass the
need for physical photos and are able to train RotationNet for the recognition of physical

additively manuactured components only using synthetic data.

Processing Pipeline

A solution for 3D Component Recognition has to be directly integrable into the process
chain of AM service providers. The procedure includes the steps shown in Figure 1.12. The
necessary information for training the system must be generated automatically from the 3D
models which are the central information source in the whole AM process chain. For each
3D model, first the physically sound orientations are calculated and subsequently used for
the photorealistic rendering. As soon as the training data is available, the training itself can
be started so that a trained instance of RotationNet is available when the production of the
components is complete.

The information which components will be produced are available as soon as the build
Jjob preparation step is finished (see Fig. 1.3). In that step, a fixed set of 3D models is
assigned to each build job. Quitting the build job preparation step can automatically trigger
the calculation of physically sound orientations using the 3D models of the build jobs which
can automatically be accessed from the process chain information. The time the AM process
itself needs for the production of the components is used for the steps described in Figure
1.12. When the physical components reach the process step 3D Component Recognition, a
trained RotationNet instance is available for each build job.

With our solution we contribute to the automation of the 3D Component Recognition

step. The solution closes the gap between the research domain and industrial application.
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Fig. 1.12 The necessary steps for training RotationNet for the recognition of physical
components based on a set of digital 3D models.

It is designed for a direct integration into the process chain of AM service providers and

enables further automation of the process chain.

1.6 Overview of Disseminations

As part of our work, we have written several publications that describe the steps necessary
to develop our solutions. Besides three publications for scientific conferences ([94, 95] and
one in the revision phase at [132]), technical papers were published in industrial journals
and presentations were given at industrial application conferences. In addition, current
challenges on the way to a fully automated AM process chain were regularly discussed with
the industrial AM service provider Protig GmbH [101], within the working group Process
Chain Automation for AM of the German Engineering Federation (VDMA) and with the
members of the Direct Manufacturing Research Center (DMRC). The VDMA is the largest
European association of companies and research groups in the field of engineering [141].
The DMRC is an interdisciplinary institute of the mechanical engineering faculty of the
Paderborn University doing research regarding a wide range of topics related to AM and
consists of twelve different chairs and 26 industrial partners [27].

Similar to the structure of this thesis, we first dealt with the analysis of the process chain
of AM service providers. In [94], we developed a process model including the process
steps which components respectively the corresponding 3D model are passing through in
the process chain of AM service providers. Based on that model, we have been able to
analyze which process steps offer the biggest potential for being automated using data-driven
approaches. Using our model-based analysis and based on discussions with the members of
the DMRC, we figured out that the two sub-processes Manufacturability Analysis for AM
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and 3D Component Recognition for additively manufactured parts are the most promising
sub-processes for our further work.

In the following, we dealt with these two sub-processes. In a publication which is
currently in the revision phase at the Rapid Tech conference [132], we dealt with the
Manufacturability Analysis for AM. Our analysis of related work has shown that existing
non-data-driven solutions are not or at most partially capable of providing an automated
real-time Manufacturability Analysis. In our publication, we describe our own solution which
is able to analyze 3D models regarding their manufacturability using the data-driven HCNN
[119] approach and additionally able to provide a high resolution visual feedback regarding
critical geometries using the LRP [67] approach. Our work regarding the Manufacturability
Analysis has also been published in the engineering magazine Konstruktionspraxis [61] and
presented and discussed at the technology days 2020 of the Phoenix Contact company [36].

Subsequently, we dealt with the sub-process 3D Component Recognition for additively
manufactured parts. The development of a first prototype solution, which provides important
insights for the development of our final solution, was first published in two industrial
journals [51, 53]. Based on the results of the prototype, a one-year project group of computer
science master students carried out research on possible optimized solutions. The final
solution and the corresponding results have been presented and discussed at the industrial
Manufacturing Analytics conference [8]. Subsequently, our approach based on RotationNet
[56] and optimized using physically sound training data has been published in the proceedings
of the IEEE Winter Conference on Application of Computer Vision (WACV) [95]. Our
approach provides a solution which achieves high recognition rates for the recognition of
additively manufactured components using multiple cameras and is able to automatically

adapt to the daily changing production.

1.7 Structure of this thesis

The structure of this thesis is shown in Figure 1.13. The thesis is split into the five parts Intro-
duction, Additive Manufacturing, Foundations and Related Work, Solution and Realization,
Evaluation and Conclusion. Subsequent to the introduction, in Part II, we first introduce
foundations regarding AM and the corresponding process chain of AM service providers
in Chapter 2. Based on these foundations, in Chapter 3, we describe the two sub-processes
Manufacturability Analysis and 3D Component Recognition which were chosen as reference
processes in detail. For both tasks, we define the solution requirements which have to be
fulfilled for the development of a suitable solution.



22 Introduction

[ Part I: Introduction ]
Part II: Additive Manufacturing

[ Chapter 2: Foundations of AM ]

[ Chapter 3: Problem Description ]

Part III: Foundations and Related Work
Chapter 4: Foundations of ML and CV

Explainable Computer
[ ML /DL ][ Al ][ Vision ]

Chapter 5: Related Work

Manufacturability 3D Object
Analysis Recognition

Part I'V: Solution

Chapter 6: Solution
Manufacturability
Analysis

Chapter 7: Solution 3D
Component Recognition

Part V: Realization, Evaluation and Conclusion

Chapter 8: Realization

and Evaluation Chapter 9: Realization

and Evaluation 3D

Manufacturability C (R i
Analysis omponent Recognition
[ Chapter 10: Conclusion and Future Work

Fig. 1.13 Overview of the structure of this thesis.

Part III is dealing with foundations and related work regarding the two process steps
Manufacturability Analysis and 3D Component Recognition. In Chapter 4, we describe the
foundations related to ML, DL and Computer Vision (CV). Additional to foundations regard-
ing ML and CV itself, the field of Explainable Artificial Intelligence (XAl) is introduced.

In Chapter 5, we give an overview about the related work regarding the Manufacturability
Analysis and 3D Component Recognition. Section 5.2 deals not only with 3D Component
Recognition for AM but with the higher-level field of Object Recognition. In Section 5.1, we
describe the current state of the art in the field of Manufacturability Analysis for AM and
give an overview of Manufacturability Analysis in related domains.
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The fourth part is dealing with the solutions which we developed. In the Chapters 6 and
7, we present the development of the solutions for the two main issues Manufacturability
Analysis and 3D Component Recognition.

In Part V, the realization and evaluation of the solutions for Manufacturability Analysis
and 3D Component Recognition is described in the Chapters 8 and 9. We first explain the
realization of the solutions and the experimental setups. Afterwards, the experiments and
corresponding results are presented and a discussion and summary are outlined.

In Chapter 10, we present a conclusion of the work in this thesis. We outline our main

contribution and give an overview about future work.
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Additive Manufacturing






Chapter 2
Foundations of Additive Manufacturing

In this chapter, we give an overview of the basics of AM. We explain the basic working prin-
ciple of AM machines, briefly describe the most common AM technologies, the advantages
and disadvantages of AM compared to conventional manufacturing techniques and, based
on this, their areas of application. In the second part of this chapter, we discuss the process
chain of AM service providers. The analysis of the process chain and the corresponding

sub-processes forms the basis our work.

2.1 Additive Manufacturing

AM is defined as the group of production processes which produce components by the
additive application of material. The first approaches of AM appeared in the early 1980’s.
Since then, many different AM technologies have been developed over the years: The most
common techniques are Stereolithography (SLA), the PBF processes like SLS, Selective
Laser Melting (SLM) or Electron Beam Melting (EBM), Fused Deposition Modeling (FDM),
Laminated Object Manufacturing (LOM), Laser Metal Deposition (LMD) or Binder Jetting
(BJG) [46, 38].

In this section, we will explain the basic working principle, the most common AM
technologies, the advantages and disadvantages of AM over traditional manufacturing tech-

nologies and common applications for AM components.

2.1.1 Working Principle

Independent of the exact process of the respective technology, all AM technologies share

some basic working principles. All processes are based on a digital CAD model and produce
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the components using layer-wise application of material. The way from the digital CAD

model to the final component can be divided into the following steps [33]:

1.

CAD model generation: Regardless of the actual AM technology, a CAD model is
necessary. This can be generated either by a CAD modeling software or e.g. by

scanning of an existing component using a 3D-scanner.

. Conversion to STL: Nearly all AM machines use the STL file format as standard. The

STL file type describes 3D models using a surface representation, which is stored as
a list of triangles. Each triangle is described by the three corresponding vertices and
its normal vector [25]. Therefore, the CAD model which can be created using several
different file formats, has to be converted to the STL file format.

. Build job preparation: The size, orientation and position of the STL model on the AM

machine has to be defined for the build process.

. Data transfer and machine setup: After preparation, the STL model is transferred to the

machine and several production parameters have to be set. An important parameter is
the layer thickness. Based on the parameter layer thickness, the STL model is virtually
sliced into horizontal layers. Therefore, this parameter affects the vertical resolution of

the built components.

Additive Manufacturing: The component is produced layer by layer using the pre-
viously defined layer thickness. The actual production process depends on the AM

technology which is used.

2.1.2 Technologies

AM technologies can be divided into four groups which are characterized by the base

material they are using for the manufacturing process: Powder, liquid, filament and solid

sheets [33, 46]. We will briefly explain all four groups. Most relevant for this thesis is the

group of powder-based processes. The working principles explained here have an influence

on the decisions made in Chapter 6 and 7.

Powder-based

The group of powder-based AM processes includes different varieties of AM processes

which all have in common that they are using a heat source to selectively heat the production

material in the form of powder to produce a component. Most common are the SLS process
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for polymer processing and the SLM and EBM processes for metal processing. The SLM
and EBM processes differ by the heat source they are using: SLM uses a laser while EBM is
using an electron beam [46]. Since the basic working principles of these three technologies
are relatively similar and the SLS process is most relevant for this thesis, we use it as an

example process for the explanation of powder-based processes.
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Fig. 2.1 The working principle of PBF machines [33].

The basic working principle of the production of a single component is shown in Figure
2.1. The layer-wise production is achieved by applying a layer of powder to the build platform
using a powder leveling roller. The powder is provided by one or two feed cartridges on the
left and right side of the build platform. The applied powder is heated up to a temperature
just below the melting temperature of the used material using IR heaters. It can then be
selectively sintered using the CO; laser [33].

Compared to melting, sintering is connecting adjacent powder particles without com-
pletely melting the powder [64]. With the scanning mirrors, the laser beam is controlled in a
way that the current cross-section of the desired component is sintered. After this step, the
build platform is lowered by one layer thickness and a new layer of powder is applied to
produce the next cross-section of the component [33].

Using the basic process explained above, PBF machines can be used to produce not
only a single component in one build process but as many as fit into the build chamber in
parallel. Compared to SLM and EBM, SLS has an important difference. In the SLM and
EBM machines, the produced components have to be produced with a fixed connection to

the build platform. Therefore, multiple components can only be placed besides each other
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Fig. 2.2 Powder cake after SLS production

directly on the build platform. In contrast to that, in the SLS process components can be
produced without connection to the build platform and can therefore be three dimensionally
nested in the whole build chamber. In the build process, the components are supported by the
powder between and beneath them what results in a so called powder cake (See Figure 2.2).
Due to the three dimensional nesting, the build chamber can be optimally utilized during
production.

The PBF process is used for various applications from prototyping to high quality end
user components. The different PBF procedures offer the production of polyamide, metal or

ceramic components with a resolution down to about 0.1 mm [33].

Filament-based

Filament-based AM machines like FDM machines generate components by extruding fil-
ament through a nozzle (See Figure 2.3). The FDM process starts with feeding filament
material e.g. in form of a wire by a roller system into the liquifier chamber. Inside this
chamber the material is liquified and afterwards extruded through the nozzle by applying
pressure on the material. By moving the nozzle on a calculated path, a component can be
manufactured layer by layer [33]. FDM is often used for prototypes since it is cheaper than
the other AM technologies in most cases [49, 144]. Therefore, there is a large amount of
FDM machines used for the private market. A drawback of FDM is the relatively large

resolution. Typical FDM machines are using a layer thickness above 0.1 mm [58].
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Fig. 2.3 The working principle of FDM machines [33].

Liquid-based

Liquid-based AM processes like SLA produce components using a liquid resin which is
selectively solidified by photo-polymerisation [84]. The working principle of the SLA process
is shown in Figure 2.4. The liquid resin is selectively solidified using an Ultra Violet (UV)
laser. By lowering the base plate on which the first layer is adhering, the component can
be produced layer by layer. One important property of SLA is that it can be used for the
production of extremely filigree parts. Using so-called Two-photon Stereolithography (TPS),
parts with a resolution of 0.1 pm can be produced [98].

Solid Sheet-based

Solid Sheet-based AM techniques like LOM produce components by layer-wise bonding of
cut sheets. The basic working principle is shown in Figure 2.5. Material is added layer-wise
by the insertion of e.g. polymer-coated paper or other materials via rollers to the build
platform. For each layer the current cross-section of the component to be produced is cut
into the polymer-coated paper by a laser and subsequently bonded to the lower layers e.g
by thermal bonding. The unused material is sliced into squares using a cross-hatch cutting
operation [33]. Advantages of LOM are the possibility to produce large sized parts and the
fast production speed. A disadvantage are the weak connections between the layers due to

the bonding process [65].
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Fig. 2.4 The working principle of SLA machines [58].

2.1.3 Advantages

Due to its additive approach, AM offers several advantages compared to traditional manufac-
turing. A brief overview is given in the following subsections.

Production Costs for low Production Volumes

One main advantage is the decoupling of the production costs from the number of pieces
to be produced. For the production of a component only a CAD model of the component is
needed. Components can be produced without the necessity of any pre-processing steps like
the production of a forming tool before the actual production. Compared to that, especially
for complex geometries, often many different production stages are necessary to produce
a component using traditional manufacturing techniques. If e.g. a mixture of molding and
Computerized Numerical Control (CNC) machining is necessary, a mold for the molding and
fixtures for the CNC machining would have to be produced prior to the actual production.
These steps are not necessary using AM [33].

Production Speed

The properties which have a positive influence on the production costs also lead to a higher
production speed for prototypes or small series. Without having the necessity of performing

prior stages like mold construction, AM can be used for the rapid production of a component.
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Fig. 2.5 The working principle of LOM machines [33].

This advantage can help reducing the time to market for new components by an acceleration
of prototyping or enable the fast production of spare parts [11].

Design Freedom

Due to the independence of forming tools, AM offers the potential of high geometric design
freedom. This design freedom can be used for the production of components which are
optimized for a certain use case. Special characteristics of AM components can e.g. be
lightweight or extremely complex parts. Additionally, complex parts which are produced
using conventional manufacturing techniques often have to be manufactured by assembling
various individual components. With AM, on the other hand, these components can often
be manufactured as a single component, which allows better mechanical properties to be
achieved [11].

Waste Reduction

A further benefit also results from the additive application of material. Compared to many
traditional manufacturing techniques, AM produces less material waste. Especially subtrac-
tive production techniques produce waste material when removing material while producing
a component. Some AM techniques, like the filament-based technique FDM, are nearly com-
pletely waste-free since only the necessity of adding support structures in the build-process
need additional material. In PBF processes, where the components are produced inside the

powder, at least parts of the unused powder can be recycled [70, 130].
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2.1.4 Disadvantages

Besides the advantages explained in Section 2.1.3, AM also has some disadvantages com-

pared to traditional manufacturing techniques.

Production Costs for high Production Volumes

In Section 2.1.3, we have explained that the independence of AM from forming tools leads
to the independence of the production costs from the quantity of a component. Since this
is an advantage for low production volumes, it changes more and more to a disadvantages
with growing production volumes. Using AM, the price per part stays more or less constant.
In contrast, for traditional manufacturing techniques, the price per part is decreasing with
an increasing production quantity, since the impact of the fixed costs for a forming tool is
decreasing. Therefore, using AM becomes more expensive than traditional manufacturing as
soon as the number of pieces to be produced exceeds a threshold which varies depending on

geometry, material and other factors [100].

Design Freedom

As mentioned in Section 2.1.3, the high geometric design freedom is a big advantage of
AM. Nevertheless, the design freedom also leads to challenges. The design freedom is
accompanied by a lack of concrete design rules. Especially for complex parts, it is often
not clear which exact geometries are manufacturable and which are not. Therefore, a high
expertise is necessary for being able to design 3D models which are optimized for AM [100].

2.1.5 Applications

The special characteristics explained in Section 2.1.3 lead to various use cases where AM
parts have advantages over conventionally manufactured components. Additionally, AM
offers the opportunity to be utilized by the innovative business model of AM service providers.
These can use the advantages of AM to offer completely new manufacturing services.

Use Cases

As described in Section 2.1.3, AM offers the advantages that the production costs for a
component are independent from the quantity to be produced and offers the possibility
of producing extremely complex geometries. These advantages result in AM components
being used primarily in industries with high technical demands like aerospace, automotive,
biomedical and energy industry [46].
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Especially the aerospace and automotive industry can highly benefit from the reduction
of weight of the used components. Using lightweight components can e.g. decrease the
operating costs of an airplane. For lighter airplanes, a weight reduction of one kilogram can
lead to fuel savings of 1300 Dollar per year [11].

For the medical industry, AM offers several opportunities. It can e.g. be used to produce
bone models using Computer Tomography (CT) scans of a patient. These can be used
for the optimization of titanium mesh prostheses [33]. In addition, additive manufactured
components can directly be used as implants e.g. for hip rod or stem implants manufactured
as porous structures to support bone ingrowth [92].

Additionally, for many industries, it is attractive to integrate AM for their spare parts
logistics. Often, spare parts for the company’s own machines or sold products must either be
available in the warehouse in sufficient quantities or the appropriate tools must be available
for the production of the spare parts. This leads to unnecessary storage costs. With the help
of AM, spare parts can be produced cheaply in the required quantity at short notice [57].

AM Service Providers

The advantages of AM lead to new business opportunities like AM service provision. Through
the flexibility of AM machines, AM service providers are able to produce a wide variety of
different parts using different materials with a relatively small machine park. Additionally,
the independence from forming tools makes it possible to produce nearly any part while
having relatively low costs. In combination with state-of-the-art Information Technology (IT)
infrastructures and web platform-based online shops, it is possible to offer on demand AM
services and produce and ship customer components within a few days.

Worldwide, more and more AM service providers are entering the market. Since the
beginning of the millennium, the revenues of service providers worldwide increased from
200 millions to nearly 3000 millions of dollars in the year 2017 [23].

2.2 Process Chain of AM Service Providers

For the development of solutions for further automation of the processes in the process
chain of AM service providers, we first have to analyze the process chain and the corre-
sponding sub-processes. Therefore, in this section, an overview of the process chain of AM
service providers is presented. We describe all processes that the 3D model respectively
the corresponding component passes through on its way from data upload to packaging
and dispatch. Of course, the process chain of AM service providers includes further steps

besides those shown in Figure 2.6. However, these have been deliberately removed in our
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graphic, as they are not directly affecting the production of a single component. Since the
AM service provider we used as reference has its focus on PBF machines, we are focusing
on that manufacturing technique, too.

In the context of this thesis, we are working on the further automation of the process
chain of AM service providers using intelligent data analysis methods. Therefore, we are
focusing on the sub-processes which are connected to the information flow of the digital
3D models which represent the central element of the whole process chain. Nevertheless,
for the sake of completeness and for a better understanding of the process chain, we also
include some mechanical process steps like sand-blasting or mechanical post-processing in

our explanation of the process chain.
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Fig. 2.6 The processes of AM service providers which are related to the digital 3D models
[94].
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Today’s AM service providers are offering AM services for all potential customers from
private persons to companies. For the production of a component, the corresponding digital
3D model and meta-information like material, color and quantity are necessary. Therefore,
most AM service providers are using a web platform for the transmission of the data and the
subsequent ordering process. The process chain description in Figure 2.6 therefore begins
with the upload of the customers data and finishes with packaging and dispatch. As shown in

Figure 2.6, the process chain is split into three main blocks.

2.2.1 Individual Pre-processing

The first block of the process chain shown in Figure 2.6 includes several pre-processing steps
which are carried out individually for each 3D model, starting with the data upload of a

customer.

Data Conversion

Subsequent to the data upload, several data analysis steps must be executed for each 3D
model. The first step is the data conversion step. Most digital 3D models are designed using
a CAD modeling software or created by scanning a physical object using a 3D scanner. Since
different CAD software tools and different 3D scanners are using different CAD data types,
a standardized data type is necessary for being able to execute all further steps consistently.
Therefore, all digital 3D models are converted to the STL file type prior to all following
steps. STL files are triangle meshes stored as a list of triangles. For each triangle the three
corresponding vertices and the normal vector are stored [25]. For the data conversion, again
several different CAD processing tools exist. The conversion itself is executed within a few

seconds depending on the complexity of the 3D model.

3D Model Repair

The data conversion step is followed by the 3D model repair. Errors can occur during the
conversion process of the CAD models to the STL file type. Common errors are flipped
normal vectors or the erroneous creation of multiple shells inside the mesh. To guarantee
that all subsequent steps can be performed correctly, these errors have to be fixed. The repair

step is again executed within a few seconds.
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d)

Fig. 2.7 Examples of the wall thickness analysis results of different tools: a) A tool used by
Dick & Dick GmbH [26], b) Materialise Robot triangle-based [83], ¢) Materialise Robot
volume-based [83] and d) a tool used by the Shapeways company [120].

Automated Manufacturability Analysis

The following two steps Manufacturability Analysis and production cost calculation can
be executed in parallel. Using the different AM processes, a wide range of geometries can
be manufactured. Nevertheless, not all geometries are manufacturable. Therefore, all 3D
models have to be analyzed to verify their manufacturability. For that purpose, existing AM
data processing tools offer a wall thickness analysis which is able to analyze if parts of a
3D models geometry are beneath a certain minimum wall thickness threshold. However,
the wall thickness analysis is not used by all AM service providers, since the results of the
various tools can often not achieve satisfactory quality. Figure 2.7 shows the results of the
analysis of an example 3D model using different wall thickness analysis tools. Areas that
are identified as being below the wall thickness threshold are marked in red or yellow. As
can be seen, the tools a) used by Dick & Dick GmbH [26] and b), the triangle-based version
of the Materialise Robot [83], are marking many areas which are incorrectly classified as
being beneath the wall thickness threshold. The tools c), the volume-based version of the
Materialise Robot [83] and d), a tool used by the Shapeways company [120], provide better
quality, but still contain incorrectly classified areas. The tools are able to check this criterion
within a few seconds.

The minimum wall thickness criterion is only one of many so called design rules developed
by different researchers from the AM domain [1, 62, 109]. The other design rules can not be
checked using automated software tools, yet.
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Production Cost Calculation

Since most AM service providers want to offer direct ordering via the web platform without
having the necessity to write a manual offer, an automated production cost calculation
step is performed. The costs for manufacturing a component using AM directly depend
on the 3D models geometry, the chosen material and the quantity of parts to be produced.
Additionally, the costs are affected by pre-processes like the build job preparation step or
post-processes like surface refinement, coating or quality assurance. Since the workload
and the corresponding costs for that steps are influenced by the 3D models geometry, it is a
non-trivial task to calculate the costs for the production of an AM part based on its geometry
and the meta-information. Currently used calculations are manually designed on the basis
of the information of previous production processes and calculate the expected costs for
a component instead of the exact costs. The costs are calculated for all materials an AM
service provider is offering and possible post-processing steps. Similar to the steps before,
the production costs are calculated within a few seconds.

Order Configuration and Triggering

When the analysis steps are finished and the costs for a 3D model using different materials
and post-processing steps are calculated, the customer can configure his component and
trigger the order. When the order is triggered, it is added to a First in First out (FIFO) order
queue which stores all currently unfinished orders. Depending on the time a customer places
his order, it takes different amounts of time for it to be processed. If the order is e.g. triggered
in the evening, it will be processed the next day. Therefore, an order normally stays in the

order queue up to 16 hours.

Manual Manufacturability Analysis

Subsequent to the automated data analyses steps, a manual Manufacturability Analysis 1s
performed. As explained above, if at all, the minimum wall thickness criterion is automatically
checked. For other design rules, currently there are no software tools available which provide
automated manufacturability checks. The AM engineers have to analyze each 3D model
manually using their expertise in order to guarantee that a component can be produced
without production failures. Depending on the complexity of a 3D models geometry, the

analysis can take up to a few minutes.
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2.2.2 Batch Processing

All previous steps are carried out individually for each 3D model. For the following steps
from build job preparation to 3D Component Recognition, the 3D models are processed in

batch processing mode. This means that a group of 3D models corresponding to one build
job is processed simultaneously in the following steps.

Build Job Preparation

/
gvlll LLLLLLY
‘

Fig. 2.8 Example for the digital preparation of a SLS build job.

AM machines can produce multiple components of the same material together in a single
build job. These build jobs are manually prepared by an AM engineer using a build job
preparation software. An example build job of the SLS technology is shown in Figure 2.8.
The different 3D models are nested three dimensionally in the build chamber. For each 3D
model, the AM engineer has to choose the orientation used for production. Additionally, he
can choose the exact position in the build chamber. Alternatively, an automated tool can
be used for the 3D nesting. In addition to the parameters mentioned above, the machine
parameters like layer thickness, laser energy or laser movement speed can be set in the build
job preparation step. The preparation of a single model only takes a few minuets at most.
Nevertheless, the preparation of the whole build job can take more than an hour.
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(a) Powder cake with components (b) Clean components after sand-blasting

Fig. 2.9 Components of a build job before (left) and after sand-blasting (right).

Additive Manufacturing

When a build job is completely prepared, the actual production process can be started. All
processes executed by an AM machine are completely automated. Based on the prepared
build job and the machine parameters, the machine is producing the components as explained
in Section 2.1.2. Depending on the build chamber utilization and the machine used, the
completion of one build job usually takes between 12 and 24 hours. In some cases, it can

take up to 36 hours.

Sand-blasting

As shown in Figure 2.8, multiple components are manufactured simultaneously in one build
job. As already explained in Section 2.1.2, especially using the SLS process, the components
are manufactured without a fixed connection between each other. Therefore, when the
production is finished, the different components are located besides each other in the powder
cake (see Figure 2.9(left)). For preparing the components for the next process steps, they
are cleaned via sand-blasting. For most build jobs, this is done using an automated sand-
blasting station. Only for build jobs which include very filigree parts, the sand-blasting step
is performed manually. The cleaned components after the sand-blasting step can be seen in
Figure 2.9 (right). The duration of this step is again dependent on the utilization of the build
chamber. Usually this step takes about 30 to 60 minutes.

3D Component Recognition

In the 3D Component Recognition step, the digital data flow meets the physical process chain
again. In order to determine the appropriate post-processing step for each component, these
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must be assigned to the corresponding order again. Currently, employees are assigning the
different components to the correct orders through a manually performed visual comparison
of each component and all digital 3D models of the corresponding build job. The duration of
this step is extremely dependent on the build chamber utilization and also the composition of
different components in the build chamber. Especially for the SLS process, often up to 100
different components are produced simultaneously. On the one hand, for build jobs with few
different parts, this step can be done within about 15 minutes. On the other hand, when a
build job includes many different components, it can take more than an hour.

2.2.3 Individual Post-processing

When the components are assigned to the corresponding order, they are processed individually

again.

Mechanical Post-processing

For each component, the post-processing steps which the customer has chosen are performed.
Possible steps are e.g. coating or surface finishing. Depending on the actual process, this

takes between 30 minutes and two hours.

Quality Assurance

After finishing all necessary post-processing steps, the quality of the components is verified.
An employee performs a visual comparison of a chosen subset of the components corre-
sponding to a build job with the corresponding 3D models. The dimensions of important
geometric features of the components are measured. That can e.g. be the inner radius of a
hole or the outer radius of a cylinder. For a whole build job, this process takes about 30 to 60

minutes.

Packaging and Dispatch

The process chain ends with the packing and dispatch step. As soon as all components of
an order have passed the quality assurance, they can be packed and shipped to the customer.
The packaging takes about 30 minutes to an hour per build job. The shipping itself takes

about one or two days.

The time for the different processes is shown in Figure 2.10. The whole process takes
between two and four days for the production of a polymer component using SLS. Depending

on special configurations for a component it can sometimes take more time.
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Fig. 2.10 The time necessary for the different sub-processes.

Within this thesis, we want to elaborate whether and to what extent flexible methods
of the ML domain are able to contribute to further optimization and automation of the
complex process chain. Since it is not possible to consider the entire process chain within the
context of this thesis, we have decided to consider two sub-processes of the process chain.
Based on our analysis of the individual process steps and consultations with the AM service
provider, we have decided to proceed with the sub-processes Manufacturability Analysis and
3D Component Recognition. The former is a completely virtual analysis task, the latter is
characterized by the interconnection of the digital and physical process chain. Therefore,
the two steps have different requirements and demand different solution concepts. In the
following Chapter 3, we will explain the current state and the associated challenges of the
two process steps in more detail.






Chapter 3

Problem Description

In the following chapters of this thesis, we deal with the two process steps Manufacturability
Analysis and 3D Component Recognition. Based on the previous descriptions, we will discuss
the two processes in more detail. We analyze the current status of the two process steps and
the influence on the entire process chain. Our goal is to analyze what optimization potential
the two process steps offer and what requirements are necessary for optimization through
automation. We will use this information in the further course of this thesis to evaluate the
related work described in Chapter 5 and to develop the solutions described in Chapter 6 and
7.

3.1 Manufacturability Analysis

To understand why the Manufacturability Analysis in the domain of AM is a very complex
problem that differs from the Manufacturability Analysis for other manufacturing technolo-
gies, we first describe the causes for limitations of manufacturability for AM and how the
limitations are currently defined. Subsequently, we explain the current status and develop

requirements for possible automation solutions.

3.1.1 Definition of Manufacturability

In order to engage in Manufacturability Analysis, we must first understand what causes
constraints in AM and how the constraints can be described. As explained in Chapter 2, we
are dealing with the group of PBF processes. The manufacturability constraints depend on
the process and especially on the material used for the production. In the context of our work,
we will focus on the SLS process which is used for the production of polymer components
and the SLM process used for metal components.
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Causes for Manufacturability Constraints

Manufacturability constraints have a wide variety of reasons which range from simple
dimensional constraints defined e.g. by the size of the build chamber of an AM machine to
constraints resulting from the complex thermal behavior of the production materials which
are used. In this section, we will give an overview of basic types of constraints which are
relevant for the SLS and SLM processes.

The first group of relatively simple constraints is caused directly by the structure of
the AM machines described in Section 2.1.2. The constraint for the maximum size of a
component is the simplest constraint. Since the machines are producing the components
inside a build chamber, the dimensions of a component can not exceed the dimensions of
this build chamber. Another constraint results from the usage of the laser for the selective
melting or sintering of the powder. Since the laser has a defined diameter, it is not possible to
produce filigree structures or walls which are smaller than the diameter of the laser spot. For
the production of a stable component, even twice the size of the laser diameter is necessary.
Both of these constraints are relevant for the SLS and SLM process.

The constraints of the first group can easily be described as a function of the dimensions
of the build chamber respectively the diameter of the laser spot. However, other more
complex constraints exist. When producing bores or other cavities like cooling channels,
for example, it should be noted that the powder must be removed from these cavities after
production. Depending on the geometry of the cavities, it may not be possible to remove
the powder completely. This can lead to bores or cooling channels that do not provide the
desired function. If cooling channels are blocked by powder, the required functionality is not
given.

Additionally, especially in the SLM process, the cyclical process of local heating of the
powder using the laser and subsequent cool down creates a complex thermal process. If the
cross section of a component is varying significantly between adjacent layers thermal distor-
tions can occur during this cyclical process. The unequal cross sections of the components in
the individual layers result in an inhomogeneous cooling behavior during the cooling process
that follows after melting. This can cause the upper layers of a component to bend while
cooling down or even cause thermal cracks[90].

As can be seen, there are many different reasons for manufacturability constraints. Some
of them are easy to describe, others are very complex and therefore not easy to define. Since
it is essential to know the limitations of manufacturability in order to take advantage of the
benefits of AM, several researchers have been working on mathematical definitions of the
limitations in recent years. In the following section, we will give an overview about existing

definitions.
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Design Rules

In the last decade, several researchers have focused on the definition of design rules for AM
[1, 2,32, 62, 3, 80]. The rules serve mainly as guidelines for component designers. With
the help of the guidelines, component designers are able to design new components directly
AM-compatible. For being able to describe the constraints, basic geometries such as cuboids
or cylinders are used, which can be defined by their geometric parameters. The different
constraints from simple to highly complex are subsequently described based on the basic
geometries or combinations of the individual geometries. For the definition of the design
rules, the researchers have designed and produced test specimens of the basic geometries.
Based on the results of the physical production of these specimens, thresholds can be defined
for the geometric parameters describing the geometries, which determine whether they are
manufacturable or not. An example of the test specimens can be seen in Figure 3.1. To
illustrate the structure of the rules, we will show some example design rules corresponding
to the previously described causes for constraints like minimum wall thickness or description

of feasible and non-feasible bore geometries.

Fig. 3.1 Example of a test specimen. The different geometries like cuboids or cylinders are
produced using different geometric parameters [37].

Figure 3.2 shows an example design rule for the minimum wall thickness criterion. As
can be seen of the left hand side of the figure, this rule belongs to the basic element type of
walls and defines the thickness criterion. As explained above, the minimum wall thickness
that can be produced, depends on the diameter of the laser spot of an AM machine. For the

creation of this design rule, Adam et al. [2] have not used the exact diameter of the laser spot
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Fig. 3.2 An example design rule for the minimum wall thickness [2].

of a specific AM machine but standard values specifically for the groups of SLS, SLM or
FDM machines.

Bores’ lengths should be short enough to
enable a robust removal of powder materials
from its insides.

Laser sintering:
BC_1.1:1<10 "
BC_2.1:1<10 "
BC_2.2:1<10 *r;
BC 2.3:1<8*r;

Laser melting:
<400 *r
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Fig. 3.3 An example design rule for the manufacturability of bores [3].

Figure 3.3 is showing a design rule for the manufacturability of bores. For the SLS
process, it is necessary to maintain a certain ratio between the length / and the inner radius
r; of the bore. If the length is too large in comparison to the radius, the powder can not
be removed from the bore. The variables BC x.x describe different test sets used for the
calculation of the ratio between length and radius [3].

Figure 3.4 shows two examples for design rules which describe the issue of thermal
deformation. In both of the cases shown here, thermal deformations can occur in the SLM
process. In the first case which is related to a transition of two basic elements, the cross
section of the upper part A3 must be smaller than or equal to the addition of the cross sections

of the two lower elements A; and A, to ensure a faultless production. This means that
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Extract from the design rules catalog.

Group Typ Attribute Description Design for manufacturing LS LM FDM

Regular Unsuitable Suitable

Special
Element Firmly bonded Edge Element transitions’ thicknesses should A, > A +A, A, <A+A, X
transitions elements be chosen so that the cross sectional

areas in the building plane remain of the A,

same size or become smaller.

) i

Aggregated Overhang Length Overhangs’ lengths should be short Oh |nh X X
structures enough to ensure a robust

manufacturability given by part layers

that do not bent out of the building

plane (LM) or filaments that do not “fall Z

off” their nominal positions (FDM). 4

LM: lop < 2.0mm
FDM: lpp < 1.8 mm

Fig. 3.4 Two example design rules which describe the problem of thermal deformation for
the SLM process and the problem of material "falling off" for the FDM process (adapted
from [1]).

the aspect ratio of the cross-sections should not increase. The second design rule defines
constraints for horizontal overhangs for the SLM and FDM process. The constraint is defined
via a fixed threshold value /,, < 2.0 mm for the SLM process. This value is selected to be
valid for the currently common SLLM machines.

Depending on the exact AM technology, the various authors [1, 2, 32, 62, 3] have defined
around 50 design rules, all of which are similar in structure to the examples already described
above. The rules describe restrictions that either influence the quality of a component or even
lead to production errors. If a component is designed to satisfy all design rules, it should be
possible to produce it without errors.

3.1.2 Current State and emerging issues

As explained in Section 2.2, AM service providers need to verify the manufacturability of the
components which their customers are uploading. This means that already existing 3D models
have to be verified regarding their manufacturability with a certain AM method. The arising
problem is that the design rules are not designed to evaluate existing 3D models but to serve as
a guideline for the design of new components. As shown in Figure 2.6, the Manufacturability
Analysis step is split into an automated and a manual analysis step. Currently, if at all,
the automated tools which are on the market are offering a Manufacturability Analysis
functionality which is able to check the minimum wall thickness criterion. All other criteria
that may constrain the manufacturability of a certain 3D model, have to be checked by an
AM engineer in the manual Manufacturability Analysis step. This leads to negative effects

regarding production time and costs.
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The whole work flow of the process chain of AM service providers in its current state
can therefore be strongly influenced by the manual Manufacturability Analysis. The overall
process time is heavily affected if a problem in a 3D models geometry is detected in the
manual analysis step which was not detected in the automatic analysis step. The problem
here is not the actual time for the manual analysis but the resulting delays. As can be seen in
Figure 2.10, before an order and the corresponding 3D models are analyzed manually, they
are waiting in a queue for being analyzed. If an issue regarding the manufacturability of a 3D
model is detected, a manual consultation with the customer must be made and the customer
may have to revise the component and re-upload it again. That often leads to an additional
delay of one or more days. If the manufacturability issue would have been detected directly in
the automated Manufacturability Analysis, the customer could have saved the time his order
was waiting in the order queue. Therefore, a comprehensive automated Manufacturability
Analysis solution would prevent unnecessary waiting in the order queue and thereby reduce
the overall average process time. This would enable AM service providers to guarantee
shorter process times from the upload of a 3D model by a customer to the delivery of the

finished component.

3.1.3 Solution Requirements

As explained above, the automated Manufacturability Analysis in its current state has various
problems. In the context of our work, we want to design a solution concept that extends or
replaces the currently only partially functioning solutions. For being able to design a suitable
solution, we first create a set of requirements based on the experience we made with the
existing solutions and the findings generated with the analysis of the process chain. In order
to be able to refer to the requirements in the further course of this thesis, we define them
as Ri_pq. The index ma is marking that the requirement is related to the Manufacturability
Analysis. For the process step of 3D Component Recognition, we will define separated
requirements marked with the index cr.

In Section 3.1.1 we have explained, that several different causes for manufacturability
constraints exist but the current solutions can only evaluate parts of them. Therefore, we need
a solution which is able to evaluate 3D models with regard to all types of constraints. Since
the manufacturability constraints often change with the development of new AM machines,
a solution has to be adaptable to new constraints. The first requirement for our solution is

therefore defined as Ry _,,, = adaptability.
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R;_ma = adaptability

Solutions must be designed to be adaptable. In addition to the variety of different
manufacturability criteria currently existing, emerging criteria should also be easily

integrable.

Besides that, a solution has to be able to evaluate the manufacturability criteria with a

high R, _,,,, = accuracy.

R;_ma = accuracy

The evaluation of 3D models in terms of their manufacturability must be performed

with a high accuracy.

To achieve this, a suitable data representation must be used for the solution. The third

criterion is therefore defined as R3_,,, = suitable data representation.

R3_ma = suitable data representation

In order to evaluate the 3D models with respect to the different manufacturability
criteria, a data representation is required that contains all the necessary information

with an appropriate level of detail.

Besides these criteria, which concern the pure detection of constraints, there are further
criteria concerning the usability for the customers. A purely binary feedback whether a
3D model is manufacturable or not is only of limited help for the customers. If possible,
customers need information on how they can adapt the geometry of their 3D model to make it
manufacturable. The solution approach must therefore be able to generate feedback regarding
critical geometries. Since it is necessary to mark these critical geometries within the 3D
models, visual feedback is the most useful feedback option in our opinion. Therefore, the
fourth requirement is defined as R4_,,, = visual feedback. This should provide as much

information as possible.

R4_ma = visual feedback

Using visual feedback, critical part geometries are to be marked in a 3D model to

provide customers with the necessary information to revise the 3D model.

Another important aspect of the ordering process of AM service providers is that it should

be as simple and fast as possible. The analysis should therefore not last longer than the
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Table 3.1 Ranking of the currently used industrial tools regarding the five metrics adaptability,
accuracy, suitable data representation, feedback and computation time.

lema R27ma R37ma R47ma R57ma
Method/Metric  Adaptability Accuracy Suitable Visual  Computation
Data Representation Feedback Time
Industrial Tools - 0 0 + 0

manual configuration steps the customer has to perform for a component. The configuration
takes a few minutes at most. Therefore, the analysis should also be completed within this

time frame. The last requirements is therefore defined as Rs_,,, = computation time.

Rs5_ma = computation time

The solution’s computation time must not cause a delay in the customer’s ordering

process.

In the following, we want to rate the current industrial tools with regard to the defined
metrics. Based on that ranking, we are able to identify strengths and weaknesses of the
current solution. This information can be used for the development of our own solution. The
ranking regarding the explained metrics for the current industrial tools which provide a wall
thickness analysis is shown in Table 3.1. As explained in Section 2.2, several different tools
exist for this purpose. Since the tools used by Dick & Dick GmbH [26] and the triangle-based
version of the Materialise Robot are not providing a suitable quality, these are discarded. In
Table 3.1, we summarize the volume-based version of the Materialise Robot [83] and the
tool used by the Shapeways company [120] as industrial tools, since they offer a comparable
performance. We will rate the performance with regard to the five requirements which we
defined.

The major issue of the current tools is that they are not adaptable to further manufactura-
bility constraints. They are only designed to verify the minimum wall thickness criterion.
Therefore, we rate the performance regarding the requirement R|_,,, = adaptability as
insufficient.

The tools are able to detect geometries with wall thicknesses under a certain threshold
with moderate accuracy. The analyses of the tool currently used at the AM service provider
have shown that the evaluations of the 3D models are rotation-variant. This means that if a
3D model is processed in different orientations, it may be evaluated differently. Therefore,
we rate the performance of the industrial tools regarding the requirement Ry _,,,, = accuracy

as fair.
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The tools check the wall thickness directly based on the triangle information. Depending
on the resolution of the triangles, this can lead to the check becoming very inaccurate if
the resolution is too coarse or taking a long computation time if the resolution is very high.
Therefore, the current data representation is not optimal and the performance of the solutions
regarding the requirement R3_,,,, = suitable data representation is rated as fair, too.

The quality of the feedback also depends on the resolution of the 3D model which is
evaluated. If the resolution is good, also the visual feedback is good. Nevertheless, when the
resolution is too coarse, the quality of the visual feedback is decreasing. Therefore, we rate
the performance regarding the requirement R4_,,, = visual feedback as good.

The computation time for most 3D models is in the range of a few seconds, for more
complex 3D models which have a very high number of triangles, the analysis time can be
significantly longer. The performance regarding the metric Rs_,,, = computation time is
therefore also rated as fair.

The current state of the Manufacturability Analysis process clearly offers potentials for
optimization. Overall, especially due to the lack of adaptability, the current solutions do not
offer sufficient quality. This is also indicated by the fact that many AM service providers
currently refrain from using the existing tools. Therefore, our goal is to develop an own
solution that is optimized with respect to the described requirements.

In Chapter 4, we will explain approaches from the field of ML which offer the potential
for being used for designing an own solution for the issue of Manufacturability Analysis. In
the following Chapter 5, we give an overview of innovative approaches to Manufacturability
Analysis in other sectors of the manufacturing industry. Based on the information of these two
chapters and the developed requirements shown above, we have designed our own solution
architecture adapted to the problem of Manufacturability Analysis in the AM domain which
we will describe in Chapter 6.

3.2 3D Component Recognition

As described in Section 2.2, it is necessary to recognize the produced components and assign
them to the corresponding order because they are manufactured in batches which include
multiple different components. Particularly for the SLS process, a build job can easily include
up to 100 different components. This process step 3D Component Recognition is currently
performed completely manually. Since it is a time and therefore also cost consuming process
step, this step offers great potential for optimization. In this section, we therefore address the
issues created by the current practice of manual sorting, discuss whether the step could be

optimized and define the requirements for possible optimization solutions.
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(a) Clean components produced via SLS after sand- ) Sub-set of 3D models corresponding to the com-

blasting. ponents of a build job.

Fig. 3.5 Components of an SLS build job after sand-blasting (left) and a sub-set of the
corresponding 3D models.

3.2.1 Current State and emerging issues

As described in Section 2.2, the 3D Component Recognition step has to be performed
subsequent to the sand-blasting step. Since the sand-blasting is executed simultaneously for
all components of one build job, the whole set of components corresponding to the build job
is located together in a container after sand-blasting. Depending on the AM machine, each
build job can contain up to several hundreds of components.

The 3D Component Recognition is currently executed using manual visual comparison of
the components (Figure 3.5 (left)) and the set of 3D models belonging to the corresponding
build job (Figure 3.5 (right)). Each produced component must be compared manually with
all 3D models belonging to the build job (See Figure 3.6). This is a cuambersome process
which is time and therefore also cost consuming and error-prone.

As can be seen in Figure 2.10, the step takes between roundabout 15 and 90 minutes
per build job, depending on the amount of different components and the overall mount of
components produced within a build job. A major difficulty of this manual process is that
employees can not adjust to a consistent process due to the daily variations of the process.
The daily changing workload leads to a work flow which is difficult to plan exactly e.g.
with regard to the amount of employees which will be needed to complete the task of 3D
Component Recognition on a given day. This may affect the duration of the entire process
chain. Therefore, depending on the utilization of the AM machines, the duration of the whole
AM process chain can fluctuate. It may happen that the recognition can not be completed for

all produced components and thus the delivery of customer orders may be delayed by a day.
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Fig. 3.6 Visual matching of a component and the 3D models corresponding to the build job.

Especially in consideration of the steadily increasing production volumes, the current
approach is not practicable on a long-term basis. Therefore, an alternative solution is needed
to replace the current manual approach with an automated solution. In the following section,

we describe the requirements for possible alternative solutions.

3.2.2 Solution Requirements

In the long term, manual assignment of components will no longer be feasible. Therefore,
we need an automated solution which ensures a consistent and plannable process. To ensure
that all components of a daily production can be assigned to the correct customer order, a
number of requirements arise for possible solutions. Similar to the requirements for the
Manufacturable Analysis, we are defining the set of requirements R;_., in this section. The
index cr is indicating that the requirements are related to the 3D Component Recognition
process.

The most important requirement is that all components which have been produced, can
be assigned to their respective order in a fully automated manner, if possible. This must be
achieved regardless of possible changes in the production environment due to, for example,
contamination or abrasion. Thus, the most important requirements are to achieve a high

recognition rate (R;_., = recognition rate) and a robust system Ry ., = robustness.
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R;_¢r = recognition rate

For a fully automated recognition of the components, a recognition rate of 100% is

necessary, if this is possible.

R,_ . = robustness

The recognition rate should not be affected by external influences such as contamina-

tion of the sensors used for the recognition.

The next requirement is the need for adaptability of a possible solution (R3_. =
adaptability). As already described in Section 2.1.5, the composition of components to be
produced is varying each day. Often completely unknown components are manufactured
which have never been manufactured before. Therefore, a potential solution must be able
to adapt to the daily changing production in a fully automated manner. A daily manual

adjustment of the solution for the recognition of the varying components is not feasible.

R3_.+ = adaptability

The solution must self-adjust daily for the recognition of the daily varying components

to enable an optimal recognition rate.
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Fig. 3.7 The part of the process chain of the AM service providers which is influencing the
requirements for possible solutions for automated 3D Component Recognition.

In addition to these requirements, time constraints have to be considered. As fast
production and delivery of the components is one of the key features of AM service providers,
it must be guaranteed that the entire process chain can be run through without unnecessary
delays. Regarding the process step of 3D Component Recognition, this means that each

component has to be assigned to the respective order and subsequently processed further
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on the same day on which it is produced. The time constraints are defined by the overall
process chain of AM service providers. We analyzed the process chain of the AM service
provider, which we used as reference. Therefore, all time specifications mentioned here, refer
to the process chain of that service provider. The process chain of other service providers
can differ slightly but in principle includes the same steps. In Figure 3.7, we investigate
the parts of the process chain that have an impact on the time constraint. The excerpt from
the process chain shows the standard procedure from build job preparation to packaging
and subsequent dispatch. The build job preparation is usually completed against 2 pm at an
arbitrary day k. At this stage, it is determined which components are produced and therefore
have to be recognized subsequent to the production at day k+ 1. A standard build job is
tailored to complete production early in the morning at day K+ 1. At 11 am the sand-blasting
step is usually completed and the components are prepared for the recognition step. To
determine how much time is available for the 3D Component Recognition, the remaining
steps of the process chain must be considered. The process chain ends with the shipping
of the components. This takes place at about 5 pm at day K+ 1. Most of the mechanical
post-processing steps, quality assurance and packaging take between two and four hours in
total. The recognition of the components must therefore be completed by about 1 pm at day
k+ 1 to ensure that all further steps up to shipping can be performed in time. This implies
that a period of 2.5 to 4 hours is available for the recognition of the components. This leads

to the requirement R4_., = process time which must be suitable for the defined time periods.

Ry4_r = process time

The solution must be able to recognize all produced components without causing

delays in the overall process chain of AM service providers.

In this period, however, not only the components of a single build job but all components
produced on that day must be recognized. Depending on the size of the machine park, this
can be several thousand components. A possible solution must therefore be scalable so that it

can be adapted to the amount of components produced (Rs5_., = scalability).

Rs5_ ¢+ = scalability

The solution must be scalable to increasing production volumes.

Currently, high labor costs are also incurred due to the manual execution of the 3D
Component Recognition step. Therefore, another goal of the automation is to reduce the costs
of this process step and thus the costs for the production of a component (Rg_., = process

COSLS).
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Table 3.2 Ranking of the manual process regarding the six metrics recognition rate, robustness,
process time, process costs, scalability and adaptability.

Ri—¢r Ry ¢ R3¢ Ry—cr Rs ¢ Re_cr
Method/Metric  Recognition Robustness Adaptability Process Scalability Process

Rate Time Costs
Manual process ++ ++ + - — —

Rg_cr = process costs

The solution should be designed to be as cost effective as possible to reduce the cost

of the 3D Component Recognition compared to the manual approach.

In Table 3.2, we evaluated the current manual approach with respect to the six criteria
R\ _r = recognition rate, Ry_., = robustness, R3_., = adaptability, Ry_. = process time,
R5_., = scalability and Re_. = process costs which we described above. The current
approach fulfills its purpose of a robust recognition of the produced components with a very
high accuracy. Only individual errors can lead to incorrect assignments. Therefore, we rate
the Ry _., = recognition rate and the R, ., = robustness as excellent. The adaptability is
given, too, since the employees are in principle able to recognize and assign the daily different
components. However, the varying components make the work step significantly more
demanding, as a high level of concentration is required. We therefore rate the performance
regarding the requirement R3_., = adaptability as good.

The main problems, however, are the high process time required and the associated labor
costs. The manual recognition of large amounts of manufactured components is extremely
time consuming and therefore also expensive. The performance of the manual process with
regard to the requirements Ry_., = process time and Rg_., = process costs is therefore
rated as insufficient. In addition, the manual approach can only be scaled by increasing the
amount of employees. Therefore, the requirement Rs_., = scalability is rated as inadequate.

Based on our analysis, we see a high potential especially for time and cost savings in
the process step of 3D Component Recognition by developing an automated solution which
fulfills the requirements described in this section. Especially assuming that the overall
production volumes of AM service providers will continue growing as they did the last years
[145], the impact of an automation will grow with the rising volumes.

Since the digital data process chain and the physical process chain meet again in this
process step, the step offers the possibility to use the digital information to optimize the
physical process. Modern data processing methods offer the possibility to link the physical
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and the digital process for the assignment of physical components to their digital twins. In
Chapter 4, we will explain approaches from the field of ML respectively DL which can
potentially be utilized for the creation of an automated solution for the 3D Component
Recognition. Subsequently, in Chapter 5, we give an overview of existing solutions in the
AM domain and solutions for similar problems in related domains. In Chapter 7, we will
describe our own solution for an automated 3D Component Recognition which is based on

the information described in the Chapters 4 and 5.
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Chapter 4

Foundations of Machine Learning and
Computer Vision

For the development of solutions for an optimization of the two sub-processes Manufactura-
bility Analysis and 3D Component Recognition, methods from the field of ML respectively
DL play a decisive role. In Chapter 3, we have identified that for both tasks, the ability to
adapt is of major importance for possible solutions. This adaptability is one of the greatest
strengths of ML and DL methods. Based on data corresponding to a problem, ML and DL
approaches are able to solve many problems, i.e. to adapt to them. However, depending
on the actual task, domain, data availability and other influences, this adaptation process is
not always a process easy to realize. Within the scope of this chapter, we therefore describe
different methods that are essential for being able to develop ML resp. DL solutions that are
optimally adapted to a task and the given circumstances.

In this chapter, we will therefore provide an overview about the underlying methods.
Since this thesis is very interdisciplinary in nature, we first give a brief overview of basic
ML methods and concepts in Section 4.1. These explanations enable readers with little or no
prior knowledge regarding ML to get a better understanding of the rest of this chapter and
the thesis.

In the Sections 4.1.5, 4.1.6 and 4.1.7, we explain different methods which can be used for
tasks where no or only few data is available for solving the tasks. This is the case for the two
sub-processes Manufacturability Analysis and 3D Component Recognition we are dealing
with.

Subsequently, in Section 4.2 the domain of DL will be introduced. Again, we provide a
brief overview of the underlying methods for readers which are unfamiliar with the domain of
DL. For the development of solutions for the Manufacturability Analysis and 3D Component

Recognition we need algorithms which are able to process 3D data. Therefore, in Section
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4.2.2, we explain the basic approach of CNNs, which are Deep Neural Networks (DNN5s)
developed for processing grid-structured data, that means for example images or 3D data
represented as grid structure. On the basis of the methods of transfer learning for ML
described in Section 4.1.5, we describe the corresponding methods for DL in Section 4.2.3.
These are essential for the development of our solution for the 3D Component Recognition.

In Section 4.3, we introduce the field of XAI. As already stated in Section 3.1.3, a
solution for the sub-process Manufacturability Analysis has to be able to generate feedback,
which explains the decisions of the solution. Therefore, in the Sections 4.3.1 and 4.3.2, we
first give an overview of basic methods for XAI. These again serve for better understanding
for readers who are not familiar with this domain. Subsequently, in Section 4.3.3, we describe
the concrete methods for XAl for DL which we are going to use for our solution.

The last section of this chapter deals with the field of CV. Both sub-processes, the
Manufacturability Analysis and the 3D Component Recognition, can be assigned to this
domain. Therefore, we give an overview of traditional methods for the treatment of issues
corresponding to the CV domain and subsequently DL-based methods specialized for solving
tasks from the CV domain. These are based on the methods described in Section 4.2.2 and
form the central element of our solution.

The field of ML is an interdisciplinary domain with influences from many different
research areas. Therefore, it is not the aim of this chapter to provide a complete and detailed
explanation of all areas belonging to the field of ML but to explain the methods which are
relevant for the following chapters of this thesis.

4.1 Machine Learning

For being able to understand the concept of the different ML and DL methods, we first need
to clarify what ML actually means and how ML algorithms are fundamentally structured. The
first four subsections of this section are mainly intended for readers with limited experience
concerning the field of ML. We give a brief overview about the main learning techniques,
supervised, unsupervised, semi-supervised and reinforcement learning and subsequently
explain general ML methods.

Based on the fundamentals described in the Sections 4.1.1 to 4.1.4, we describe concrete
methods that enable ML and DL solutions to be used even if no or little data is available to
solve a certain problem statement in the Sections 4.1.5 to 4.1.7. Especially when working on
the problem of 3D Component Recognition, we were faced with the challenge that initially
no corresponding data was available to train a solution system. With the help of the methods
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described in the Sections 4.1.5 to 4.1.7, we are nevertheless able to develop and apply a

data-driven solution to address the issue of 3D Component Recognition.

4.1.1 What is Machine Learning?

ML is the generic term for the field of research that deals with learning algorithms. In 1959,
Arthur Samuel described it as the "field of study that gives computers the ability to learn
without being explicitly programmed" [91]. But what does learning mean in this case?
According to Mitchell, learning is defined as follows: “A computer program is said to learn
from experience E with respect to some class of tasks 7" and performance measure P, if its
performance at tasks in 7', as measured by P, improves with experience E" [86].

This means that ML systems are able to learn how to solve a task or at least approach the
solution based on experience. The necessary experience is usually available in the form of
training data. The solution for a problem is learned exclusively by processing corresponding
data and is not explicitly programmed. This approach offers the possibility to train computer
programs to be able to solve a problem for which no static solution algorithm exist based on
corresponding data [135].

Instead of programming an algorithm which directly solves a given task 7', only the
way the ML model is processing the training data has to be defined for enabling it to learn.
Using this learning-based approach, a wide range of different problem types can be solved:
Classification or regression tasks, transcription or machine translation, anomaly detection
or imputation of missing values. Depending on the task 7', a performance measure P is
defined. This can e.g. be the accuracy or error rate in case of a classification task. As already
mentioned, the experience E is generated through the processing of data sets [39].

Nowadays, there are a lot of problems for which the effort for manual programming of a
solution is so complex that programming is no longer reasonable. Some problems, due to
their complexity, cannot even be captured by manually defined solutions at all. However, for
many of these problems, ML models can be used to solve them. In the course of this chapter,

we give an overview of the different types of approaches existing in the ML domain.

4.1.2 Types of Machine Learning

An important characteristic to distinguish different ML types is the way they learn. There
are four large groups of learning methods: supervised, unsupervised, semi-supervised and
reinforcement learning. The groups differ in the type of data which is used for their training.
We will give a brief overview about the different types and subsequently go into more detail

for the group of supervised learning techniques.
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Supervised Learning

Supervised learning algorithms use data sets which consist of instances of input data vectors
x and a corresponding label as value or vector y. It is often used for e.g. classification or
regression tasks if a sufficient amount of labeled data is available.

For the training of an ML model for the classification of emails into the categories spam
or no spam, a set of emails and the corresponding label spam or no spam would be used for
supervised learning. In this case, the emails would be the corresponding input data x and y
the respective label spam or no spam. The supervised model is learning to predict y based on
the input data x by estimating the conditional probability p(y|x) [39].

For a better understanding of the supervised learning procedure, we will briefly explain
it on the example of linear regression. The linear regression algorithm is a simple method
for solving a regression problem. The goal is to learn a linear function which calculates an

output y € R based on an input vector x € R". The linear function is defined as

P=wlx 4.1)

where w € R” is the vector of parameters called weights. These parameters can be

trained using the training data. The goal of the training process is to adapt the parameters for

minimizing a chosen error metric like the Mean Squared Error (MSE) on a chosen test set.
The MSE is defined in Equation 4.2

1
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The marker (zest) indicates that a test data set which is disjunct from the training data is
used. The test set contains m elements. The MSE thus describes the mean squared deviation
of the calculated output values § from the correct values y [39].
In the training process itself, not the MSE;, but the MSE;,,i, based on the training data
is minimized. If done correctly, also the MSE;,,; is minimized that way. MSE;,4, can be
minimized in the training process by solving Equation 4.3.

1 . ,
VWMSEtrain — VW;Z Z(y(tram) _ y(fraln))z — O (43)

1

1
In other words, the weights w for which the gradient of the MSE},,;, is zero are searched
for. This point is equivalent to the low point of the MSE function. This optimization of
parameters in relation to a chosen metric is not only used for logistic regression but in general

in the field of supervised learning.
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Unsupervised Learning

In contrast to supervised learning, ML models trained using unsupervised learning only
receive data vectors X without the corresponding labels y as training information. Instead
of learning to predict an output label y, unsupervised learning systems are often used to
find patterns in the underlying data set. Their capability can be used to create additional
information about the data which is processed which can be used to get a better understanding

of the data set. Classical tasks are clustering or dimensionality reduction [31].

Semi-supervised Learning

As the name suggests, semi-supervised learning models use both labeled and unlabeled data.
In many domains, not enough data is available to perform a purely supervised training of
an ML model for a certain task. Collecting or generating additional labeled data is usually
expensive and time consuming. In such cases, semi-supervised learning is a good option.
With the help of large amounts of unlabeled data, an unsupervised training can first be carried
out, whereby the ML model can generate information that enables it to learn to solve a

problem with a much smaller amount of labeled data in the second step [153].

Reinforcement Learning

In reinforcement learning, a system interacts with its environment. Thereby, it learns which
actions a have to be performed to get a reward r. The procedure is based on the trial-and-error
principle. In the learning process, the system is trying different actions a respectively series
of actions ay, a; .. a, and learns which series of actions leads to the best series of rewards
r1, 2, .. I'y. Since early actions a; can also influence later rewards r;, the system does not
receive direct feedback regarding long-term effects but delayed feedback. A classic example
problem for a reinforcement learning system consists in learning how to play chess [129, 31].

For the development of solutions for the two sub-processes Manufacturability Analysis
and 3D Component Recognition, labeled data for training supervised learning solutions is
available or can be generated with the methods we explain in the Sections 4.1.5 to 4.1.7.
Therefore, among the ML types described above, only the technique of supervised learning
is relevant for the further work in the context of this thesis. In the next section, we will briefly
explain the general structure of ML algorithms and subsequently provide an overview of

different ML algorithms that can be used for supervised learning in Section 4.1.4.
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4.1.3 Structure of ML Algorithms

Almost all ML algorithms consist of the building blocks of a data set, an ML model, a cost
function and an optimization algorithm. In the case of supervised learning the data set
consists of a set of input data instances X and the corresponding labels y. The ML model can
be e.g. the linear regression model which we already described in Section 4.1.2 or any other
ML or DL model. The cost function is used to describe the performance of the ML model
and can be optimized using the optimization algorithms. These four building blocks have to

be chosen with respect to a given problem [39].

4.1.4 Algorithms

In this section, we will give a brief overview about different ML algorithms including their
basic working principle and applications for which the algorithms are used. The purpose
of this section is to provide an overview of possible basic solutions for problems that are
supposed to be solved by supervised learning methods. Since there is a large number of

different algorithms, we will only deal with the most common approaches.

Logistic Regression

The Logistic regression is a popular algorithm for solving multivariable problems where an
outcome D depends on a set of k independent input variables X; with i € 1,..,k [59]. Even
if the name suggests the opposite, logistic regression is mostly used for classification tasks

[39]. The logistic function is defined as

1
f@) =1~

where z is defined by a combination of the input variables. As can be seen in Equation 4.5,

4.4)

the influence of the different variables can be weighted via the parameters f3; and additionally
a bias a is added. These parameters and thus the influence of the corresponding input

variables can be learned in the training process [59].

2= 0+ Bi X1+ BoXo+ ... + BiXk 4.5)

In contrast to linear regression, for logistic regression, there is no closed-form solution for
calculating the optimal values for the parameters. Therefore, for optimizing the parameters,
the log-likelihood has to be maximized by minimizing the negative log-likelihood using the
gradient descent approach. The gradient descent approach is an iterative approach for finding

a local minimum in a function by an iterative movement downhill towards the minimum
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using a small fixed step size. Gradient descent, respectively the stochastic gradient descent
approach which is based on it, forms the basis for almost all learning procedures in the

domain of supervised learning [39].

t f(z)
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Fig. 4.1 The logistic function.

The resulting function is shown in Figure 4.1. A big advantage is, that the output of the
logistic function ranges from O to 1 what makes it perfectly suited for describing a probability.
Additionally, the S-shape of the function is well suited for describing several problems like
epidemiological forecasts since the function saturates towards c and —co while being most

sensitive to changes in the value range around zero [59].

k-nearest neighbors

Another popular algorithm is the k-nearest neighbors algorithm. In contrast to the linear
and logistic regression described earlier in this chapter, the k-nearest neighbors algorithm is
non-parametric and can be used both for classification and regression tasks. The output value
y for an input vector x is calculated by finding the k-nearest neighbors of x and averaging the

value for a regression task or using a one-hot encoding for a classification task [39].

Support Vector Machines

Support Vector Machines (SVMs) belong to the group of kernel machines. They are using
the so called kernel trick to transform a non-linear problem into a higher dimensional space

where the problem can be solved using a linear model. This linear model can then be
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optimized again using convex optimization what is easier than trying to solve the non-linear
problem in its original space.

Using this procedure e.g. for a binary classification task, the two classes can be separated
by a hyper-plane in a high-dimensional space. This hyper-plane is calculated using the SVM
approach. Figure 4.2 shows a 2D example for a classification using an SVM. The instances
of the two classes are marked using dots and plus signs [5].
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Fig. 4.2 2D example for a SVM (According to [5]).

The general concept is to calculate not only a hyper-plane which just separates the points
of the two classes but a hyper-plane for which each point has a certain margin to the plane. For
the determination of the hyper-plane, only the so-called support vectors are used. In Figure
4.2, these are the instances marked with a circle which lie on or within the margin. Since the
complexity of the determination of the hyper-plane does not depend on the dimensions of
the high-dimensional space but on the number of points considered for the calculation of the
hyper-plane, the problem can be significantly simplified by using the support vectors [5].
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Decision Trees and Random Forests

Another approach for supervised classification are decision trees which learn to classify data
instances by a recursive partition of the input space [106]. An example of a decision tree is
shown in Figure 4.3 [39]. The decision tree consists of a root node, several internal nodes
and leave nodes which are connected by edges from top to bottom. Each node divides the
input space into sub-spaces with regard to some input attributes. Each leave node is assigned
to one of the classes corresponding to the problem statemen [106]. Figure 4.3 is showing
a binary decision tree where the root node as well as all internal nodes have exactly two
leaving edges.

1110 1111

Fig. 4.3 Example of a decision tree [39].

The tree structure is created based on a set of labeled data instances. The data is
recursively split based on the most discriminative feature values. In the root node, the whole
set is split the first time and subsequently the corresponding sub-sets of each internal node
are split again regarding another feature or another threshold value. A leave node is found as
soon as all instances of a sub-set belong to the same class [4].

One major issue of decision trees is that they are learning axis-aligned decision boundaries.
Therefore, they struggle when the real decision boundaries in the underlying data are not
axis-aligned [39]. A big benefit, however, is that their simple structure allows humans to
interpret their decisions [4].

Based on decision trees, the method of random forests has been developed. These can
be used for both regression and classification and, as the name suggests, are generated from
several decision trees. Instead of using only one decision tree, several trees are used and
the decision for e.g. a classification task is made by majority voting. The individual trees

are each generated on the basis of a randomly selected partial data set of the original data.
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Furthermore, only a subset m << M of the M dimensions, i.e. features of the data space, is
used as a criterion for a split in a node. This subset of features is again randomly chosen for
each tree. Advantages are that the system can be trained and evaluated relatively fast since
the different trees can be trained and evaluated in parallel. In addition, random forests often

generalize very well and therefore do not tend to overfit [17].

The different ML algorithms described above are appropriate solutions for a wide range
of tasks. Nevertheless, they reach their limits when trying to solve complex problems like
speech or object recognition. The more complex a problem becomes e.g. when it is extremely
high dimensional, the more difficult it becomes for an ML algorithm to solve the problem.
In these cases, DL algorithms are often more powerful than traditional ML algorithms [39].
Before we explain the domain of DL algorithms in Section 4.2, we will first discuss three
techniques which are of crucial importance for the development of our solutions for the two
process steps Manufacturability Analysis and 3D Component Recognition: The method of

transfer learning, learning from synthetic data and data augmentation.

4.1.5 Transfer Learning

While working on the two process steps Manufacturability Analysis and 3D Component
Recognition, we encountered the problem that although information was available in principle
for addressing the issues, it could not be used directly for training data-driven solutions.
Therefore, in order to develop and use a suitable ML respectively DL solution, knowledge
must be transferred from other domains or tasks and synthetic data must be generated and
augmented. In this sub-section and in the following two sub-sections, we will describe
concrete methods which we used to address the problem of data scarcity. Without these
methods, it would not have been possible to realize the corresponding solutions.

In order to solve a problem with ML methods, corresponding data, usually even a large
amount of data, is needed first, on the basis of which the ML model can be trained. The
training data should additionally come from the same statistical distribution as the data used
later in the application. However, often the problem arises that there is not enough data
to solve a problem using an ML model and it would be very expensive to generate it. In
this cases, so called transfer learning can be used for transferring knowledge from an other
domain to the problem domain and/or from an other task to the problem task. As a result,
problems can often be solved on the basis of a significantly smaller amount of data from
the problem domain itself [97]. In this section, we will give a brief overview about different

transfer learning techniques.
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Figure 4.4 shows an overview about the three different transfer learning settings inductive
transfer learning, unsupervised transfer learning and transductive transfer learning which
are defined via the relation of source and target domain Dg and Dy and source and target
task Ts and 77. When the source and target domain, as well as the source and target task are
the same, classic ML procedures are used without any need for transfer (here mentioned as

traditional machine learning) [97].

Learning Settings Source and Target Domains Source and Target Tasks
Traditional Machine Learning the same the same

Inductive Transfer Learning / the same different but related

Transfer Learning Unsupervised Transfer Learning different but related different but related
Transductive Transfer Learning different but related the same

Fig. 4.4 Overview of the three different transfer learning settings [97].

For the inductive transfer learning situation, the source and target domain are the same
but the tasks differ. In this case, based on a different source task 75, the ML model can
gain information about the source domain Dg which is equal to the target domain Dr.
Subsequently, by induction, this information can be used to train the ML model to solve the
target tasks 77 using a relatively small amount of data related to that target task [97].

If the source and target domain are different but the tasks are the same, we speak about
transductive transfer learning. In this case, the ML model is learning the source task Tg
which is similar to 77 in the source domain Dg. The trained ML model can subsequently be
adapted to the target domain D7 using a relatively small amount of data from that domain
[97].

In the unsupervised transfer learning case, the source and target domain as well as the
source and target task are different and no labeled data is available for both cases. The
ML model learns to solve unsupervised learning tasks in the source domain Dg to enhance
its ability for learning a different but similar task using unsupervised learning in the target
domain D7. Depending on the problem, all these approaches offer the possibility to use ML
methods also for tasks where only a relatively small amount of training data is available.
This significantly expands the application possibilities for ML methods [97].

The described method of transfer learning is a first possibility to extend the application
possibilities of ML and aDL solutions and therefore forms a first important building block
for the development of our solutions. If, however, no data from the target domain and task
is available at all for the training of a solution, which is the case for the process step 3D
Component Recognition, it is necessary to generate synthetic training data. This will be
discussed in the following subsection.
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4.1.6 Learning from Synthetic Data

As already explained in Section 4.1.5, the training of an ML model usually requires a large
amount of data corresponding to the problem domain and task. However, depending on
the research question or domain, often no or only a very small amount of data is available
because gathering and annotating big data sets is often very expensive and time-consuming
[115]. In order to be able to process a problem with ML methods, alternatives to expensive
data collection and labeling must be created. One possibility is the generation of synthetic
training data which can be used for transductive transfer learning as described in Section
4.1.5. Especially in the field of image processing, several approaches to generate synthetic
data which can be used for the training of ML models, have been developed in the last years.
Based on virtual scenes, virtual images of e.g. objects to be recognized can be rendered. In
order to generate appropriate synthetic data for a specific problem, some guidelines must
be followed. We will explain those guidelines on the example of the generation of synthetic
images, since this is relevant for our solution described in Chapter 7.

Since the ML model trained on the basis of the synthetic training data is usually used to
evaluate real images after training, it is decisive how well the synthetic training data is adapted
to the real conditions, in order to achieve the best possible performance. Small changes
between training and inference data can lead to enormous variations for the performance of
the ML model. To generate optimally adapted synthetic images, the following aspects must
be considered [48]:

1. Additional to the 3D objects which shall be recognized, segmented or identified in
the inference stage, the whole scene with the objects environment has to be virtually

modeled as detailed as possible.

2. A high photorealism is necessary. Besides an accurate modeled virtual geometry of the
3D object, also realistic material and textures are necessary. This can be achieved by

photorealistic rendering.

3. The whole scene and its geometric configuration have to fit to the physical situation.
That includes the virtual positioning of the camera(s) and light source(s). Different
view points and light source positioning lead to different perspectives or shadow casting
and therefore influence the performance of the ML model. Especially in our case, the
recognition of monochrome objects, the shadows provide a large amount of information

and therefore have a high value.

If the points mentioned above are adapted to the specific situation, realistic training data

can be generated. This offers two possibilities: On the one hand, ML models can be trained
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completely without physically generated training data. On the other hand, the ML models
can be pre-trained using the synthetic data and then adapted to the physical problem using a
small amount of real data. In both cases, the use of synthetic data can save time and costs for
collecting and labeling physical training data and still produce comparable results [52].

4.1.7 Data augmentation

In the previous two sections, we already described two methods which enable ML models
to be used also if no or only a small amount of training data from the problem domain is
available for a given task. Using transfer learning and synthetic training data, we can in
principle already address the issue of 3D Component Recognition. Since this process links
the information of digital 3D models with physical components, it is important to optimally
align these two domains. Data augmentation methods can be used to process existing data
accordingly and thus improve the quality of the data. In our case, this means that the synthetic
training data generated on the basis of the digital 3D models can be adapted to the physical
components using augmentation techniques. Training data in the form of images, which
are the data representation used by our solution for the 3D Component Recognition, can
e.g. be extended by photometric or geometric transformations to create additional training
data instances to enable the training of an ML model and prevent overfitting [22, 123].
In this section, we will give a brief overview about some of the basic photometric and
geometric transformations methods for the example of image augmentation. The image
augmentation techniques are relevant for the development of our solution of our solution
for the 3D Component Recognition. However, the geometric transformations can also be
applied directly to 3D models. We use those methods for our solutions for both problems, the
Manufacturability Analysis and the 3D Component Recognition. Besides those techniques,
several additional methods for image augmentation exist. Nevertheless, we are focusing on

these since they are the most relevant techniques for our specific solutions.

Geometric Transformations

Geometric transformations can be used as a simple method to modify images to create
additional training data. Some common methods are the following.

1. Non-distorting operators: Standard operators like rotation, translation, flipping or
cropping can be used to create additional images without distorting the actual geometric
ratios [123].
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2. Distorting operators: Images can be distorted using operators like grid distortion or
elastic transformation. These operators locally deform the images and therefore change
the geometric ratios of the image [22].

Photometric Transformations

Photometric transformations change properties such as brightness, color, sharpness, or
saturation of an image at the pixel level. This is often very helpful, since there are sometimes
strong variations regarding those properties when generating real images. The following list

provides an overview about common photometric transformation methods [22].

1. Color changes: The color of an image, i.e. the corresponding red, green and blue (RGB)
values of the pixels can be changed e.g. by RGB-shifts, hue saturation change, color
histogram equalization or shuffling of the RGB channels.

2. Contrast, Gamma or Brightness randomization: By randomly generated changes of
these properties, additional images can be generated

3. Blurring: An image can be blurred using local filters like e.g. a median filter.
4. Noise injection: Gaussian noise can be added to the original image.

5. Sharpening: Images can be sharpened e.g. using a high-pass filter.

The methods described above offer the possibility of extending data sets or adapt the
training data to a specific situation. In Chapter 8 and 9, we will explain how these methods
are used to support the solutions which we designed for the tasks of Manufacturability

Analysis and 3D Component Recognition.

4.2 Deep Learning

In Section 4.1, we described the basics about ML and already mentioned that traditional ML
algorithms often reach their limits when the problems to be dealt with becomes too complex
due to e.g. high dimensionality. Often, daily problems such as speech or facial recognition,
which are easy tasks for us humans, are difficult to solve using traditional ML algorithms.
At this point, DL models offer large potentials. In the last, decade DNNs have achieved
outstanding performance in this type of tasks and have greatly improved the state-of-the-art
compared to ML approaches [72].
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The two sub-processes Manufacturability Analysis for AM and 3D Component Recogni-
tion of additively manufactured components both belong to the group of complex problems.
For the Manufacturability Analysis, often complex three-dimensional relationships are de-
cisive for the manufacturability of an object. These can depend on combinations of local
and global geometric properties of the objects. The solution must therefore be able to pro-
cess detailed, fine-grained information in such a way that links can be created at different
hierarchical levels to determine a manufacturability evaluation for on object. Due to this com-
plexity, traditional ML algorithms are probably no longer suitable for solving the problem.
The 3D Component Recognition problem is a classical recognition task. In the last years,
DL algorithms have proved that they are outperforming traditional ML algorithms for this
type of tasks [146]. Therefore, the solutions which we developed for the two sub-processes
Manufacturability Analysis for AM and 3D Component Recognition are based on DNNs. We
will provide the necessary information for the development of the solutions in this section.
We will begin with a basic overview of the structure and work flow of DNNs in general
and subsequently explain the specific architecture of CNNs which are specialized for the

processing of images or acoustic signals.

4.2.1 General Structure

Similar to the structure of traditional ML models, which we explained in Section 4.1.3, the
creation of a DL model includes the same four building blocks: a data set, a DL model, a cost
function and an optimization algorithm. We will go through these steps using the example of
an Multilayer Perceptron (MLP) which is a standard Feedforward Neural Network (FNN).
We will skip the description of the data set at first since it is not necessary for the explanation

of the basic structure of a DL algorithm.

Network Architecture

The basic structure of an MLP is shown in Figure 4.5 [40]. The term deep in DNN is
characterized by the concatenation of many layers of the DNN. This creates the depth of the
DNN. This allows DNNs to represent significantly more complex mathematical constructs
than classical ML approaches. MLPs and also all other DNN types consist of several layers
which again consist of several nodes, so called neurons. The neurons from adjacent layers are
linked by weighted connections. The example shown in Figure 4.5 is showing so-called fully
connected (FC) layers. That means that all neurons of a layer / are connected with all neurons
of the previous layer / — 1. In the case of FNNs, these connection are exclusively forward
directed. As can be seen in Figure 4.5, these layers are divided into an input layer, one ore
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Input Hidden Output

Fig. 4.5 Structure on an MLP network, a classic FNN (Adapted from [40]).

more hidden layers and an output layer. Based on input data, the neurons of the input layer
are activated and the corresponding activations are propagated through the hidden layers to
the output layer and the corresponding neurons. Each neuron represents a computational
cell which is defined by an activation function. While the input units are normally only
representing the input data, the neurons of the hidden layers and the output layer are generally
defined by a non-linear activation function like the logistic sigmoid function [40].

Similar to traditional ML techniques, DL models have to be trained prior to their ap-
plication. The training step consists of two main steps, which are iteratively repeated. In
the forward step the output for e.g. a classification task is calculated. Subsequently, the
backpropagation step is executed. In this step, the error which is defined by an error metric is
propagated back to the input for being able to adjust the weights of the connections between
the neurons of the network and thus optimize the whole model. We will explain the two steps

in more detail [72].

Forward Step

In the forward step, an input instance is processed and an output decision, e.g. a class for
classification tasks, is calculated by propagating the activations through the network. For
this purpose, an activation function is selected for each layer respectively the corresponding
neurons. This can e.g. be the hyperbolic tangent or the logistic sigmoid function. However,
depending on the problem, the activation function can be adapted [40].

The I input neurons directly contain the data of an input data instance. These are passed
to the first hidden layer using a weighted sum of the inputs with the weights w;;, between an
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input neuron i and hidden neuron /4. The activation a;, of a neuron 4 of the first hidden layer

is shown in Equation 4.6 [40].

1
ap =Y winX; (4.6)
i=1

The final activation by, of the neuron / of the hidden layer is subsequently calculated using
the activation function (See Equation 4.7). As activation function ®, non-linear functions
like the hyperbolic tangent or the logistic sigmoid function are commonly used. The final
activation by, is subsequently propagated to the next hidden layer the same way [40].

bh = ®h (ah) (47)

This propagation from layer to layer continues until the activation by, of the last hidden
layer reaches the output layer. The activation a, of an output neuron is again calculated
via a weighted summation over the activations of the neurons of the last hidden layer. The
activation function of the neurons of the output layer is strongly related to the respective task.
For binary classification tasks, the logistic sigmoid is the standard function, for multi-class
classification tasks the softmax function is used. For regression problems, often no output
activation function is used, since the actual numerical values calculated by the network are of
interest [40].

Using the described functionality, the network calculates the output regarding a certain
issue based on an input data instance. For being able to train the network, an error metric is

needed.

Error Metric

The error function also depends on the problem being processed. For regression problems,
often the Summed Squared Error (SSE) metric is used (See Equation 4.8). The error E is
calculated by summing up the squared distance between the calculated output y, of an output
neuron and the corresponding ground-truth target ¢ over all N input data instances and all O

output neurons of the network [116].

1 N O
E = 3 Y Y Go(xuiw) —1m)? (4.8)
n=1o0=1

For classification tasks, the cross-entropy function is most common. The corresponding
equation is shown in Equation 4.9. For classification problems the amount of output neurons

is usually equal to the number of classes. Sometimes, depending on the problem which is
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dealt with, an additional unknown class is added. The error E is calculated by summing up
the multiplication of the target #;, corresponding to an input data instance and the /n of the
calculated output over all N input data instances and all output neurons O. The target ¢, is
equal to 1 if o is the correct class and O if not [116].

N O
E=— Z Z tgln(yo(xn;w)) 4.9)

n=1o0=1
The error metrics are optimized during the training step. This is done using gradient

descent in the backpropagation step.

Backpropagation

In the backpropagation step, the weights of the connections between the neurons are adjusted
to minimize the chosen error metric. For the optimization, the derivative of the error function
with respect to the weights is used and the weights are changed in the direction of the negative
gradient (See Equation 4.10) using a step size 1. The error and its gradient are propagated
back layer by layer from the output to the input of the network by using the chain rule for

partial derivatives [40].

OE
L
Using the backpropagation algorithm, a NN can be optimized by iteratively applying the

Aw = (4.10)

forward step and subsequently the backpropagation step using the training data.

4.2.2 Convolutional Neural Networks

In Section 4.2.1, we explained the general architecture and working principle of DNNs.
Based on this architecture and working principle, various network architectures have been
developed which are optimized for solving specific classes of tasks. The two most important
network architectures are Recurrent Neural Networks (RNNs) [41] which are optimized for
processing sequential data like speech signals or texts and CNNs [71] which are optimized
for processing of grid-structured data like images which are represented by 2D grids of pixels
or 3D models, which can be represented as 3D grids of so called voxels.

For the development of our solutions for the two process steps Manufacturability Analysis
for AM and 3D Component Recognition of additively manufactured components, we use
both image-based and 3D data-based CNN architectures. Therefore, we will explain their

working principle in more detail in this section. The success of CNNs is based on four key
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features of a CNN: locality, weight sharing, pooling and the depth of the network [72]. In
the next sub-sections, we will deal with the individual points.

Convolution

The locality 1s provided by the central element of a CNN, the convolution operator. Although,
in principle the operator can be applied to data of arbitrary dimensions, we explain it using
2D data as an example. The convolution operator is used to calculate a so called feature map
S of the input data I by using a convolution kernel K. The input data and the convolution
kernel are represented by two dimensional grids. The calculation of the feature map is shown

in Equation 4.11 with a convolutional kernel K of size m x n [39].

S, ) = (K+D)(i,j) =} Y 1(i=m,j—n)K(m,n) (4.11)
Input Convolution Kernel
a b C d w X
e f g h y z

aw + bx +
ey + fz

Output

Fig. 4.6 2D example of the convolution operator (Adapted from [39]).

For illustration, a 2D example of the functionality of the convolution operator is shown
in Figure 4.6. It shows the example calculation for the feature map S(1,1), assuming that the
indices start at 0. The feature map is calculated by multiplying the values of the input data
with the corresponding value of the convolution kernel [39].

Based on the convolution operator, convolutional layers are designed. Compared to the
FC layers described in Section 4.2.1, there are several different properties. The first is that

convolutional layers generate a sparse interaction with the neurons of the previous layer.
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Fig. 4.7 Structure of max pooling(left) and average pooling (right) in 2D.

Instead of being connected with all neurons of the previous layer, the neurons i.e. the feature
maps of a convolutional layer are only connected to the neurons of the previous layer in the
local neighborhood inside the kernels dimensions. Thus, the convolution kernel focuses on a
local area and is able to learn local image features like edges [39].

A second advantage which we already mentioned at the beginning of this section, is
the weight sharing of a convolution kernel. Instead of learning each weighted connection
between the neurons of adjacent layers separated like it is done for FC layers, a certain
amount of different convolution kernels is learned during the training. Each convolution
kernel has a size m X n and accordingly m x n weights that can be learned during training.
Each kernel is then over the whole grid of input data respectively grid of feature maps of
the previous layers. This allows kernels to learn to recognize properties such as an edge in
a certain orientation in general. By sliding the kernel over the grid, this type of edge can
be detected anywhere in the image, regardless of its position. This means that the learned
kernels are equivariant in terms of translation [39].

The convolution operation is one of the main elements of CNNs. However, the high
performance for solving problems such as object recognition is only possible with a suitable

network architecture consisting of further layer types.

Pooling

The pooling operator is the second central element of a CNN. It is used to summarize
the information in a local area. Two examples are shown in Figure 4.7. The max pooling
operation is forwarding the maximum value within the receptive field of the pooling kernel
which has a size of 2 x 2 in the shown example. The average pooling kernel is forwarding
the average of the values inside the receptive field of the kernel. Pooling is used to make the

feature representation nearly invariant to small translations in the input data. This enables



4.2 Deep Learning 83

CNNs s to recognize decisive structures in the input data with more robustness regarding
translations in the data. Additionally, they are reducing the dimension of the features what

leads to an hierarchical structure [39].

Network Architecture

Input to layers

Convolution layer

!

Detector layer: Nonlinearity

!
Pooling layer

Next layer

Fig. 4.8 The main building block of a CNN: Combination of convolutional layer, non-linearity
and a pooling layer (Adapted from [39]).

An important aspect for achieving the state-of-the-art performance for several tasks like
object recognition is the deep architecture of CNNs. In most architectures, standard building
blocks are used which are stacked in several levels. The standard building block is shown in
Figure 4.8. It consists of a convolutional layer, a non-linearity like e.g. a Rectified Linear
Unit (ReLU) and a pooling layer. The convolution layer is learning multiple convolutional
kernels in parallel what enables it to learn several different features like e.g. edges in images.
The whole CNN often consists of various of theses blocks followed by FC layers and a
specific output stage chosen with regard to the corresponding task to be dealt with [39].

This deep structure makes CNNs extremely powerful. While the first layer is able to learn
local features, the hierarchical structure enables the deeper layers to learn global features
which learn the properties of the input data as a global context based on the low level features

of the first layers.

This structure has made CNNs extremely successful for handling various tasks such as
the ModelNet40 object recognition challenge where CNN-based approaches outperform
traditional object recognition algorithms [146]. For this reason, CNNs also have a decisive

importance for the development of our own solutions for processing the two process steps
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Manufacturability Analysis and 3D Component Recognition. In the following section, we
will briefly explain transfer learning techniques for DL and subsequently explain some state-
of-the-art CNN architectures from the domain of 3D DL which are designed for solving tasks
related to the process steps of Manufacturability Analysis and 3D Component Recognition

and therefore form the basis of possible solutions for our application.

4.2.3 Transfer Learning for Deep Learning

In Section 4.1.5, we explained the method of transfer learning for ML algorithms. Since
we are using DL methods for the development of our solutions, we address the concrete
implementation of transfer learning for DL in this section. Transfer learning is also a very
effective technique for training DNNs. Due to the deep hierarchical structure of DNNSs, there
are several possibilities to use transfer learning for DNNs. In the following, we refer to
CNN s because those are the most relevant type of DNNs in the context of this thesis.

The deep hierarchical structure of CNNs causes the lower layers to learn local geometric
properties, which are used by the deeper layers of the CNN to generate high level features.
Therefore the low level features generated by the lower layers are relatively universal and
problem independent. In contrast to that, the higher layers are much more problem dependent.
This fact can be used to apply different types of transfer learning for CNNs, depending on
the actual problem setting and the corresponding data set [81].

In general, often transductive transfer learning as explained in Section 4.1.5 is used for
transfer learning for CNNs. That means that the source task 7y is often similar to the target
task 77, the source domain Dg can be both, different or similar to the target domain Dr.
Similar to the general transfer learning techniques explained in Section 4.1.5, the choice of
the transfer learning variant is dependent on the size of the target data set and the similarity
of the target domain D7 and the source domain Dg [121]. We will first explain the general
possibilities for different transfer learning variants for DNNs and subsequently explain which
variant is used in which case.

As already explained in Section 4.2.2, a CNN can be split into two parts. The first part is
the feature extraction stage which is composed of multiple iterations of convolution blocks.
The second part is the classification stage for classification problems respectively a regression
stage for regression problems. Depending on how the source and target domains Dg and D7
are related and how much data is available in the target domain, there are different options
which parts of the CNN remain frozen after the pre-training and which are adapted to the
target domain Dr by fine-tuning. The classification/regression stage is the most problem- and
domain-dependent part of the CNN. Therefore, it is always either fine-tuned or completely
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Fig. 4.9 The three basic variants of transfer learning for CNN (Adapted from [81]).

trained from scratch using the data set of the target domain. The feature extraction stage can
either stay fixed or be partly or fully fine-tuned using the data from the target domain [81].

Figure 4.10 shows how the choice of fixed parts of the CNN and parts to be fine-tuned
can be chosen based on the size of the target data set and its similarity to the source data set.
When the target data set is different from the source data set, it is often necessary to fine-tune
larger parts of the CNN. If enough data is available in the target domain, the complete
CNN should be fine-tuned based on the pre-trained CNN to achieve the transfer to the target
domain. If the target data set is smaller, at least parts of the pre-trained CNN should stay
fixed to prevent overfitting. On the other hand, it is necessary to fine-tune parts of the CNN
for being able to transfer between the different domains of the source and target domain. For
the case of a large target data set and similar domains, a smaller part of the feature extraction
stage has to be fined tuned, since the lower layers already learned low level features based on
data from a very similar domain. When having only a small data set from the target domain
but a similar source and target domain, only the classification/regression stage should be
fine-tuned respectively retrained to prevent overfitting [81].

The application of transfer learning offers various possibilities. On the one hand, DNNs
can be used for solving problems where only a small amount of data is available. On the other
hand, the use of a pre-trained DNNs can often both, reduce the training time and improve the
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Fig. 4.10 Transfer Learning variant in relation to the size of the target data set and its
similarity to the source data set (Adapted from [81]).

performance with regard to the specific problem [50, 96]. These characteristics make transfer
learning especially valuable for our solution concept for the process step of 3D Component

Recognition for additively manufactured components.

The described approaches form the basis for a variety of complex ML and DL architec-
tures that are used for CV tasks which are similar to the process steps of Manufacturability
Analysis and 3D Component Recognition in the AM domain which we are dealing with.
We will explain these approaches and also traditional CV approaches in Section 4.4. First,
however, we will deal with the topic of XAI which is relevant for the development of a

solution for the Manufacturability Analysis for additively manufactured components.

4.3 Explainable Artificial Intelligence

Parallel to the increasing interest of research and industry in the further development of ML
and DL algorithms, the interest in the explainability of the algorithms is simultaneously
growing. Understanding the decision of an ML model offers several advantages. For example,
the explanation can help to better understand the ML model and thus be able to optimize the
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model. Additionally, the explanation can even be an essential part of the application itself
[10]. Therefore, the focus of the research community on this topic is expanding rapidly.

As stated in Section 3.1.3, besides the binary decision if an object is manufacturable or
not, a suitable solution for the Manufacturability Analysis has to be able to provide feedback
with regard to critical sub-geometries of a 3D model. For this purpose, we are using methods
from the field of XAI for DL. In this section, we will therefore first explain the necessity of
XALI and subsequently give an overview about basic approaches for explainability for ML
and DL.

4.3.1 Necessity of Explainability

In the last years, ML and DL algorithms entered more and more fields of application and
outperformed traditional algorithms. Meanwhile, they represent the state-of-the-art in fields
of application such as image, text or speech processing [117]. With growing complexity of
applications, also the complexity of the ML models is growing. The decisions of simpler ML
models such as decision trees can be reproduced without much effort due to their significantly
lower complexity. This is called a transparent box design. With the increasing complexity
of ML models, their performance potential increases which however is accompanied by a
loss of explainability. The inner logic of these models is no longer understandable for a user.
Therefore, these ML models are called black boxes [43]. However, for a variety of reasons,
explainability is essential for both researchers and users of the ML models [45].

The main reasons why explainability is necessary are shown in Figure 4.11 from the
perspective of different stakeholders.

The first party is the group of ML developers. With the help of explanations regarding
the decision making of the ML models, developers are able to better understand the models.
Using that knowledge, developers can be able to further optimize the models.

In addition to the developers, explainability is also an important aspect for many users of
ML models. One common example for the necessity of explainability for an application is
the usage of ML for medical tasks [136]. Nowadays, especially DL models are widely used
for the interpretation of medical images, achieving results at the level of medical experts.
Therefore, DL. models are often used to support the experts in their medical decisions. Since
the health or even life of a patient can depend on the interpretation of medical images, a
correct interpretation is extremely important. In order to ensure that medical personnel can
rely on the results of the DL models, the models must be able to explain their decisions [66].

Another aspect relates to the fairness of the models. ML models are entering more and
more into daily applications. For example, they are used for credit ratings or for the analysis
of application documents. For these applications, there is a potential risk of unfairness and
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Fig. 4.11 Different reasons for explainability [10]

discrimination regarding characteristics like race, gender or religion [18]. Explainable ML
models allow such cases to be identified and the models to be adapted.

These are just some of the reasons that show that with increasing complexity and per-
formance of ML models and the associated broader use in real-world applications, the need
to explain the models is growing, too. Therefore, XAl is currently a highly focused field of
research. In the following section, we give an overview of explainability methods for ML

and especially DL models.

4.3.2 Methods for Explainability

There are several basic approaches to explain ML models. These are shown in Figure 4.12.
One option is directly designing the ML model as a transparent box. These models are
designed to enable the user to directly understand the reasons for a decision. For complex
ML models like DNNSs this design is not possible. For these black boxes, the explanation can
be divided into Model Explanation, Outcome Explanation and Model Inspection [43].
Model Explanation tries to capture the whole logic of a black box model and create a
new ML model which shows the same behaviour and is transparent. In contrast, OQutcome
Explanation does not attempt to understand the entire logic of a black box, but only to
determine the explanation for individual input data instances. Model Inspection is focusing
on explaining parts of the black box by e.g. changing an input attribute and observe the

sensitivity to these changes [43].
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Fig. 4.12 Different approaches for black box explanation [43]

4.3.3 Explainability of Deep Neural Networks

Approaches for explainability for DNNs can be divided into similar groups as the general
groups explained in Section 4.3.2. The category of Model Explanation approaches is dealing
with transparent box models which are copying the behaviour of the DNN and are additionally
able to provide an explanation for the behaviour. For generating an Outcome Explanation
mainly visualization methods are used which highlight decisive characteristics in the input
data. In intrinsic methods, the DNNs are designed such that they not only generate the
actual output, but also an explanation for it [147]. These approaches try to enable an at least
partially transparent behavior directly on the design level through their architecture.

For giving an overview, we will briefly explain the different groups of methods and

subsequently go into detail for the method used in this thesis.

Model Explanation

The general procedure of Model Explanation is shown in Figure 4.13. A new interpretable ML
model g is trained to approximate the behaviour of the original DNN f so that g(y) ~ f(x).
X is the original input data set and y contains both the original input data and the features
learned by the DNN. Therefore, the new model g has access to additional information what
enables it to learn the behaviour of the original model f while being simpler and interpretable
[147].

By using the additional information which already have been learned from the DNN, the

simpler ML model g may be able to achieve a comprehensive performance for the task at
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Fig. 4.13 An interpretable model g is trained to approximate the behavior of the original
model f [147].

hand, even though it is simpler than the original model f. Through the connection of the
original input data x and the output y of the DNN, the new model g can generate information
about the way the input data x affects the decisions of the DNN. Although this information
can not explain the complete behavior of the DNN, it does provide at least some insights into
the behaviour of the DNN and makes it more explainable [147].

Outcome Explanation

Outcome Explanation is a currently widely regarded field of research to explain the behaviour
of DNNs. Especially when using CNNs, Outcome Explanation methods are used to visualize
the reasoning behind the decision of the Neural Network (NN). There are several groups
of approaches which are developed for calculating so called Saliency Masks (SMs) which
visualize the decisive areas in an input data instance. This can e.g. be salient pixels in an
input image [43].

For calculating these SMs, mainly two common procedures are used: Class Activation
Mapping (CAM)-based methods and backpropagation-based methods [55]. A CAM vi-
sualizes the regions in an input image which have the highest discriminative information
for the decision of a CNN, e.g. for a classification task, by performing Global Average
Pooling (GAP) on the convolutional feature maps of the CNN [151]. For this procedure, the
fully-connected layers prior to the final layer have to be replaced by GAP. In order to avoid
this necessity of changing the network architecture, the Gradient-weighted Class Activation
Mapping (Grad-CAM) approach was developed [118]. The explanation of the decision for a
class A is calculated by first backpropagating the gradients of the output of class A to the last
convolutional layer and then performing GAP on the gradients of the convolutional layers of

the CNN afterwards [118]. For that procedure, no architecture change is necessary.
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Compared to that, backpropagation-based methods are calculating the relevance of input
data for a decision by propagating the contribution to the decision of a CNN backwards
from the output layer to the input layer [55]. With that procedure a pixel-wise explanation
of the decision can be created. One of the most common approaches is the LRP approach
[12]. A big advantage of the LRP approach is that the approach is based on a set o different
rules which can be used for the propagation of the relevance. This enables users to create a
combination of rules which is optimized for a certain problem and the corresponding network
architecture which is used as solution. Thus, it is possible to create visual feedback which is
optimized for the specific needs of the user. Since LRP is an important part of our solution
concept for the Manufacturability Analysis for AM, we will take a deeper look on the LRP

algorithm in Section 6.3.1.

Intrinsic Methods

The two methods model explanation and outcome explanation described above try to explain
the behaviour of DNN using an additional ML model or by performing additional calculations
subsequent to the calculations which have been performed for solving the actual task. In
contrast to that, for the group of the intrinsic methods, the architecture of the ML models
is directly designed in such a way that alongside learning the actual task, they also learn to
generate a corresponding explanation for their decision. Approaches belonging to the class
of intrinsic methods can be divided into the two groups of attention mechanisms and joint
training [147].

Attention mechanisms are generating explainable outputs by calculating the attention
weights with regard to the input data, 1. e. it is calculated where the DNN focuses on. This
can e.g. be achieved by adding layers which generate the attention weights. These methods
can even increase the performance of the DNN for a specific task [13].

Approaches from the category of joint training add an additional explanation task to the
actual issue that has to be solved. This task is learned alongside the main task. One option is
to generate an explanation in text form. The system could e.g. learn to chose one of multiple
possible explanation words or sentences which help the user to understand the decision. A
problem of this type of approaches is that the corresponding explanation data is necessary

for the training process. Data sets including explanations are relatively rare [149].

In the context of our work, we use methods of XAI to show that our solution for the
Manufacturability Analysis for AM learns the correct features and, on the other hand, visual
feedback can be generated, which is part of the solution requirement itself. In Chapter 6, we

will go into more detail about the method which we are using.
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4.4 Computer Vision

For both sub-processes, the Manufacturability Analysis for AM and the 3D Component
Recognition for additively manufactured components methods from the field of CV have
a high relevance. The sub-process of 3D Component Recognition is a classical CV task
itself and a solution for it can therefore be based on existing CV solutions. In contrast, the
process step Manufacturability Analysis itself is not a classical CV application. Nevertheless,
the field of CV includes many methods for the analysis of 3D data. Even though these are
usually used for applications differing from geometric analysis of 3D models, they offer
many characteristics that we can use as an inspiration for developing a solution for the
Manufacturability Analysis. Therefore, in this section, we want to give an overview of
traditional and ML-based methods from the field of CV. In principle, traditional CV methods
are also suitable as possible solutions for the process step of 3D Component Recognition.
Therefore, these will also be briefly explained. Subsequently, we will outline, why ML-based
methods are better suited for our needs.

4.4.1 Traditional Computer Vision

In this section, we want to provide a brief overview about traditional CV methods especially
in the context of object recognition. Since the described approaches will not be used in the
further process of the work, we will not go into details, but describe the basic approach of
traditional algorithms. Nevertheless, the described information are essential since they form
a part of the basis for the decision making process for our solution concept.

Traditional CV algorithms are mostly using a two-stage approach for the recognition
of objects in e.g. images or point clouds. At first a representation format for the actual
recognition process is defined. As data representation e.g. pixel data can be used directly
or different types of features can be extracted from the base data. The data representation
serves the purpose of defining a meaningful database based on which the discriminating
characteristics of an object can be described and retrieved. The second step is the matching
step. In this step, based on the selected data representation, the CV system tries to match
known object representations to find the corresponding objects in the data [99]. We will
present a brief overview about data representations, matching algorithms and their advantages

and disadvantages.
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Feature-based

Many approaches are using different kinds of feature representations. Some of the most
commonly used feature descriptors are the Scale Invariant Feature Transform (SIFT) [78],
Speeded Up Robust Features (SURF) [16] or Oriented Fast and Rotated BRIEF (ORB) [108]
descriptors. Most important for the creation of a feature descriptor is that it is invariant to
noise and geometrical or photometric transformations. The procedure for object recognition
using feature-based algorithms is divided into three steps. The first two steps are creating the
data representation which is necessary for the matching process. First, key points like edges
or corners are detected inside the base data. These key points and their neighborhood are
subsequently described by the feature descriptors. The final step is the matching process. The
feature descriptor representation of the object to be searched is compared with the feature

representation of the input data in which the object is searched [16].

1. Key point detection: For the detection of key points, several different algorithms exist
[47, 85, 107]. The most important property of a key point detector is that it is able to
extract the key points independent of e.g. rotation, scaling or shifting of the input data.
The results must be repeatable. These properties allow objects to be described and
detected based on the key points [107].

2. Feature extraction: The feature descriptors are designed to describe the neighborhood of
a key point. The different descriptors consider for example the gradients of pixel values
of images and the orientation of the gradients. Similar as the key point detectors, the
feature descriptors must be largely invariant with respect to geometric and photometric
changes [78].

3. Matching: For the matching process, at first the key points and the corresponding
feature descriptors have to be extracted from e.g. reference images of the object to be
recognized. Subsequently, these feature descriptors can be searched in new images.
This is done using search algorithms which are identifying the most similar sets of
feature descriptors in the new images [78].

With this method, based on reference data of the objects to be found, in principle any
objects can be found in data to be examined. A major issue of this procedure is that it is

relatively computationally intensive.

Shape-based

An other group of algorithms is using shape-based matching [137, 138]. These approaches

are again divided into two steps. At first geometric elements such as the edges of an object
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or the silhouettes are extracted. Subsequently, the matching is performed based on this
representation. Independent of the exact shape representation which is used, the following

steps are necessary.

1. Shape extraction: The shape extraction can e.g. be performed via segmentation
algorithms. The input data is split into a set of segments. With that procedure the edges

between different areas or the whole silhouette of objects can be extracted [138].

2. Object representation: For being able to recognize an object in the input data, again a
representation of the object in the matching format is necessary. That can e.g. be an
edge model or a silhouette model. This representation can be created by generating
different views of a 3D model of the object to be recognized. By rendering an object
from the different views, a model view graph can be created that contains the different
edge models or silhouettes. The graph is subsequently used for the matching process
[137].

3. Matching: During the matching process, the shape representation extracted from
the input data is aligned with the model view graph of the searched object. If a
correspondingly high match is found, the object is considered as recognized [137].

Similar to the method of feature-based approaches, the shape-based approaches are
basically able to find arbitrary objects based on reference data. However, the algorithms have
the disadvantage that a model view graph with a large number of different views must be
generated for robust detection. Similar to the feature-based approaches, this leads to very

long computation times during matching.

Regardless of the data representation used, the general work flow is the same for the
different approaches. The object which should be recognized first has to be represented
by e.g. a feature- or shape-based descriptor and can subsequently be searched within the
input data. The data representation has to be chosen by an expert a priori. The expert has
to decide which is the best data representation for the existing problem based on his own
experience and information regarding the advantages and disadvantages of the individual
approaches. This means that there is no automated data-driven adjustment. This is one of the
main arguments why ML-based methods are better suited for the 3D Component Recognition
of additively manufactured parts. For this application it is necessary that the solution system
automatically adapts to the daily varying components. This is not possible with traditional
CV methods in an automated way. Therefore, in the following section we will discuss the

more suitable ML-based approaches.
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4.4.2 Machine Learning-based Computer Vision

Until 2012, traditional algorithms, as described in Section 4.4.1, were the state-of-the-art
in CV tasks like image and 3D object recognition. In 2011, the approach developed by
Séanchez and Perronnin [114] achieved a recognition rate of 74.2 % in the Imagenet Large
Scale Visual Recognition Challenge (ILSVRC) challenge which is used for the comparison
of image recognition algorithms [111]. In 2012, for the first time a CNN-based approach
won the challenge and improved the recognition rate to 83.6 % [63]. Since that year, there
have been enormous developments in the field of CV tasks like image recognition and 3D
object recognition using CNN architectures.

In this section, we will give an overview about the most important approaches. Since
2015, almost all new approaches in the field of 3D object recognition have been compared
using the Princeton ModelNet classification challenge [146]. Since these approaches are the
basis for the development of a solution concept for the 3D Component Recognition, we will
discuss the most promising approaches here. The approaches can be divided into groups
based on the data structure they are using.

For tasks like 3D object recognition, segmentation or retrieval, DNN approaches using
different types of data representations have been developed in the last years which can be
divided into the following five classes: Feature descriptor-based approaches are extracting
features from the raw input data first to subsequently use these as input data for the DNNs.
The second and third group of approaches are directly using 3D data in the form of Red,
Green, Blue and Depth (RGB-D) data or point-clouds generated from depth sensors or
voxel-grids which represent the 3D data using a 3D grid. Instead of directly using the 3D
data, the fourth group is using 2D projections like images of the 3D objects and the last group
is using data from hyperspectral cameras [54].

The different data representations have several advantages and disadvantages which
we will explain here. Since 3D data-based approaches using point clouds or voxels and
projection-based approaches have achieved the best performances for the Princeton ModelNet
classification challenge in the last years, we will focus on these three groups of approaches
[146].

Point-cloud-based

The main difference of the 3D data types point clouds and voxels is that point clouds represent
the 3D data in an unstructured way (See Figure 4.14) while voxel grids are structured. That
leads to different types of operators used for the processing of the data in the DNNs. Based
on PointNet [102], one of the first point-cloud-based DNN approaches, several different
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underlying shape

Fig. 4.14 Example of an unstructured point cloud [76].

architectures have been developed in the last years. Pure point-cloud-based approaches can
not use the classical convolution operation like it is used by CNNs for image processing
since the density of the unstructured point clouds may vary in different parts of the cloud.
Instead of the classical convolution operator, local features are learned by e.g. partitioning
the point cloud into local sub-clouds and subsequently learn higher level features using a

hierarchical structure [104].

shape-aware
representation

y

Fig. 4.15 Relation-Shape convolution in a sphere with a radius r (Adapted from [76]).

Currently, the Relation-Shape Convolutional Neural Network (RS-CNN) [76] approach
represents the state of the art for point-cloud-based approaches on the Princeton ModelNet
classification task achieving an accuracy of 93.6% correctly classified objects for the Mod-
elNet40 classification task [146]. The key concept of their approach is the relation-shape
convolution which is able to describe local shapes based on a convolution like operator
executed for all points x; € N(x;) within a sphere with a radius » around a point x;, where
N(x;) are all neighbors of x; within the radius r (See Figure 4.15). Based on the relation-
shape convolution, a hierarchical CNN architecture is designed which is able to learn shape

characteristics on unstructured data [76].
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A big advantage is that point-cloud-based approaches can directly process the point
clouds generated by e.g. a 3D-scanner. The point clouds only have to be sub-sampled to a
fixed amount of points for each point cloud in a data set. A limiting factor, however, is that
the number of points and thus the resolution of point-cloud-based approaches is limited by
the memory of the Graphics Processing Units (GPUs) which are used. Often, only a few
thousand points can be used for each point cloud [104, 76].

Voxel-based

In contrast to point-clouds, voxel grids are a structured data representation. Therefore, the
convolution operator used by CNNs can directly be used by these types of 3D CNNs. The
voxel grids, also called occupancy grids, can be generated from point-clouds or 3D models
(See Figure 4.16). Similar to point-cloud-based approaches, a major problem of voxel-based
approaches is that the three dimensional data leads to a high memory consumption in the 3D
CNNss training process when dense voxel grids with a high resolution are used. Therefore,
the resolution is limited by the memory of the GPUs which are used for the training. For
being able to achieve high resolutions, e.g. octree structures [131, 142, 105] or hashing-based
approaches [74, 119] are used which are able to represent the data in a more memory efficient

way. Since these types of approaches are relevant for the development of our solution for the

Manufacturability Analysis for AM, we will explain it in more detail in Chapter 6.

3D Shape
\

Volumetric Occupancy Grid

Fig. 4.16 Example of a structured voxel grid [103].

Image-based

As explained above, 3D data-based approaches are limited mainly by their memory require-

ments. The advantage that they can capture all geometric information of the processed 3D
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models can only be used if a sufficiently high resolution is available. Since this is only
possible to a limited extent with current GPUs, less memory intensive projection-based
approaches are often used. Instead of using 3D data directly, 2D projections, e.g. in the form
of images, are used to solve the task at hand. A drawback of 2D-based approaches is that
during the transformation of 3D data to 2D data, parts of the information of the original 3D
data is lost. To compensate this disadvantage, the first multi-view-based approach Multi-view
Convolutional Neural Network (MVCNN) was developed in 2015 [126]. The basic structure
of a multi-view based approach is shown in Figure 4.17. The used 3D models are observed
from e.g. 12 different angles and processed in parallel. Thus, the loss of information caused
by the 2D projection can be compensated at least partially.
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Fig. 4.17 The basic structure of a multi-view CNN [126].

Based on MVCNN [126], several new multi-view architectures have been developed.
Currently, the RotationNet approach achieves the state-of-the-art accuracy in the Princeton
ModelNet40 classification challenge with an accuracy 97.37 % [56]. Multi-view approaches
are therefore able to achieve the best results for tasks in the field of 3D object recognition
or segmentation even though there is a loss of information compared to 3D data-based
approaches. However, there is a disadvantage if 3D models have to be analyzed as a whole
including internal structures. The 2D projections can not show internal structures so that
crucial information may not be available for a specific task. Due to their state-of-the-art
performance in object classification tasks, especially multi-view-based approaches offer very
promising possibilities for being used for the process step of 3D Component Recognition of

additively manufactured components.

The approaches described above form the basis for the development of our solutions
for the Manufacturability Analysis for AM and 3D Component Recognition of additively

manufactured parts. In Chapter 5, we will explain existing solutions for Manufacturability
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Analysis and 3D Component Recognition respectively solutions for similar tasks which are
relevant for this thesis, too. Based on the combined information of the Chapters 3, 4 and 5,
we are subsequently describing the development of the solutions for the two process steps
Manufacturability Analysis and 3D Component Recognition in the Chapters 6 and 7.






Chapter 5

Related Work

In Chapter 3, we have described the current status and emerging problems of the two process
steps Manufacturability Analysis and 3D Component Recognition. Subsequently, in Chapter
4, we provided an overview of ML, DL and 3D DL approaches which represent the basis for
possible solution concepts for both problems. In this chapter, we summarize which solution
approaches for an automation of the two process steps of Manufacturability Analysis and 3D
Component Recognition already exist. In addition, we give an overview of innovative solution
approaches for similar problems from other domains. In order to classify the strengths and
weaknesses of the individual approaches, they are evaluated based on the requirements
defined in Chapter 3. Based on this information, we are able to develop our own solution
approaches and tailor them optimally to the two problems of Manufacturability Analysis and

3D Component Recognition.

5.1 Manufacturability Analysis

As explained in Chapter 3, the Manufacturability Analysis for AM is a complex problem
since the causes of restrictions are complex in nature and, accordingly, the capturing of
restrictions in the form of rules is not trivial. The developed design rules serve mainly as
guidelines for engineers who want to design new components directly in an AM-compatible
way. In many situations, however, it is necessary to be able to check existing 3D models
with regard to their manufacturability. This is the case for the daily processes at AM service
providers. For this reason, different approaches have been developed in recent years to
evaluate the manufacturability of already existing 3D models. The existing approaches can
be divided into the two categories of design rule-based and simulation-based approaches.
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5.1.1 Design Rule-based Analysis for AM

As explained in Section 3.1.2, currently existing industrial software solutions are only able
to verify the design rule for minimum wall thickness. Additionally, the results often have
relatively poor quality. Since the current solutions are not satisfactory, various researchers
have been working on the development of alternative approaches for an automated Manu-
facturability Analysis based on the existing design rule catalogs. As already described in
Section 3.1, the design rules which have been developed by several researchers, are mostly
based on basic geometric elements. Since the design rules, as described in Section 3.1, can
not be applied directly to existing complex geometries, several researchers have developed
approaches for the application of the design rules for the evaluation of existing geometries.
These approaches can basically be divided with regard to the data type they are using for
the evaluation. Most of the different approaches are either directly using the 3D meshes or
a voxel representation [150]. In this section, we will present an overview of the developed
approaches.

Rudolph and Emmelmann developed a tool for an automated verification of parts of
the design rules from the design rule catalog which has been developed by Kranz and
Emmelmann [62], directly on the basis of the mesh structure of the STL models [109, 110].
They developed their tool for a web platform-based ordering process. From the set of
existing design rules, they have chosen the rules for maximum part dimensions, minimum
wall thickness, gap dimensions, cylinder diameters and bore diameters. They have chosen
this subset of rules because these rules are independent from the orientation of the component
to be produced and allow an automated check directly based on the STL file type. The first
restriction is important because the build orientation is not known at the time of the 3D model
upload [109].

The maximum part dimensions can be checked relatively easy. The 3D model which is
investigated, is rotated around the X-, Y- and Z-axis in fixed steps. For each orientation, it
is verified if the 3D model fits into the build chamber of a considered AM machine or not.
As soon as a valid orientation is found, the verification is finished. If no valid orientation is
found, the part is too large for the AM machine. The verification of the rules for minimum
wall thickness, gap dimensions, cylinder and bore diameters are more complex since the
corresponding features have to be detected in the STL files first, for being able to check their
dimensions subsequently. Walls and gaps can be detected using the normal vectors of the
triangles which are the basis of the STL format (See Section 2.1.1). When the normal vectors
of two opposite triangles are pointing away from each other, these triangles belong to a wall,

if they point towards each other, they belong to a gap.
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Fig. 5.1 Bores and cylinders can be detected by searching for concave and convex structures
[109].

Cylinders and bores can be found the same way as walls and gaps are found. In principle,
a cylinder is a concave wall. Concave, respectively convex areas in the STL file can again be
found using the normal vectors of the triangles (See Figure 5.1 left). For convex structures
(Figure 5.1 left top), the normal vectors of adjacent triangles diverge, for concave structures
they converge (Figure 5.1 left bottom). Using that method, walls and bores can be found (See
Figure 5.1 center and right). In principle, for the detection of these features, each triangle
of a STL model would have to be compared with all other triangles, what leads to extreme
computation times for complex STL models. By limiting the search space to all triangles in
the neighborhood, the search time can be reduced. Despite this optimized feature search, the
developed algorithm for the detection of bores and cylinders needs about 200 seconds for
STL models with about 40000 triangles [109]. 3D models ordered at AM service providers
often consist of significantly more triangles [101].

Subsequent to the detection of the features, their manufacturability can easily be checked
using the geometric thresholds for each case. Additionally, the detected critical features can
be visualized by coloring of the corresponding triangles [109].

Shi et al. use a feature-based approach for the recognition of a subset of features from
the existing design rule catalogs, too. They are focusing on the features unsupported features
(previously called overhangs in Section 3.1), minimum feature size, vertical aspect ratio,
minimum spacing (small cavities) and minimum self-supporting angle [122]. For the detection
of these features, they are using the Heat Kernel Signature (HKS) shape descriptor. The
HKS shape descriptor is able to describe and therefore also detect geometries based on their
heat diffusion characteristics. Basically, different geometries have different heat diffusion
behaviour and can therefore be distinguished using the HKS descriptor [128].

The authors tested their method on sample parts which have been designed to demonstrate
the detection of the five chosen features unsupported features, minimum feature size, vertical

aspect ratio, minimum spacing and minimum self-supporting angle. The general work flow
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is shown in Figure 5.2 on the example of cylinders. In the first step the cylinders are detected
using the HKS feature descriptor. Subsequently, the minimum axes is searched and based on
that dimension the minimum feature size is validated. On the bottom left of Figure 5.2, the

visualization of critical geometries can be seen.
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Fig. 5.2 Work flow of the manufacturability analysis using HKS [122].
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The authors have shown that their method is able to detect the features in sample ge-
ometries. Nevertheless, to the best of our knowledge, the approach has not been evaluated
on more complex geometries which occur in the daily production of AM service providers.
In principle, the approach can also learn other features by using the HKS kernel and corre-
sponding example geometries. One problem with this approach, however, is that the creation
and recognition of features using the HKS descriptor and subsequent evaluation of the man-
ufacturability is designed for design rules which can be evaluated on a parametric basis.
According to the design rules, only basic geometries, which can be described parametrically,
can be evaluated. The adaptation for complex manufacturability criteria is therefore not
possible.

Various other research approaches process the 3D models in the form of voxel models
[133, 134, 93, 140]. Tedia and Williams have developed a voxel-based approach for the
detection of small features and small holes [133]. They first use a voxelization algorithm
to create a voxel representation of the original STL model. Based on that representation,

they are able to measure the thickness of a 3D model from multiple directions using ray
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Table 5.1 Ranking of the currently used industrial tools and the design rule-based research
approaches for Manufacturability Analysis.

Ri-ma R2ma R3_na Ra—ma Rs5_a

Method/Metric  Adaptability ~ Accuracy Suitable Visual  Computation
Data Representation Feedback Time
Industrial Tools —— 0 0 + 0
Rudolph and No statement
—— . + + -
Emmelmann possible
Shi et al. 0 No stat.ement . N No stat.ement
possible possible

Tedia and . No statement N N B
Williams possible

tracing from the corresponding directs. By ray tracing, the intersection points of the ray
and the voxel model can be calculated. Based on these intersection points, small features
as well as small holes can be detected. The approach is able to approximate the original
STL models using voxel models with a resolution of up to 10003 voxels. The voxelization
process takes about a minute for 3D models consisting of 10000 to 60000 facets. Based on
this representation, their algorithm is able to detect the features.

The different approaches described above have different advantages and disadvantages.
We evaluate the approaches in relation to the criteria Ry _,,, = adaptability , Ry_,,q =
accuracy, R3_ ., = suitable data representation, Ry, = visual feedback and Rs_,,, =
computation time, which we defined in Section 3.1.3 in order to estimate which properties
may be useful for our own solution. Table 5.1 shows the ranking of the different approaches
including the industrial software tools. The rating for the industrial tools has already been
provided in Section 3.1.3 and is listed again here for direct comparison.

The approaches of Rudolph and Emmelmann [109] and the voxel-based approach of
Tedia and Williams [133, 134, 93, 140] have the major disadvantage that they are limited to
a small subset of design rules. Due to their implementation characteristics, it is difficult to
extend them for the evaluation of further design rules. We therefore rate the performance
of the approach of Rudolph and Emmelmann and the approach of Tedia and Williams as
insufficient for our needs regarding the requirement R _,,, = adaptability. In contrast, the
approach of Shi et al. [122] in general offers an extensible structure. Nevertheless, this
approach is also limited to geometric properties that can be described based on standard
parametric geometries. The performance of the approach of Shi et al. regarding the metric

R\ _na = adaptability is therefore rated as fair.
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Based on the publication of the individual approaches, no statement can be made regarding
the requirement R,_,,, = accuracy, as no statistical tests were carried out using benchmark
data sets.

The different data representations which are used by the different approaches again offer
potentials but also have drawbacks. Rudolph and Emmelmann are directly using the triangle-
based surface representation of the 3D models. This representation is in principle accurate
but leads to a high computation time for their evaluation, if the resolution is high. The same
is valid for the approach of Tedia and Williams. With a high resolution voxel representation,
they are able to represent the 3D models with a high degree of details. However, this is
also accompanied by a high computation time for checking the manufacturability criteria.
However, this weakness arises from the combination of the chosen data structure with the
particular evaluation approach. Since the data representations basically allow a relatively
detailed representation of the 3D models, we rate the quality of the approach of Rudolph
and Emmelmann and the approach of Tedia and Williams regarding the requirement R3_,,,
= suitable data representation as good. The HKS descriptor used by Shi et al. is able
to represent complex geometries and distinguish between different geometries with high a
discriminative quality. Since only local criteria are verified in the experiments described in
their publication [122], no statement can be made about the extent to which the HKS kernel
can be used to detect global manufacturability criteria. Since HKS kernels are in principle
able to describe local and global geometric properties [21], we rate the data representation as
good.

A positive aspect of all approaches described above is that they provide a visual feedback
based on their analysis of the design rules which is relatively precise. A small drawback of
the visual feedback of the approach of Rudolph and Emmelmann is that the quality of their
feedback is related to the resolution of the mesh representation of the 3D models. When
the mesh has a low resolution, the visual feedback becomes inaccurate. We therefore rate
the quality regarding the requirement R4_,,,, = visual feedback as good for the approach
of Rudolph and Emmelmann. The approach of Shi et al. offers a good visualization for
detected critical features. In addition to simply marking the critical areas, the extent to which
a criterion has been exceeded can also be visualized using different colors. However, the
visualization is limited by the fact that it can only be generated for the standard geometries
which the approach is using for the definition of the critical geometries. The visualization of
the approach of Shi et al. is therefore rated as good. Due to the high resolution of the voxels
used by the approach of Tedia and Williams the feedback, which is generated, offers a high
resolution, too. Nevertheless, the generated feedback only offers the option to mark a voxel

as critical or non-critical. Marginal areas can not be visualized. We therefore rate the quality



5.1 Manufacturability Analysis 107

of the approach of Tedia and Williams regarding the requirement Ry_,,, = visual feedback
as good.

The approach of Rudolph and Emmelmann is relatively computationally intensive. The
computation time is already in the range of several minutes for 3D models with low com-
plexity. Since the computation time is directly dependent on the amount of triangles of the
3D models, it increases with their complexity. Therefore, we rate the performance of the
approach of Rudolph and Emmelmann as insufficient for our needs regarding the require-
ment Rs5_,,, = computation time. The voxelization of 3D models for the approach of Tedia
and Williams also takes more than a minute in the examples presented in their publication.
However, this value is not directly related to the resolution of the 3D models, but to the
resolution of the voxel grid and therefore does not necessarily increase with the complexity of
the initial 3D models. Since the calculation of the voxel representation often takes more than
one minute, we rate the quality of the approach in terms of the Rs5_,,, = computation time
requirement as inadequate. For the approach of Shi et al. it is unclear how much computation

time is required, based on the information presented in their publication.

5.1.2 Simulation-based Analysis for AM

In the previous Section 5.1.1, we described design rule-based approaches for an automated
Manufacturability Analysis. As already explained in Section 3.1, the design rules are intended
to describe the partially complex constraints generated by e.g. thermal processes during
the manufacturing process. Subsequently, these rules are evaluated based on different data
representations. In contrast to the rule-based approaches, the simulation-based approaches
bypass this intermediate step. With the help of simulations, the complex thermal processes
are to be directly simulated and thus potentially non-manufacturable geometries are to be
identified.

Various ready-to-use software solutions are already available for the simulation-based
evaluation of the manufacturability of 3D models [125, 9, 124]. They are designed for the
analysis of complex high performance metal components, as production errors for these
components are extremely costly and must therefore be avoided.

The existing tools are able to predict distortions or thermal stresses and the corresponding
cracks using the Finite Element Method (FEM). For the FEM analysis, the 3D model
is meshed first, i.e. the 3D model is represented by a finite set of sub-body elements.
Subsequently, the physical behavior of these simple elements can easily be simulated. By
linking the behavior of the individual elements, the behavior of the entire body can be
simulated [154].
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Fig. 5.3 Example of a displacement analysis using the FEM [125].

An example of a displacement simulation can be seen in Figure 5.3 [125]. The simulated
displacement is growing from blue over green to red. These software tools offer a powerful
solution for the simulation of complex manufacturing constraints. The results are close to the
real physical behaviour and can therefore predict possible production failures with a high
accuracy based on a precise representation when using finite elements with a sufficiently
small size. Additionally, a precise feedback is generated.

Nevertheless, a major drawback of the simulation-based approaches is that the FEM
simulation takes from several minutes to several hours. For the use-case of simulating the
production process of expensive and complex metal components, it is a valuable solution.
Nevertheless, for our use-case of Manufacturability Analysis in the process chain of AM
service providers, the analysis has to be finished within a few seconds or a few minutes
at most for being able to provide real-time feedback. Therefore, we rate the performance
of simulation-based approaches regarding the requirement Rs_,,, = computation time as
insufficient. Since this is a crucial criterion, simulation-based approaches can not be used for

our purpose.

5.1.3 Machine Learning-based Analysis

In the previous sections, we have described existing approaches for Manufacturability
Analysis in the AM domain. Besides the approaches above, there are also approaches from
other manufacturing domains. In this section, we will explain an DL-based Manufacturability

Analysis approach from a different domain that is relevant for our further work.
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Table 5.2 Ranking of the currently used industrial tools, the design rule-based research
approaches and simulation-based approaches for Manufacturability Analysis.

lema R27ma R37ma R47ma R57ma
Method/Metric Adaptability ~ Accuracy Suitable Visual  Computation
Data Representation Feedback Time
Industrial Tools - 0 0 + 0
Rudolph and No statement
—— . + + -
Emmelmann possible
Shi et al. 0 No stat'ement N N No stat.ement
possible possible
Tedia and L No statement N N B
Williams possible
Simulation-based + ++ ++ ++ -

Balu et al. developed an DL-based approach for the Manufactuability Analysis of drilled
holes [15, 14, 30]. Similar to the AM domain, several rules for the drilling of bores exist
which describe non-manufacturable geometries. Possible problems are caused by too thin
walls at the edges of bores or a critical ratio of depth to diameter of a bore. The basic idea of
the developed approach is that an DL model learns which geometries are manufacturable
and which are not, based on existing labeled geometries which are processed using a voxel
representation [15].

The basic structure of the approach is shown in Figure 5.4. The authors have chosen to
use a 3D-CNN as central element of their approach. A 3D-CNN is able to process 3D models
in form of a voxel representation. Therefore, the first step of the work flow shown in Figure
5.4 is the voxelization of the CAD models. Subsequently, the 3D-CNN is able to process the
voxel models. Based on a data set of labeled 3D models, the system is able to learn which
geometries are manufacturable and which are not. In addition to the pure decision regarding
the manufacturability of a 3D model, the approach also generates visual feedback. For that
purpose, the authors added the 3D-Grad-CAM algorithm which we explained in Section
4.3.2 [30].

For the training process, an artificial set of 3D models was created using a 3D modeling
kernel. The set consists of cuboids which contain bores at varying positions with varying
parameters for the diameter and the depth of the bore. With that procedure a set of 9531 3D
models which include manufacturable and non-manufacturable 3D models was created. For
the subsequent tests, 675 additional 3D models have been created. All of these 3D models

have been voxelized with a resolution of 64° voxels. The voxel representation was created in
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Fig. 5.4 Structure of the ML-based Manufacturability Analysis approach of Balu et al. [30].

two variants. In the first variant, all voxels inside the 3D model are represented by a 1, all
outside voxels by a 0. In a second variant, the normal vector of the surface is additionally
stored for each voxel lying on the surface of the 3D model. This vector is normalized and
described by its X-, Y- and Z-value [15].

Manufacturable Hole Manufacturable Through Hole Non-Manufacturable Hole Non-Manufacturable Hole Non-Manufacturable Hole
hd <5 Wall Thickness: t < d/2 Bottom Wall Thickness: t < d/2 hd >5

Fig. 5.5 Examples of 3D models from the training data set [30].

Based on the described training data, the 3D-CNN is trained. In the subsequent evaluation,
the approach achieves an classification accuracy of 79.52% correctly evaluated 3D models
for the second variant which uses the additional information of the normal vectors. Without
normal vectors, an accuracy of 71.36% is achieved [15].

Examples of the 3D-Grad-CAM visualization can be seen in Figure 5.6 [30]. As can be
seen, the algorithm marks the critical areas within the 3D models. However, the representation
is relatively indistinct.
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Fig. 5.6 Examples of the 3D-Grad-CAM visualization [30].

Overall, the approach offers the possibility to learn manufacturability criteria based on
appropriately labeled data sets. Based on the described results, we rate the quality of the
approach regarding the requirement R,_,,, = accuracy as good. Due to its data driven
approach, it is easily extendable to other design criteria if the respective data is available.
We therefore rate the performance of the approach with respect to the requirement Ry_,,
= adaptability as excellent. The computation time is not described in the corresponding
publications. In general, however, one benefit of NN is that although the training phase is
very computationally intensive, the subsequent application can usually be carried out almost
in real time. The performance of the approach with respect to the requirement Rs_,,, =
computation time is therefore rated as good. The resolution of the approach is limited to
643 voxels using current GPUs. This resolution is inadequate for our purposes. For being
able to investigate more filigree features, a higher resolution would be necessary. Also the
visualization approach is basically promising, but in its current form it is indistinct and
therefore rated as inadequate.

In this section, we provided an overview of methods for Manufacturability Analysis in
the AM domain and the related domain of bore drilling. The approaches were evaluated with
respect to the requirements R|_,,, = adaptability , Ry_,,q = accuracy, R3_, = suitable
data representation, Ry_,,, = visual feedback and Rs_,,, = computation time defined in
Section 3.1.3. An overview is shown in Table 5.3.

As already described above, the simulation-based approaches offer a reliable and accurate
simulation of the physical behaviour of the build process and can therefore predict possible
build errors with a high reliability. Nevertheless, the simulation is a complex process and
often takes several hours. This process duration is definitely an exclusion criterion for our
application.

For being able to provide a comprehensive Manufacturability Analysis solution, the

requirement R|_,,, = adaptability has a major importance. Therefore, the approaches
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Table 5.3 Ranking of the currently used industrial tools, the design rule-based research
approaches and simulation-based approaches for Manufacturability Analysis in the AM
domain and the ML-based approach of Balu et al. from a domain of bore drilling.

lema R27ma R37ma R4fma RS —ma
Method/Metric Adaptability ~ Accuracy Suitable Visual  Computation
Data Representation Feedback Time
Industrial Tools —— 0 0 + 0
Rudolph and No statement
-— . + + -—
Emmelmann possible
Shi et al. 0 No stat'ement N r No stat.ement
possible possible
Tedia and No statement N N
Williams possible
Simulation-based + ++ ++ + —-—
Balu et al. ++ + - - +

of Rudolph and Emmelmann or Tedia and Williams are not suitable for a comprehensive
Manufacturability Analysis because they are limited to a small subset of design rules.

The remaining approaches of Shi et al. and Balu et al. are both using features for the
analysis of the manufacturability of 3D models. The difference lies in the nature of the
features. Shi et al. are using the fixed HKS feature descriptor, to detect predefined standard
geometries and subsequently evaluate the detected areas using the parameters describing
the predefined geometries. Therefore, the approach is limited to design rules which can
be described by combinations of standard geometries, too. The approach of Balu et al. is
based on self-learned deep features of the CNN architecture. This enables the approach to be
adapted to further criteria using correspondingly labeled data sets. Since the usage of the
deep features leads to a good adaptability, we believe that it is more promising to apply a
DL-based approach compared to the HKS-based approach for the Manufacturability Analysis
for AM.

Besides the positive aspect of high adaptability of the approach of Balu et al., it offers the
important benefit of a short computation time. The main disadvantage of the approach is the
very coarse data representation. However, in Section 4.4, we have shown that voxel-based
approaches exist that can achieve much higher resolutions. We are therefore confident that
a higher resolution enables the development of a 3D-CNN-based solution, which is able to
learn to evaluate 3D models regarding their manufacturability for AM. The currently very

imprecise visualization of critical geometries is the biggest drawback of the approach of Balu
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et al.. Nevertheless, in Section 4.3.3 we presented additional methods for the generation of
visual feedback which provide explainable behaviour for DNNs. Based on these and using a
higher voxel-grid resolution, we are confident that we can generate accurate feedback.

Based on the information provided in this chapter, we have decided that a voxel-based 3D-
CNN approach for assessing the Manufacturability Analysis for AM is the most promising
approach. Based on the general idea of Balu et al.’s approach, we want to compensate its
weaknesses by the alternative methods described in Chapter 4 and develop a solution which
is optimized with regard to the defined requirements. The exact structure of our solution will
be described in detail in Chapter 6.

5.2 3D Object Recognition

For being able to develop an appropriate solution for the issue of 3D Component Recognition
of additively manufactured parts, we first need an overview regarding existing approaches
for this task respectively similar tasks. In Section 4.4, we gave an overview about the
basic approaches for traditional and ML-based computer vision. These approaches form the
basis for the development of solutions for different real-world applications. In recent years,
3D Object Recognition has developed into an increasingly important task, as automation
solutions requiring object recognition are entering more and more areas of everyday life
and industry. Automated 3D Object Recognition is used for autonomous driving, robotic
grasping or the observation of construction applications [139, 77, 24]. Due to the increasing
interest from the different domains, the research and development in the field of 3D Object
Recognition was also increased and more and more different approaches were developed.
In this section, we will first give a short overview regarding object recognition in several
real-world applications and subsequently introduce an industrial approach for 3D Component
Recognition of additively manufactured parts which recently emerged. Subsequently, we
will discuss the positive and negative aspects of the different approaches regarding the
development of our own solution for 3D Component Recognition of additively manufactured

parts.

5.2.1 Object Recognition in Real-World Applications

Nowadays, object recognition systems are used in many real-world applications like au-
tonomous driving or industrial assembly lines. In this section, we will give an overview
about existing applications which are related to our task of 3D Component Recognition of

additively manufactured parts.
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Autonomous Driving

The recognition and tracking of objects like pedestrians, other vehicles, obstacles or street
signs in the environment of autonomous vehicles is one of the most important tasks in the
domain of autonomous driving. In order to enable autonomous driving, real-time solutions
are needed that are able to recognize the described objects quickly and reliably. Nowadays,
CNNs, like the architectures described in Chapter 4, are often used for this purpose. The
CNNs s can be trained on image databases like the Caltech-101 database [29] which consists
of images of 101 different object categories like pedestrians, bikes or cars. Trained state-of-
the-art CNN-architectures reach recognition accuracies of more than 90% for the recognition
of the objects of the Caltech-101 data set [139].

Robotic Grasping

Besides the application for autonomous driving, object recognition systems are also often
used in industrial applications. One of the most common applications is robotic grasping. In
modern assembly lines, robot arms are often used to grasp the objects which are processed in
the assembly line and e.g. pass them to the next assembly steps. For being able to grasp the
objects fully automated, the robotic systems needs to recognize the objects using some type
of sensors which generate e.g. images or point clouds. Based on the sensor data, the system
has to be able to recognize the objects and calculate the corresponding poses [79].

Since most assembly lines are relatively static systems, created for a consistent production,
the object recognition systems which are used, have to be designed for the detection of a
fixed set of components. Luo and Kuo [79] developed a system to recognize and grasp a
fixed set of objects using geometry-based descriptors. Their system is able to recognize six
different objects with an accuracy of about 98%.

5.2.2 3D Component Recognition in the AM Domain

In November 2018, when we already started our work on the 3D Component Recognition of
additively manufactured parts, an industrial solution for the task emerged on the market. The
company AM-Flow has developed an DL-based system, specialized for the recognition of
components produced using the SLS process. The system is using a multi-view image-based
DL architecture which is able to recognize produced components based on images taken
from four different cameras [7].

To the best of our knowledge, the system has not been evaluated on any benchmark
data sets, yet. According to their own statements, the system achieves an accuracy of 95

percent correctly recognized components with zero percent false recognitions. The system
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is able to recognize about 20 components per second [6]. With their solution, the AM-
Flow company has shown that it is possible to create an DL-based solution for the 3D
Component Recognition of additively manufactured parts which can achieve a high accuracy.
Nevertheless, there is still a small gap to a 100 percent accuracy which has to be closed.

In Section 4.4, we have discussed several general approaches for object recognition
task. Subsequently, in this section, we gave an overview regarding existing applications of
object recognition approaches for real-world tasks. In conclusion, we want to evaluate the
advantages and disadvantages of the different approaches with respect to the requirements
Ri_¢r = recognition rate, Ry ., = robustness, R3_., = adaptability, Ry_., = process time,
Rs5_., = scalability and Re_., = process costs defined in Section 3.2.2 for the application
of 3D Component Recognition of additively manufactured parts in order to be able to design
our own approach based on this information.

In Section 3.2.2, we have explained that manual processing of the 3D Component
Recognition step is not practical and will not be feasible anymore with growing production
volumes. In order to be able to replace the manual approach with an automated solution,
two main groups of solution approaches are available: Systems based on traditional CV and
systems using DL-based CV. We have summarized the advantages and disadvantages of the
two groups of approaches with regard to the requirements defined in Section 3.2.2 in Table
54.

Our rating regarding the metrics R|_., = recognition rate, Ry_., = robustness, Rs_.,
= scalability and Rg_., = process costs are equal for traditional CV approaches as well as
for DL-based CV approaches. Both groups of solutions are in principle capable to detect
objects with a high accuracy and robustness, if they are set up properly. The costs and also
the scalability are mostly influenced by the hardware which is used. That is basically the
same for traditional CV approaches as well as ML-based CV approaches since they are using
the same types of sensor data. Since the use of e.g. camera-based systems does not require
very expensive hardware, a possible image-based solution system can be scaled without
disproportionate costs.

Major differences between traditional CV approaches and DL-based CV approaches
become apparent when considering the two requirements R3_., = adaptability and R4,
= process time. Traditional CV methods are mainly used for tasks where a fixed set of
different objects has to be recognized. In Section 4.4.1, we have explained that traditional
CV systems are optimized for a specific task e.g. the recognition of a specific set of
different object. The system is designed in such a way that it can optimally distinguish the
specific objects of the fixed data set. As explained in Section 3.2.2, the set of components

to be recognized is varying everyday at AM service providers. Therefore, a solution has
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Table 5.4 Ranking of the manual process, traditional CV approaches and DL-based CV
approaches regarding the six metrics recognition rate, robustness, adaptability, process time,
scalability, and process costs.

Ri—¢r Ry ¢r R3_¢r Ry—¢r Rs_¢r Ro—cr
Method/Metric  Recognition Robustness Adaptability Process Scalability Process

Rate Time Costs
Manual process ++ ++ + -— - -——
Traditional iy - N N
CV approaches
DL-based ++ ++ ++ + + +
CV approaches

to be able to adapt to these changes automatically. This is not possible in an automated
way with traditional CV approaches. Therefore, it cannot be guaranteed that the system,
which was designed to recognize a fixed set of objects, is also able to recognize the daily
changing components optimally. We therefore rate the quality of traditional CV approaches
with regard to the requirement R3_., = adaptability as inadequate. In contrast, the main
advantage of DL-based approaches is that they are extremely adaptable due to their data-
driven approach. With the help of, for example, images of the daily varying components,
they are able to learn the features with the highest discriminative information based on
the corresponding images autonomously. This enables them to adjust every day in such
a way that the corresponding components can be recognized optimally. The performance
of DL-based approaches regarding the metric R3_., = adaptability is therefore rated as
excellent.

Additionally, the process time for the actual recognition is very short, since the main
computational effort is necessary in the training phase of those systems. The computational
cost for the inference, on the other hand, is usually very short for DL systems. We therefore
rate the quality of DL-based systems with regard to the metric Ry, = process time as good.
In contrast, as explained in Section 4.4.1, a drawback of traditional CV approaches is the
high computation time. For the recognition of different objects, the feature representation
generated from the sensor data of the physical components must be compared with the corre-
sponding feature representation of each of the 3D models, to determine which component is
the most likely in the matching step. With an increasing number of different objects, this
process leads to a significant increase of the computing time. With regard to the metric
Ry4_.r = process time, we therefore rate the performance of traditional CV approaches as

insufficient.
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Based on the information presented in Section 4.4.2 and the results achieved by the
AM-Vision solution [6], we decided that an DL-based solution is most promising for the
purpose of 3D Component Recognition of additively manufactured parts. As explained in
Section 4.4.2, the group of DL-based CV approaches includes a wide range of different
concepts. Considering the cost requirement, we believe that an image-based approach is
the most promising choice for our purposes. Image-based DL approaches can achieve
state-of-the-art performance at the Princeton ModelNet recognition challenge [146] despite
the loss of information due to the 3D-2D transformation which can be counteracted by
using multi-view architectures. Therefore, we will use an MVCNN-based approach as the
main component for the development of our solution for the 3D Component Recognition
of additively manufactured parts. We will explain our developed solution architecture in
Chapter 7 in detail.
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Chapter 6
Solution: Manufacturability Analysis

In Chapter 3, we described the issue of Manufacturability Analysis for AM. We outlined
the current state of this process step in the process chain of AM service providers and
described the physical causes for manufacturability constraints and the attempts to describe
the constraints using design rules. In addition, we have defined requirements which a suitable
solution for the Manufacturability Analysis must meet. Subsequently, in Chapter 5, we
gave an overview about existing approaches which provide an automated Manufacturability
Analysis functionality and rated their advantages and disadvantages regarding the defined
requirements. Besides approaches from the AM domain, we additionally explained an DL-
based approach for the manufacturability analysis of drilled holes. Based on this information
and the foundations of ML and DL, we decided to develop our own DL-based solution which
is optimized for the task of automated Manufacturability Analysis in the process chain of
AM service providers. As the AM service provider which we used as reference mainly
uses SLS and SLM machines, the solution is developed for these technologies. In principle,
our solution is suitable for all AM manufacturing technologies. Through its data-driven
approach, our solution is designed to extract and harness the information regarding the
manufacturability of components which is generated in the daily production of AM service
providers.

In this chapter, we will explain our solution and the corresponding building blocks. The
chapter is split into two parts: The first one, from Section 6.1 to 6.3 is dealing with the
general architecture of our solution, the integration into the environment of AM service
providers and the corresponding building blocks of the solution. In Section 6.1, we will
explain the general structure of the whole system. Subsequently, in the Sections 6.2 and 6.3,
we will explain the main building blocks, i.e. the DL model and the feedback generation
system in detail. In the second part, we are focusing on the realization details of our solution.

In addition to the basic architecture of our solution described from Section 6.1 and 6.3, the
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preprocessing of the raw 3D models is of crucial importance. We will discuss this in Section
6.4. Additionally, we have defined different options to for the design of the final classification
stage of our solution. These options are described in Section 6.5.

6.1 Solution Architecture

In this section, we want to explain the concept of our solution for an automated data-driven
Manufacturability Analysis in the process chain of AM service providers. At first, we are
explaining the general structure and work flow of the whole system. Subsequently, in the
following sections, we will define and explain the architectures chosen for the DL model and
the feedback system.

Production Categorization
Data
e — N — N — N — N —
Production gy st ! sy N
Data sl e e - -
Training of
DL Model
Instances
Trained
DL Model ? ? ?
Instances X X X
Input ()
. Data {3
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[ ) YA 4
—
Web Platform
—d
AT .
Feedback

Fig. 6.1 The basic structure of the solution concept.

The basic structure of our solution is shown in Figure 6.1. It is showing the general work

flow from extraction and categorization of production data at AM service providers over the
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training of separated instances of the DL model for each failure category to the inference
phase, where customer 3D models are processed and the feedback consisting of a decision if
a 3D model is manufacturable or not and the visual feedback is generated.

Since we want to use a data-driven system for our solution, we need the corresponding
data to train the system. The data generated in the production process every day, can be
used for this purpose if it is collected and processed accordingly. The production data must
therefore first be categorized. Since there are various different causes for production failures,
first the various failure categories such as insufficient wall thickness or non-manufacturable
bore hole have been defined based on the expertise of AM engineers. Subsequently, whenever
a production failure occurs, the 3D model of the corresponding component can be assigned
to one or multiple of the failure categories. This allows a data collection to be generated for
each failure category. All components that are manufactured without defects, are classified
as manufacturable.

Based on the collected data for each category, a separate instance of the DL. model can
be trained. On the one hand, due to the separation into individual failure categories, it is
easier for the DL model to learn the decisive geometric criteria and on the other hand it
is possible to generate more detailed feedback. Since each instance is learning a separate
manufacturability criterion, this information can be used to provide the customer with an
enhanced feedback. Once the instances of the DL model are trained based on the categorized
production data which is used as training data, they are able to evaluate the 3D models of the
customers subsequent to their upload. As a result, the customer gets a binary decision if a
3D model is manufacturable or not and if not, additionally a visual feedback.

Our solution consists of two main building blocks shown in Figure 6.2: The DL model
which provides the functionality for generating the raw binary decision if a 3D model is
manufacturable or not and additionally the feedback system which generates a visualization
of critical geometries. In the next sections, we will describe the chosen DL model and the

corresponding feedback generation system including their internal procedures in more detail.

6.2 DL model: Spatial Hashing-based CNN

As we have highlighted in Section 5.1, the 3D CNN-based approach of Balu et al. has shown
that it has the capability of learning manufacturability criteria in the domain of bore drilling.
Based on the results of Balu et al., we therefore decided to use a 3D CNN-based as the main
building block for our solution architecture. Since the main drawback of the approach of
Balu et al. is that the maximum resolution of the voxel grid is limited to 643 voxels using

current GPUs, we need an other 3D CNN architecture for our solution. From the group of
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Fig. 6.2 The structure of the chosen DL model and the feedback generation system.
current state-of-the-art 3D CNNs, the HCNN approach is achieving the highest resolution
[119]. The high resolution is necessary for being able to represent the 3D models with a
high degree of detail for the recognition of filigree critical geometries. For being able to
utilize the approach for the task of Manufacturability Analysis, several intermediate steps
are necessary. In this section, we first describe the structure of the HCNN approach and
subsequently discuss its integration into our solution architecture.

As explained above, one major issue is the enormously increasing memory requirement
of 3D-CNNs with increasing resolution of the voxel grid. The HCNN approach [119] has
dealt with this problem and represents the current state of the art. The approach is based
on PSH [74] whereby the voxel models can be stored almost optimally. For storing of a
voxel representation with a resolution of N3 raw voxels, a memory consumption of O(N?)
would be caused. In contrast, storing the same 3D model using octree-based methods, the
memory consumption is bounded by O(N?) and the PSH method reaches O(N %) [119]. To

understand the basic structure of the HCNN approach, we will briefly explain PSH and the
corresponding data access for the implementation of the basic CNN functions.

6.2.1 Perfect Spatial Hashing

A perfect spatial hash function is a hash function which has no collisions for a static voxel

model. The PSH approach is designed to calculate such functions with the additional
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condition of generating the function with minimal memory consumption, i.e. minimal hash-
and offset-table size, while optimizing spatial coherence in the hash and offset table for

achieving fast data access [74].
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Fig. 6.3 The basic structure of PSH illustrated in 2D [74].

PSH is creating a hash function &(p) for hashing of the discretized model S C U which
is a subset of the domain U with u = ii? positions. S consists of n points p which belong to a
data record D(p). In our work, we are dealing with d = 3 dimensions. For the explanation of
the PSH approach, we use d = 2 for a better visualization (see Figure 6.3). The hash function
h(p) is used to create a dense representation H[h(p)] of the sparse data D(p).

The perfect spatial hash function A(p) is a combination of two hash functions Ay (p) and
hi(p) (See Equation 6.1). For the creation of the hash-table H, 7 is chosen as the minimum
value satisfying the condition m = /m¢ > n so that all n points fit into the hash-table. Both
ho(p) and hy(p) are designed as simple modulo operators using the respective table sizes
m and 7. Since m is already defined, a minimal value for 7 for the offset table ® has to be
found which creates a perfect overall hash function 4(p). This value is found by iteratively
increasing 7, testing different values for the offset vector @[ (p)] and checking for collisions.
If a collision free hash function i(p) is found, the iterative search is terminated. Besides the
hash table H, also a position tag table 7 with the same size as the size of H is created. This
table stores the corresponding position p of a voxel in the original dense grid. The position
tag table is used to check the validity of a hash entry when trying to load an entry from the
hashed data. A detailed explanation is given in Section 6.2.2.

h(p) = ho(p) + ®[h1 (p)] mod in (6.1)
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Fig. 6.4 Example 3D data showing the effect of the efficient data storage [74].

Figure 6.4 shows an example 3D model stored using PSH. Compared to the original
data in the dense grid with a resolution of 1283 voxel, the hash-table and offset-table only
require 353 respectively 193 voxel for storing the same 3D model. That is a reduction to only

approximately 2.37% of the original size.

6.2.2 CNN Operations with PSH

For running CNN operations like convolution on the data stored as a PSH representation, the
data has to be accessed again. To calculate the convolution for an output voxel p,, the data in
the receptive field of the convolution kernel has to be accessed. Therefore, the data of the
input voxel p; in the center of the convolution kernel (marked in grey in Figure 6.5) and the
neighbors in the kernels receptive field have to be loaded. Using that procedure, only the
necessary information is loaded from the hashed data for the convolution operation. When
trying to load a voxel p; from the hashed data using the hash function %(p;), the position tag
table is used to confirm that 7' [h(p;)] = p;. If that is not the case, an empty voxel which is
not part of the surface of the 3D model has been accessed [119].

With the same procedure all other CNN operations can be executed without having the
necessity to load the complete dense data. After running an operation, the resulting data can
be stored again using the hash functionality.

6.2.3 Memory consumption

Figure 6.6 shows the memory consumption of the HCNN model compared with the Octree-
based Convolutional Neural Network (OCNN) architecture [142] which is an octree-based
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Fig. 6.5 Receptive field of a 3D-CNN convolution kernel.

competitor. The figure shows the memory consumption in mega bytes in relation to the
resolution of the voxelized 3D models for NN training with a mini-batch size of 32 models.
It can clearly be seen that the HCNN approach can process higher resolutions compared
to OCNN. With an NVidia 1080 GTX GPU with 8GB memory, a resolution of up to 5123
voxel can be reached.
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Fig. 6.6 Comparison of memory consumption of HCNN compared to OCNN [119].

6.3 Feedback System

The HCNN model itself can only provide a binary decision if a 3D model is manufacturable

or not. The feedback has to be generated by an additional system. In Section 5.1, we have
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pointed out that the feedback generation approach used by Balu et al. [15] does not offer
feedback with satisfactory quality. The output generated by the 3D Grad-CAM algorithm
is very coarsely resolved and vague. In Section 4.3.3, we have outlined that several other
methods exist for the generation of visual feedback for image analysis tasks. Based on
publications from other fields of application, we have decided that the LRP approach is
more promising for our task of Manufacturability Analysis than the Grad-CAM approach. In
several fields of research, the LRP approach has shown that it is able to generate accurate
feedback and to represent the crucial criteria that a DNN has used for its decision with high

quality [55, 10, 44, 112, 89]. These qualities are extremely relevant for our solution.

6.3.1 Layerwise Relevance Propagation

The LRP algorithm is one of the decisive components used for our solution. In the last five
years, LRP-based approaches have been an essential part of the backpropagation-based group
of Model Explanation algorithms. Several further works are based on the original publication
of Bach et al. [12]: The research group around Bach (now Lapuschkin) itself published
various works for further development of their approach [87, 67, 69, 88, 112, 68, 113]. In
addition, other researchers have developed modifications of the baseline approach [55, 75] or
applied the approach for solving different research tasks [148, 20, 42, 28]. In this section,
we will explain the basic functionality in more detail.

The basic idea of LRP is that the critical factors influencing the decision of a NN are
propagated back from the output, layer by layer, to the input layer. These critical factors are
called relevance. The relevance is distributed over the neurons of a layer and propagated
back from the following layer by propagation rules (see Figure 6.7) [87].

The LRP-0 rule

O =0=-@
O <O

Fig. 6.7 Visualization of the LRP backpropagation procedure. The thickness of the lines
shows the share of each neuron in the relevance in relation to the neurons of the next layer
[87].
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The standard backpropagation rule is based on the assumption that the amount of rel-
evance should be preserved in each layer. Since we know the relevance of the neurons of
the output layer, we can propagate the relevance layer by layer back to the input layer. The

(1,1+1)
J

relevance R of a neuron i in layer / regarding a neuron j in the upper layer (/4 1) can

i
be calculated the following way [12]:

RUAED

i“—j

_ G gl (6.2)
z 7

Rng) is the relevance of the neuron j of the layer (I + 1), z; j = a;w;j 18 the activation

a; multiplied with the weight w;; of the connection between the neurons i and j and z; =

Zj:() a;w;j is the sum over all connections from neuron i to the J neurons of layer (I +1).
The total relevance of the neuron i can be calculated by summing up the relevance of all

neurons of the layer (I + 1) regarding the neuron i [87]:

(LiI+1) / Zij  ,(I+1)
R, _J;)Z—J_Rj (6.3)
Equation 6.4 shows the conservation of the relevance while propagating it from layer
to layer [67]. I is the amount of neurons of layer /. The equation shows that the sum of
relevances of the neurons of layer / regarding the neuron j of layer (I + 1) is equal to the
relevance of neuron j. Therefore, relevance of that neuron is neither lost nor is any relevance
added.

1
ZR(I,H—I) :RS-Z—"_]) (64)
i=0

i“—J

The rule explained in Equation 6.3 is called the LRP-0 rule. It fulfills the relevance
conservation requirement but has some drawbacks. Therefore, some alternative rules have

been defined which are briefly explained in the following sub-sections.

The LRP-¢ rule

One problem of the LRP-0 rule is that R;. ; can take unbounded values for small values z;.
This can be prevented by introducing a stabilization factor €. Equation 6.5 shows the resulting
formula [67]. The stabilization factor leads to a better numerical stability by absorbing very
small relevances. This of course also leads to a relaxation of the relevance conservation

property [67].

(L,I1+1) Zij (I+1)
RV = -R: 6.5
e zj+e€-sign(zj) (0:2)



130 Solution: Manufacturability Analysis

The LRP-o rule

The LRP-of rule is specialized for NNs which use ReLU activation functions. It treats
positive and negative relevance separately what allows us to chose the impact of positive
and negative relevance. The equation is shown in Equation 6.6. Negative and positive
contributions to the relevance are marked with — and + [67].

(LI+1) ZiJ; Zjj (I+1)
R = <a;+[3;> ‘R; (6.6)
J J

Based on the different rules explained above, the LRP approach can be used to generate
a visual explanation for the decision of a DNN which can be optimized according to the
specific research question. Due to its properties the LRP approach is optimally suited to
generate the visualization for the Manufacturability Analysis task described in Section 3.1.
The two building blocks described above provide the basc functionality for our solution. In
the next Section, we will describe how the raw 3D models have to be prepared to enable

them to be processed by our solution.

6.4 Data Preprocessing

For being able to train the HCNN approach based on the gathered production data, several
intermediate steps are necessary to create the data representation which is processible for the
HCNN based on the 3D models which should be used as input data.

Figure 6.8 shows the steps which are necessary to create the input data for the HCNN.
The process starts with the 3D models which are stored as STL or Wavefront 3D object (OBJ)
file. As described in Section 4.4, the HCNN is a voxel-based approach which is able to
process the 3D models with a high resolution of up to 5123 voxel by using PSH for an
optimized compression of the sparse voxel models. The PSH method is used to calculate a
hash-table representation of the voxel models. The STL respectively OBJ model must first
be converted into the hash-table format respectively batches of hash-table files which can
then be processed by the HCNN approach. Several intermediate steps are necessary.

Prior to the creation of the voxel models, a point cloud representation has to be created
based on the original 3D models. For that purpose, we use a modified version of the ray-
tracing-based algorithm Virtual Scanner [143]. The Virtual Scanner is used for the creation
of point clouds for e.g. 3D object recognition tasks using point-cloud-based DNN approaches.
Via virtual ray-tracing, point cloud representations of 3D meshes can be generated. The

points are calculated by casting a ray from a specific view point and calculate the intersection
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Fig. 6.8 Intermediate steps from the 3D model to the HCNN input batch-file.

of the ray with the 3D mesh [34]. For classical 3D object recognition tasks, only the external,
visible surface of a 3D model is of interest. Therefore, the Virtual Scanner is implemented in
such a way that only the intersection points with the outer surfaces are taken into account
when creating the point cloud. For our Manufacturability Analysis application, however, we

also need the geometric information of internal structures such as cooling channels.

Fig. 6.9 Positioning of the six ray-arrays.

Therefore, our modified version of the Virtual Scanner is not only using the first inter-
section of the ray with the 3D mesh but also the following intersections. We use six view
points from which our rays are cast on the model (See Figure 6.9). At each of the positions,
a two dimensional ray-array consisting of 10242 rays is used to generate a detailed point
cloud from each view point. The final high resolution point cloud is generated by merging

the point clouds corresponding to the different view points.
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Based on the point cloud, the actual voxel model of a 3D model can be generated. We
are using an implementation provided by the authors of the HCNN approach [119]. For
each voxel, the algorithm checks whether at least one point of the point cloud is located
within the voxel or not. If this is the case, the voxel is marked as part of the surface of
the 3D model. Thus, the voxel model represents a surface model of the 3D model which
makes it very sparse. For the filling of the voxels, there are two variants. Either, they are
simply stored in binary format, marking whether a voxel is part of the surface or not or,
additionally the surface normal vectors are stored whereby additional information can be
used. For the second variant, the surface normal vectors are extracted from the original 3D
model and stored using the normalized length of their X-, Y- and Z-component in three
separate channels. The training instances therefore consist exclusively of the geometric data,
stored as hash-table files and the corresponding label manufacturable or non-manufacturable.
For the non-manufacturable 3D models, no information is included regarding the exact
non-manufacturable partial geometries within the 3D model. We have deliberately omitted
this information in order to verify whether our solution can be trained using solely the labels.
For a later use of real production data, the effort for labeling the data could be reduced
significantly and thus the labeling process could be integrated more easily into the daily
processes.

Subsequently to the generation of the voxel models, the hash representation can be
generated, as explained in Section 4.4. The result is a hash-table-file (.hst-file) for each voxel
model. In addition, for being able to process multiple 3D models in parallel, batch files
(.HSLB-files) are created which can be loaded and processed by the HCNN approach.

6.4.1 Data Augmentation

To create a performant system that robustly learns the features to be learned, it is necessary
to appropriately prepare the information of the raw 3D models using data augmentation
techniques. In the real applications, arbitrary 3D models are uploaded to the web platform by
customers and subsequently analyzed. One degree of freedom that exists in this process is the
orientation of the 3D models. Regardless of the orientation in which a 3D model is uploaded,
the evaluation regarding the manufacturability of the 3D model generated by our solution
should always remain consistent. Since the HCNN model is not completely rotation-invariant,
different orientations of the 3D models can lead to different decisions of the HCNN model
with respect to the manufacturability of a 3D model although the manufacturability criteria
we are dealing with are actually rotation-invariant. Therefore, it is necessary to eliminate this

rotation variance with data augmentation methods as far as possible.
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To counteract the rotation-variance, we want to provide as much information as possible
to the HCNN model. Therefore, we generate the voxel representation and the related hst-file
in different orientations for each 3D model. We decided to generate 14 different orientations
for each 3D model in the voxelization process and accordingly 14 different hst-files for
each 3D model. The different orientations for the 3D models are generated by creating an
axis-aligned unit cube around the center of the 3D model and subsequently rotating it in a
way that the vector formerly pointing in negative Z-direction is subsequently pointing in the
direction of the normal vectors of the six sides of the cubes respectively to the 8 corners of it,
one after the other. With this procedure, we generate 14 different hst-files for each 3D model.
As a result, we provide different variants for each 3D model to the HCNN model during the

training process, enabling it to obtain additional information about each 3D model.

6.5 Decision Calculation

In the training process as well as in the inference phase, the HCNN model is calculating
a decision if a 3D model is manufacturable or not for each hst-file. Since we are creating
the hst-files using 14 different orientations for each 3D model, as described in the previous
Section 6.4, we created two different variants for the calculation of the final decision if a 3D
model is rated as manufacturable or not. For the first variant, we have considered each input
instance, i.e. hst-file generated from a particular point of view, individually. For the second
variant, we considered each of the individual scores generated by the HCNN for the 14
hst-files per 3D model as a joint instance in the inference phase. For each of the 14 hst-files
corresponding to a 3D model, an independent decision if the 3D model is manufacturable
or not is still calculated by the HCNN, but these are subsequently used to determine a joint
decision for all 14 hst-files. We rate a 3D model as non-manufacturable as soon as the HCNN
has rated at least one of the 14 instances as non-manufacturable.

This is motivated by the fact that for non-manufacturable components, an explicit geomet-
ric feature has to be recognized, whereas for manufacturable components the non-existence
of this feature is decisive. Since the decisive features are not necessarily recognizable for the
HCNN model in all orientations of a 3D model, it is sufficient if they are recognized for one
of the orientations. We will analyze the effects of these two variants as part of the evaluation

in Chapter 8.

Our solution described in this chapter can be used for the Manufacturability Analysis in
the process chain of AM service providers. It can be trained based using production data

categorized and labeled with regard to certain manufacturability criteria. After training it
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can be used for an automated evaluation of 3D models which have been uploaded to the web
platform of an AM service provider by customers. The two stage solution is able to classify
3D models into the classes manufacturable and non-manufacturable objects using the HCNN
stage and subsequently generate visual feedback using the LRP method.

In Chapter 8, we will present our work on a concrete realization of our solution. We cre-
ated a demonstration data set labeled with regard to the manufacturability criterion minimum
wall thickness and trained our solution to enable it to evaluate that criterion. Subsequently,
the evaluation of the performance of our solution with regard to the requirements R|_,,, =
adaptability , Ry, = accuracy, R3_ ., = suitable data representation, Ry, = visual
feedback and Rs5_,,, = computation time, which we defined in Section 3.1.3, is provided.
Before that, however, we describe our solution for the 3D Component Recognition for

additively manufactured parts in Chapter 7.



Chapter 7
Solution: 3D Component Recognition

In Chapter 3, we have outlined that the current approach of manually assigning the physical
components to the corresponding digital 3D models and therefore the correct customer order
is extremely time consuming and expensive. Already at the current production volume, it is
only conditionally feasible, with increasing production volumes, the recognition and assign-
ment of the components will no longer be possible in the current manual form. Therefore, our
goal is to design an automated solution. In Section 5.2, we provided an overview of existing
solutions from the AM domain respectively solutions for related tasks in other domains and
rated these solutions regarding the solution requirements R|_ . = recognition rate, Ry ¢, =
robustness, R3_., = adaptability, Ry_., = process time, Rs_., = scalability and Rg_., =
process costs, which we defined in Section 3.2.2. Based on that information, we decided
that an DL-based solution is the best choice for our problem statement. Based on evaluations
using benchmark data sets like the Princeton ModelNet data set [146], DL-based approaches
have shown that they are currently achieving the state-of-the-art accuracy in object recog-
nition tasks and should therefore be well suited with regard to the requirement R|_., =
recognition rate. Another very important aspect is that its adaptive data-driven nature makes
it best suited with regard to the requirement R3_ ., = adaptability. DL-based solutions are
able to automatically adapt to the daily changing components to be recognized. Since DL
systems require comparatively little computational effort in the inference phase, it can also
be expected that the constraints with respect to the requirement R4, = process time can be
met. Additionally, we figured out that an image-based approach should be preferred over 3D
data-based approaches with regard to the requirement Rg_., = process costs, since cameras
are usually cheaper than 3D scanners. This property should also make the solution scalable
relatively easy. With regard to the requirement R, ., = robustness, our experiments will
have to show that the requirement can be fulfilled by our solution. In this chapter, we will

describe our solution for the 3D Component Recognition of additively manufactured parts.
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At first, we will explain the basic architecture of our solution in Section 7.1. Subsequently,
we go into detail for the different building blocks of our solution. In Section 7.2, we will
describe the DL architecture, which we used as central element of our solution. In Section
7.3, the concept for the physical recognition station will be explained. Subsequently, in
Section 7.4 we explain the necessary steps for the training data generation and in Section 7.6
the preprocessing of the inference data used for the actual recognition of the components is
described.

7.1 Solution Architecture

In Section 5.2, we explained our decision to develop an image-based DL approach for the
3D Component Recognition task. In this chapter, we will explain the developed system
in detail. Our solution is using the digital information of the virtual 3D models for the
recognition of the physically produced components. Therefore, the solution is based on a
composition of software and hardware building blocks. For the development of a suitable
solution, it is essential that the hardware and software components are optimally adapted to
each other in order to be able to link the digital information with the physical circumstances.
We first describe the basic process flow of our solution for 3D Component Recognition and
subsequently explain the different building blocks in detail.

In Section 3.2.2, we explained the requirements which possible solutions for the 3D
Component Recognition have to fulfill. Based on these requirements, we have chosen to
use an image-based DL approach for our solution architecture. Regardless of the exact DL
architecture, which we will discuss in Section 7.2, this choice results in a process flow which

consists of the steps shown in Figure 7.1.

Build jobs Training data .. Physical image 3D component
: Training . ..
are defined generation generation recognition

Fig. 7.1 The five main steps necessary for the 3D Component Recognition from data set
definition to inference.

As described in Section 3.2.2, we need a solution which is able to recognize the produced
components build job per build job. This means that for each build job, a separate instance
of the selected DL model is trained, which learns to recognize the associated components.
By using pre-trained instances of the DL model, the training effort can be reduced. The
preparation for the actual recognition of the produced components can start as soon as the

build jobs are defined. At this point of the process chain, we have the information which
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components will be produced in which build job and therefore know which components have
to be recognized.

At this point, however, we only have data sets in the form of 3D models but not yet
the images we need for the image-based DL approach. Thus, the next step is to generate
the training data in the form of images. Since the components are only virtually and not
physically available at this point, we can not use real images of the components but have to
generate synthetic training data. As already described in Section 4.1.6, the synthetic training
data must be adapted as precisely as possible to the physical inference data. Therefore,
we developed a method for the generation of physically sound training data, which is a
central element of our solution. The generation of the physically sound training data is fully
automated. When a build job is fully configured, the necessary information for generating the
training data can be accessed automatically and the training data is generated. We describe
the exact procedure for the generation of synthetic training data in Section 7.4.

As soon as the training data is available, the training process itself can automatically
be started, too. As shown in Figure 3.7 in Section 3.2.2, roundabout 21 hours are available
between the completion of the build job preparation step and the 3D Component Recognition.
This time can be used for the training data generation and the training of the DL model itself.

When the training is finished, the DL model is able to recognize the components cor-
responding to a build job based on images of them. Therefore, images of the physical
components have to be generated in the physical recognition station, which we are going
to explain in Section 7.3. Based on the images, the DL model is able to recognize the
components. As shown in Figure 3.7 in Section 3.2.2, for the recognition of all components

which have been produced on a given day, roundabout two to four hours are available.

Based on this work flow, the DL model, which is able to recognize the associated
components based on real images, can be trained for each build job fully automated in
parallel to the real production of the components. In the following sections, we will explain
the main building blocks which are used for our solution for the 3D Component Recognition
in detail. We will begin with the choice of the DL. model, continue with the corresponding

hardware setup and subsequently explain the training data generation method.

7.2 DL model: RotationNet

In this section, we will explain the basic choice of the recognition system which we are going
to use and explain the system in detail. We have identified that an image-based DL system

is the most suitable with respect to the defined criteria Ry_., = recognition rate, Ry_., =
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robustness, R3_., = adaptability, Ry_., = process time, Rs_., = scalability and Rg_., =
process costs, but we have not yet described the concrete system. As explained in Section
4.4, in the last years, several approaches have been developed for 3D object recognition
tasks. Since nearly all of them are evaluated based on the Princeton ModelNet recognition
challenge [146], we decided to use the approach with the best recognition rate regarding this
challenge. The MVCNN-based approach RotationNet [56] achieves the current state-of-the-
art accuracies with 97.37% for the ModelNet40 data set including 40 different object classes
and 98.46% for the ModelNet10 data set including 10 different object classes. Therefore,

we have chosen to use RotationNet as central element for our 3D Component Recognition

solution.
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Fig. 7.2 Basic structure of RotationNet (Adapted from [56]).

RotationNet is only one of several approaches developed in the last years based on the
first multi-view-based approach MVCNN [126]. Since its specific architecture enables it to
achieve the state-of-the-art accuracy for the Princeton ModelNet classification challenge, we
will explain the architecture in detail in this section.

The basic idea of RotationNet is to predict the category to which an object belongs as
well as its pose based on e.g. 12 fixed camera perspectives (See Figure 7.2). Therefore, the
viewpoints of the individual training images are treated as latent variables. That means that
only the sequence of the viewpoints is known but not the exact positioning in relation to the
object to be recognized. This unsupervised learning of the object pose allows an optimization
of the calculation of class probabilities. Another aspect, which is especially important for
practical applications, is that less physical cameras can be used in the inference phase than,
for example, the 12 virtual cameras used in the training phase. That means that more virtual
cameras can be used for the training data generation, without having the necessity of using

the same amount of cameras in the inference phase.
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Fig. 7.3 Classification example using a system with M = 3 cameras (Adapted from [56]).
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For the training process of a RotationNet model with M viewpoints and N different object
categories, the training data is defined as follows: Each training instance {x,-}f.‘i | includes
M different images and the corresponding category label y € {1,...,N}. Additionally, a
viewpoint variable v; € {1,...,M} is added to each training image x;. These viewpoint are
unknown and treated as latent variables. The output stage of the RotationNet architecture is
designed as a concatenation of M softmax layers. Each of those layers predicts the category
likelihood P(¥;|x;,v; = j) for the corresponding input viewpoint x; and the assumption that the
viewpoint v; is belonging to position j. The system is optimized for solving the optimization
problem defined in Equation 7.1 [56].

M
max Py = y|x;,vi 7.1
R,'{vi}?il ,IJ (yz y| i z) (7.1)

This equation is optimized in the training process by tuning the parameters of the
RotationNet architecture and optimizing the latent variables {v;}!Z, in parallel for predicting
the highest probability for y for a combined input instance {x;}*, [56].

Figure 7.3 shows an example including N = 2 object categories and M = 3 cameras. In
addition to the N object categories a third incorrect view category is added which represent
views that can not be assigned to any target category. Therefore, for each of the M input im-
ages belonging to an instance, M output histograms, which contain N + 1 bins are calculated.
For each of the histograms an other value for the latent viewpoint variable v; is assumed
and the probability distribution for the two categories and the incorrect view category are
calculated. This allows to calculate which image probably belongs to which viewpoint.

In this example case, which includes three cameras, there are 3 possible options for the
sequence of cameras: (1,2,3), (2,3,1) and (3,1,2). Over all of these possibilities, the most
likely category label J is calculated. In this example case, the highest combined accuracy for
a valid class is generated when the viewpoint sequence (2,3, 1) is chosen [56].

The architecture described above, enables RotationNet to achieve state-of-the-art recog-
nition rates in object recognition tasks. Especially the treatment of the viewpoints as latent
variables makes it optimal suited for our problem statement. We will therefore use Rotation-
Net as one of the main building blocks for our solution for the 3D Component Recognition

of additively manufactured components.

7.3 Physical Recognition Station

In the previous section, we described the RotationNet architecture, which is able to learn

to recognize objects, using data instances of e.g. 12 images of an object. In order to use
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Separation Unit Scanning Area

Fig. 7.4 Structure of the hardware of the recognition station shown from an aerial perspective.
The components are transported on a conveyor belt. They are separated using a separation
unit and afterwards scanned in the scanning area.

RotationNet for the recognition of additively manufactured components, we need to design
the appropriate hardware to generate images of the components to be recognized. The
recognition station has to be designed for the integration into a complete line automation of
the entire process chain of AM service providers. For the design of the whole recognition
system, not only the hardware of the recognition station itself is relevant, but also the
hardware for the feeding of the components, since it influences their recognition by the
method of moving the components in front of the camera. So far, we have only designed the
recognition station virtually and have not yet built it physically. The design explained here
describes a standard configuration and can still be adapted if necessary. Figure 7.4 shows the
basic structure of the hardware shown from an aerial perspective. After the sand-blasting
step, the components are placed on a conveyor belt. In order to be able to recognize the
components one after the other, they are separated using a separation unit and subsequently

conveyed further into the scanning area.

Fig. 7.5 Standard positioning of the 12 cameras of the recognition station.
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The scanning are is designed based on the requirements of the RotationNet architecture.
As explained in the previous section, the standard configuration of RotationNet consists of 12
camera perspectives. Therefore we have chosen 12 cameras as standard configuration for our
design of the hardware station, too. However, this configuration can be adapted. The cameras
are installed in a circle around the center of the conveyor belt. By default, the cameras are
mounted at an angle a = 45° from the X-Y-plane and an angle 8 = 30° around the Z-Axis
between the different cameras (See Figure 7.5).

This hardware structure forms the basis for the recognition of the individual components.
The cameras capture the components from 12 different angles and thus provide the informa-
tion needed for the recognition of the components. The described hardware configuration is
aligned to the architecture of RotationNet. In Section 4.1, we have described that the training
and inference data for DL systems have to be aligned to each other as precisely as possible, to
achieve a high performance regarding the task which is dealt with. Therefore, in addition, the
further steps like the training data generation have to be adapted to the physical conditions of
the hardware structure and the further restrictions of the overall process chain of AM service
providers, as precise as possible. We will explain our developed solution for the training data
generation in the following Section 7.4.

7.4 Training Data Generation

In order to enable the MVCNN architecture RotationNet to be able to recognize the com-
ponents after production and sand-blasting on the basis of the camera images, it must first
of all be trained to be able to recognize the components. Before the training can be started,
we need a set of training data for each build job. Since we are using an MVCNN-based
approach, we need multiple images of the components for the training process. However,
as already mentioned in Section 7.1, when the build job preparation is completed and the
training could in principle start, the components do not yet physically exist. Therefore, there
are no images of the physical components that can be used for the training process. Instead
of physical images, synthetic training data must be generated as described in Section 4.1.6.

In our case, synthetic training data can be generated by rendering virtual images based
on the 3D models corresponding to the physical components, which later on have to be
recognized. In Section 4.1.6, we explained that a precise adaption of the synthetic training
data to the physical conditions in the inference phase is of decisive importance for being able
to achieve a robust and efficient recognition system. Therefore, several intermediate steps
are necessary to achieve an automated recognition of the physically produced components

based on the information of the 3D models of the assembled build job.
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Fig. 7.6 The different steps for the creation of training data for an MVCNN-based recognition
system based on a set of 3D models corresponding to a build job.

The different steps for generating training data for an MVCNN-based recognition system
are shown in Figure 7.6. Before the rendering can be started two prior steps are necessary.
Based on the 3D models, the orientation in which they are rendered later on has to be
determined. This is done by calculating physically sound orientations for each 3D models.
Using that procedure, the rendered images can be adapted to the physical behavior of the
produced components on the conveyor belt. Additionally, the virtual environment, which
forms the basis for the virtual rendering has to be defined. To achieve an optimal adaption
between the synthetic training data and the physical images in the inference phase, the
steps which we explained in Section 4.1.6 must be taken into account for the definition of
the virtual environment. A high photo-realism is necessary and the whole physical scene
including the environment and geometrical configuration with the positioning of the cameras
and light sources have to be modeled for the synthetic training data generation. When both
steps are finished, the rendering of the training images can start. To enhance the quality
of the training data, data augmentation techniques as described in Section 4.1.7 are used
subsequently. This allows the images to be even better adapted to the physical conditions in
the recognition station, resulting in higher robustness of the whole recognition system. When

those steps are completed, the actual training process can be started.

7.4.1 Virtual Environment

At first, we define the virtual environment using the open source 3D graphics software Blender

[19]. Blender provides a Python Application-Programming-Interface (API) for setting up the
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Fig. 7.7 Setup of the virtual scene including a camera and three point lamps.

whole scene including cameras, light sources, environment and objects including textures. A
sketch of the virtual environment can be seen in Figure 7.7. We used three light sources in
an elevated position around the center of the camera array. Since the physical recognition
station is not existing yet, we defined this lighting conditions based on rendering tests. With
this setup, we achieve a good illumination of the scene. The contours of the 3D models are
highlighted without unwanted reflections or mirroring on the surfaces. For the background,
we have chosen to use a simple black plane. Components produced via SLS are white. With
the black background, we can increase the contrast between the objects and the background
and therefore support the recognition process.

The cameras are set up according to the hardware setup defined in Section 7.3. Instead
of adding 12 cameras to the virtual scene, we only use one camera which is moved to 12
different positions. For the experiments, which we will describe in Chapter 9, we used two
different variants v; and v,, which are shown in Figure 7.8. The first variant v; is using a
virtual camera setup similar to the physical setup described in Section 7.3: The cameras
are positioned in B = 30° steps around the Z-axis with a vertical angle of o = 45°. For the
second variant v, the cameras are placed in an alternating way using a vertical angle of
a; = 35° respectively o, = 55° degree to the horizontal plane instead of a fixed angle of 45
degree. Thus, on two different orbits around the Z-axis, 6 virtual cameras are used in 60
degree intervals at each orbit . The positioning of the cameras of the upper orbit is offset by
30 degrees to the cameras of the lower orbit. In this way, inaccuracies in the generation of
the physical images are already simulated during training.

Using the described virtual environment, we are rendering the objects from the 12 camera
positions. We use Phong Shading provided by Blender Phong [73] to achieve photo-realistic
rendering of the 3D models.
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Fig. 7.8 The two variants for the camera settings for the training data generation. The upper
setting is the standard variant.

7.4.2 Physically Sound Orientations

As shown in Figure 7.6, we second step which is necessary prior to the actual rendering of
the training images is the calculation of physically sound orientations. For object recognition
tasks, CNNs are usually trained with a large number of training instances for each object to
be recognized. For image-based approaches, the instances of each object are represented
by images from different perspectives. In our case, a training instance is not represented by
a single image, but by the group of 12 virtual images of a 3D model created from the 12
camera perspectives. To create multiple instances for each 3D model, we need to view and
render the 3D model from different perspectives. For this purpose, the 3D models must be
rotated virtually into different orientations. Since, as already described, the training data
must be optimally adapted to the physical conditions, we have developed an approach to
create physically sound orientations which are used for an optimized rendering of the training
data [95].

Physically sound means that we want to adapt the virtual training data to the physical
conditions. We want to determine in which orientation the physical objects will probably
be oriented in front of the camera array. If we calculate the most probable orientations of
a physical object, we can generate the training data using the same orientations and thus

adapt the virtual training data to the physical inference data. Instead of using randomly
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Fig. 7.9 An example object in eleven different orientations shown from a frontal view point.

chose orientations for the rendering, this procedure leads to a training data set for each
component, which only includes images from viewpoints that can possibly occur in the
physical recognition station. As we will show later in our evaluation, this adjustment has a
high impact on the recognition rate of our recognition system.

Our goal is to determine which orientation an object is likely to be oriented in, in the
recognition station based on the geometric properties of the corresponding 3D model. The
process of calculating these physically sound orientations is divided into the following
steps. To illustrate the effects of our approach, we show an example 3D model in different
orientations (See Figure 7.9) and the effects of the individual steps of our approach on
possible orientations. Figure 7.9 shows the 3D model from a frontal viewpoint in eleven
different randomly chosen orientations. We will explain our approach using the following
Figures 7.11, 7.13 and 7.14.

Convex Hull

Fig. 7.10 An example object (left), the edges of the convex hull (center), and the facets
created by adjacent points of the convex hull (right).
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In the physical recognition station, the components will lie on a flat surface. Therefore,
we first determine all orientations in which a component could in principle touch a flat
surface, with more than a single point. For this calculation, we use the geometric property
of the convex hull. An example is shown in Figure 7.10. The convex hull of a 3D object is
described by the smallest convex set of points that contains the initial object (Figure 7.10
center). The facets that can be formed by connecting adjacent points of the convex hull

represent all facets, with which the component can touch a plane surface (Figure 7.10 right).
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Fig. 7.11 Five of the eleven orientations can be excluded since for non of the facets of the
convex hull the normal vector is pointing in negative Z-direction.

By using this property, the number of possible orientations in which a component can
be lying on a horizontal plane can be limited from an arbitrary number to a much smaller
number in most cases. Only if the normal vector of one of the facets of the convex hull points
in negative Z-direction, the component can in principle lie on a horizontal plane. Figure 7.11
shows the reduction of possible orientations for the example 3D model. Five orientations
can be excluded since non of the facets of the convex hull is parallel to the horizontal plane
while its normal vector is pointing in negative Z-direction. This means that the associated

component would not be lying plane on the horizontal surface in these orientations.

Object Stability

Using the properties of the convex hull, we were able to determine all orientations in which
a facet of the convex hull is parallel to the horizontal plane and the corresponding normal
vector points downwards. However, this does not mean that these orientations are physically
stable. For the verification if a component is physically stable in a certain orientation, we
are using the properties of the Center of Mass (CoM) of the component. The CoM of a

component is the point at which the distribution of weight is equal in each direction.
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Fig. 7.12 2D example for the stability verification using the CoM. The left part of the figure
shows a stable and the right part an unstable object.
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Fig. 7.13 Two additional orientations can be excluded using the stability verification based
on the CoM.
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A component is in a stable position if the projection of the x-y-position of its CoM is
inside the convex hull of all points which contact the surface. A 2D example for the stability
verification is shown in Figure 7.12. Based on this property, additional orientations can be
excluded. Figure 7.13 shows the remaining possible orientations for the example component.

Two additional orientations can be excluded.

Probability of Occurrence

All orientations which are remaining after the prior steps are physically stable and therefore
represent possible orientations in which a component can in principle be located in front
of the camera array. Nevertheless, further assumptions can be made about whether all
calculated orientations will actually occur in the physical recognition station or not. Some of
the orientations are much less likely than others. Components in orientations with a high
CoM tend to tip over more easily than components in orientations with a low CoM. For
example, theoretically a pencil could stand on its tip but in reality this is difficult to achieve.
While being transported on the conveyor belt, the components will most likely move into an
orientation with a low CoM. Therefore, in this step, we exclude all orientations with a very
high CoM compared to the lowest possible CoM of an object. The exact threshold for the
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exclusion will be defined in Chapter 9. Figure 7.14 shows the remaining orientations of the

example component after this last step.

e
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Fig. 7.14 Two additional orientations are excluded since they have a high CoM.

Using the steps described above, we are able to calculate the orientations in which the
physical component will most likely be oriented in front of the camera array, based on the
properties of the virtual 3D model. With this information and the virtual environment we
have defined, the actual training data can subsequently be generated.

7.4.3 Image Rendering

The training data instances in form of batches of 12 images are generated via rendering of
virtual images using the virtual environment and the physically sound orientations of the
3D models. The images are rendered using a Phong Shading implementation provided by
Blender Phong [73]. We create images with a resolution of 250 by 250 pixels. Based on first
experiment series, it has been shown that the best results can be achieved if the 3D models are
normalized to a uniform size for rendering. The 3D models are therefore normalized using
their maximum dimensions, so that they fit into a unit sphere. By positioning the camera on a
sphere with radius two, all 3D models are rendered from the same distance. Figure 7.15 and
7.16 show the same example training instance rendered using the two camera array variants
vy (Figure 7.15) and v, (Figure 7.16).

To enable an optimal training process, we want to generate balanced training data, i.e.
an equal amount of training instances per 3D model. Unbalanced training data can lead to
a deterioration of the recognition rate of our recognition system [82]. With the described
method for calculating physically sound orientations, a varying number of physically sound
orientations is calculated for each 3D model depending on its geometry. We use these as
basic orientations. To be able to create the same number of training instances for each 3D
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Fig. 7.15 Example of a training instance consisting of 12 images rendered using the camera
array variant vy.
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Fig. 7.16 Example of a training instance consisting of 12 images rendered using the camera
array variant v;.

model, despite the varying numbers of possible basic orientations for the individual 3D
models, we calculate additional stable orientations from these basic orientations.

In Section 7.4.2, we defined that a component is in a stable position if one of the facets
of the convex hull is parallel to the horizontal plane and the corresponding normal vector
is pointing in negative Z-direction. We can determine further valid orientations by rotating
the 3D model around the Z-axis from a stable base orientation without violating the defined
conditions. This allows us to calculate an arbitrary number of further stable orientations
based on the basic orientations.

Independent of the number of base orientations M which we calculated for a 3D model,
we can create the same number of N training instances for each 3D model by rotations around
the Z-axis. For this purpose, we create further N/M stable orientations per base orientation

for each 3D model and use these for the rendering process.
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The single instances should be disjunct to each other. In order to avoid that the rotation
creates identical instances, we have to determine for how many degrees the 3D models have
to be rotated around the Z-axis. As defined in Section 7.4.1, the 12 virtual cameras are
positioned in 30-degree steps around the Z-axis. Therefore, to avoid identical instances, we
have to select rotation angles smaller than 30 degrees. Therefore, we rotate the 3D models
(N/M) — 1 times for 30/(N /M) degree. If N/M is not an integer, we round up. In that case,
more than N instances are generated for a 3D model. For training, N of these instances are
randomly chosen to guarantee that the training data is completely balanced.

This process allows us to determine the same number of training instances for each 3D
model, regardless of the geometry of the 3D models and can thus generate balanced training
data. The images rendered that way are not directly used for the training data. As explained
in Section 4.1.7, data augmentation techniques can be used to enhance the quality of the
training data. We are using data augmentation techniques for an additional adaption of the

training data to the physical conditions in the recognition station.

7.4.4 Image Augmentation

In Section 4.1.7, we provided an overview about different techniques for augmenting images.
The described transformations are divided into geometric and photometric transformations.
We use a subset of those techniques for the adaption of the raw virtually rendered images to
the physical conditions of the recognition station.

The geometric operator rotation has already been integrated into our solution through
the steps previously performed for the generation of training data. By calculating physically
sound orientations, we generate a variety of different orientations that are used for rendering
the 3D models. Additionally, the architecture of RotationNet itself provides a form of rotation.
Through its multi-view architecture 12 different view points are used for each object. By
using the different camera array variants v; and v,, we add another rotation. Thus, through
these steps, rotations are performed that augment the training data to cover as many situations
that occur in reality as possible. Experiments conducted at the beginning of the evaluation
have shown that further geometric transformations such as flipping or cropping do not lead
to a further improvement of the performance of our solution. In the experiments described in
Chapter 9, we will show that especially the physically sound generation of the training data
has a crucial influence on the performance.

Besides the geometric transformations also the photometric transformations have a major
impact on the performance of our solution. When the inference images are generated in the
physical recognition station, there may be differences in the brightness, sharpness, contrast
or other properties of the images due to changes in the environment. Since these can have a
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massive impact on the recognition rate of our solution, we have also integrated the occurring
effects into the training images through photometric transformations.

When using photometric transformations, it is not possible to predict which transforma-
tions are best suited to optimize the training data for a problem. We have used different

variants in our experiments and evaluated their influence on the results. In first exper-

iments, we used the photometric transformations blurring, Random Brightness/Contrast
Change (RBC), Contrast Limited Adaptive Histogram Equalization (CLAHE), Gaussian
noise injection and composition thereof.

Fig. 7.17 Example for the five augmentation techniques which have been used. a): raw image,
b): blurring, c): RBC, d): CLAHE, e): Gaussian noise, f): composition of augmentation
techniques.

Examples for the different augmentation techniques are shown in Figure 7.17. Figure
7.17 a) shows the raw image, b) the image augmented using blurring, ¢c) RBC, d) CLAHE,
e) Gaussian noise and f) a composition of augmentation techniques where the composition
randomly combines two augmentation techniques: one of Gaussian noise or RBC (probability
of 50% each) and one of blurring or CLAHE (probability of 50% each). In the case of the
composition and the RBC method, the parameterization of the filters is chosen randomly for
each of the 12 images. So each image is augmented in a different way.

With these methods, we further augment the raw virtually rendered images to achieve

optimally adapted training data. Based on these, the actual training process can start.
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7.5 Training

The goal of the training process is to train a separate instance of RotationNet for each build
job. Subsequent to the training, the trained instance can be used for the recognition of
the physical components. Since the whole process from the generation of training to the
recognition of the physical components has to be executed completely automated, also so
the training process has to be started and especially stopped completely automated. The
start of the training process can automatically be triggered as soon as the augmentation of
the training data is completed. At that point, the whole set of training data for a build job
is split into disjunct sets of training and validation data. During the training process, the
validation data can be used to verify if the validation recognition rate is still growing. Using
that validation steps, overfitting of the RotationNet model can be avoided. The RotationNet
state which achieves the best validation accuracy is stored and used for the recognition of the

physical components.

7.6 Inference Data Pre-processing

When a RotationNet instance is successfully trained, the state which achieves the best
validation accuracy is available and the physical components are produced and prepared for
the recognition, the actual recognition process can start. As explained in Section 7.1, the
components are separated on the conveyor belt and moved into the scanning area. There the
images of the physical objects are generated using the camera setting which we described in
Section 7.3. Again, initial experiments have shown that augmenting the inference images
also has an impact on the performance of our solution. Therefore, we applied different
photometric augmentation techniques for them as well.

We used the augmentation techniques blurring, Gaussian noise, RBC, sharpening, a
combination of sharpening and CLAHE and the composition of Gaussian noise, RBC ,
blurring and CLAHE as explained in Section 7.4.4. The techniques blurring, Gaussian noise
and the composition of Gaussian noise, RBC , blurring and CLAHE lead to significantly
lower recognition rates in the experiments. Therefore, we continued with the three techniques
RBC, sharpening and the combination of sharpening and CLAHE shown in Figure 7.18 for
the subsequent experiments.

Using the approach defined above, we are able to create the link between the information
of the digital data process chain and the physical process chain for the automated recognition
of additively manufactured components. We are using the MVCNN-based architecture

RotationNet and train it based on physically sound synthetic training data to enable the system
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Fig. 7.18 Example for the physical evaluation images: a) raw image, b) image augmented
using RBC, ¢) image augmented with a sharpening filter, d) image augmented using a
sharpening filter and a CLAHE filter.

to recognize physical components. The entire process from the calculation of physically
sound orientations over rendering, image augmentation and the training itself can be fully
automated and integrated into the process chain of AM service providers. As a result, our
solution is able to adapt to the changing customer orders on a daily basis in a fully automated
manner and subsequently provide an automated recognition of the produced components.
In Chapter 9, we will explain how the solution described above is realized using a concrete
demonstration setup. We perform all the necessary steps described above and evaluate
the performance of our solution with regard to the requirements defined in Section 3.2.2.
Previously, in the next chapter, we present the realization and evaluation for the process step
Manufacturability Analysis.
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Realization, Evaluation and Conclusion






Chapter 8

Realization and Evaluation:
Manufacturability Analysis

In this chapter, the realization and evaluation of our developed solution for the Manufactura-
bility Analysis in the process chain of AM service providers, which we explained in Chapter
6, will be presented. Since the solution was developed for being used in the process chain of
AM service providers, the experiments conducted for the evaluation are designed to represent
the real processes as precise as possible. The developed solution should be able to learn to
evaluate the manufacturability of unknown 3D models based on production data in the form
of 3D models labeled in terms of their manufacturability. In addition to simply deciding
whether a component is manufacturable or not, visual feedback regarding critical geometries
must be generated. In this chapter, we describe the concrete realization of our developed solu-
tion. This means that we apply the developed solution, including all solution steps described
in Section 6, to an appropriately generated data set. We will describe the realization including
the data set definition and the experimental setup in Section 8.1. Subsequently, in Section 8.2,
the evaluation of our solution with regard to the defined requirements R, _,,,, = adaptability
, Ry_,ua = accuracy, Ry, = suitable data representation, Ry, = feedback and Rs_
= computation time which we described in Section 3.1.3 will be described. In Section 8.3,
we will discuss the presented experimental results and subsequently conclude the chapter by

providing a summary in Section 8.4.

8.1 Realization

The basic idea of our approach is that instead of manually generating and using design rules

which often only approximate manufacturability constraints, existing constraints can directly
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be learned based on production data which is generated in the daily production of AM service
providers. In contrast to the design rules described in Section 3.1.1, the information generated
during the daily production of AM service providers does not contain approximations of the
actual constraints but contains information about the actual occurring physical constraints in
the real production. It is our goal to extract this information with the help of the developed
data-driven solution and to use it for the evaluation of new components.

At the current state, however, we do not have sufficient production data and, in particular,
information on production errors to train our system on the basis of this data. In addition,
to the best of our knowledge, currently no benchmark data set for the Manufacturability
Analysis for AM exists. To be able to evaluate our system nonetheless, we have decided to
synthetically generate a labeled data set on our own. With the help of the synthetic data,
we can carry out experiments that allow us to make a statement about the performance of
our solution for the Manufacturability Analysis for AM. If our solution is able to learn a
manufacturability criterion based on the synthetic data, the system should also be usable for
being trained to learn further criteria using real production data. For this purpose, we first
need a base data set and subsequently have to label it with respect to a criterion yet to be
chosen.

8.1.1 Base Data Set

In order to be able to perform an evaluation that is as close to the real conditions, we want to
generate a data set that reflects real production data as closely as possible. For this purpose,
we used the ThingilOK database [152] as a base data set. The data set contains 10000
different 3D models from the AM domain, ranging from art objects to industrial components.
Therefore, the data set is optimally suited to represent real conditions. Figure 8.1 shows

some example objects from the Thingi10K data set.

8.1.2 Evaluation Criterion

As explained in Section 3.1.1, a diverse set of different criteria for manufacturability con-
straints exist. For being able to evaluate if our developed solution is able to learn geometric
constraints based on labeled data, we need an example criterion with respect to which we
label the ThingilOK data set. We have chosen to label the base data set with regard to the
manufacturability criterion minimum wall thickness. The choice is based on two reasons: At
first, this criterion is the most common cause of errors in real production. In addition, it is

extremely time-consuming to manually label a large quantity of 3D models. The criterion
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Fig. 8.1 Example 3D models from the Thingi10K data set [152].

of minimum wall thickness can be evaluated at least to a certain extent with the help of the
software tools which we described in Section 2.2.

In Section 3.1.1, we have already explained the reasoning behind this restriction. For
the PBF processes SLS and SLM, the minimum wall thickness which can be produced is
bounded by the size of the laser spot and the layer thickness. Since these properties differ
for different machines, the threshold values for the restriction also vary from machine to
machine. In order to be able to evaluate the basic ability of our solution to learn this criterion
based on labeled data, we have chosen 0.3 mm as threshold value for labeling our base data
set. This value is lower than the standard values defined in the design rules of Adam et al.
[2]. We have chosen this threshold value in such a way that the used Thingi10K base data set
is approximately balanced divided into manufacturable and non-manufacturable components
in order to enable proper training conditions for the training of our solution.

The choice of the threshold requires an additional constraint on the maximum extents of
the 3D models that can be evaluated using our HCNN-based approach. As stated in Section
6.2, the HCNN is able to process 3D models with a resolution of up to 5123 voxels using an
NVidia GTX1080Ti GPU with 11GB memory and a batch size of 32 models for training. In
order to enable the HCNN to detect the geometries with wall thicknesses below the threshold
of 0.3 mm, the resolution must be adjusted accordingly. For being able to achieve both
a high detail resolution and to be able to process 3D models that are as large as possible,

we have decided to set the edge length of the voxels to 0.2 mm. Using this resolution, the
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system is able to display relatively small features and process 3D models up to a size of
512%0.2 mm = 102.4 mm. Using that constraint, we removed 5069 of the 10000 3D models
from Thingi10K and used the remaining 4931 3D models for the following steps. In the
following, we are going to describe the labeling of our data set with regard to the minimum

wall thickness criterion.

8.1.3 Data Set Labeling

Fig. 8.2 Example 3D models from the Thingi10K data set [152].

The already selected data set must be labeled for our experiments with respect to the
criterion minimum wall thickness. Since labeling of the 4931 exclusively manually is too
time consuming, we decided to use the software tool available at the AM service provider
for pre-labeling the data set. As already described in Section 3.1.3, the existing tools only
provide a moderate evaluation accuracy. Therefore, we used the tool only for pre-labeling of
the data and subsequently controlled the labels via a visual control.

Using this process, we can generate a high quality data set. Figure 8.2 shows an example
of two 3D models which correctly have been labeled as being non-manufacturable with
regard to thin walls. Areas of the geometry which are too thin are marked in red. Areas
which are close to the threshold of 0.3 mm are marked from orange to blue up to a value of
0.6 mm.

In contrast to the correctly labeled 3D models shown in Figure 8.2, Figure 8.3 shows
two example 3D models which have incorrectly been labeled as non-manufacturable. The

incorrect labeling occurs due to failures in the mesh structure of the corresponding 3D
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Fig. 8.3 Examples for incorrectly labeled 3D models.

models. When the 3D models are converted from any CAD type to STL or OBJ models,
sometimes micro-errors occur in the mesh-structures. It can happen that the surface of a 3D
model is partly represented by multiple mesh-layers. This leads to 3D models being rated as
non-manufacturable although they are actually manufacturable.

For the example shown on the left of Figure 8.3 only a very small error in the mesh-
structure leads to the wrong classification. For the 3D model on the right side, nearly the
whole surface seems to be broken. Since these micro-defects are no longer recognizable after
the voxelization process, the classification would not be comprehensible for our voxel-based
solution. Therefore, we manually change the corresponding label from non-manufacturable
to manufacturable in the cases where only small errors exist (like shown in Figure 8.3 left) or
remove the 3D model completely from our test data when the 3D model has major errors
(like shown in Figure 8.3 right).

From the 4931 3D models, 3266 have been labeled as non-manufacturable and 1665
as manufacturable. From the 3D models labeled as non-manufacturable, 586 have been
relabeled as manufacturable and 141 have been completely removed due to major errors.
Based on the combination of automated and manual labeling, we have created a data set
consisting of 2539 non-manufacturable and 2251 manufacturable 3D models. This labeled
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data set is used for the generation of training data files which are processible by the HCNN

model.

8.1.4 Experimental Setup

Based on the labeled data set which we have generated as explained in the previous sections,
we carried out our experiments. In this section, we will describe the generation of the
final experimental data which is generated based on the labeled data and the experimental

parameters.

HST Generation

Using the labeled data sets described in Section 8.1.3, we can generate the input data which is
processible by the HCNN model. As explained in Section 6.4, there are two different variants
for storing the geometric information of the original 3D models as voxel representation: In
the first case, the voxels which are intersected by a triangle corresponding to the surface of
the 3D model are filled with ones, all others remain zero. For the second case, the X-, Y-
and Z-component of the normal vector corresponding to the triangle intersecting a voxel are
stored in three separated channels of the voxel representation. With that procedure, more
information is stored in the voxel model. Based on first tests, we have decided to use this
more complex representation, since the performance of the HCNN is slightly better. These
voxel models are used to generate the hst-files. Using the method explained in Section 6.4, we
generate 14 different hst-files for each 3D model. As a result, we created 2539 x 14 = 35.546
instances of non-manufacturable and 2251 * 14 = 31.514 manufacturable hst-files.

This data set is split into training, validation and test data which are disjunct from each
other. For both, the test and the validation set, we are using 200 manufacturable and 200
non-manufacturable 3D models respectively the corresponding hst-files. Therefore, 2139
non-manufacturable and 1851 manufacturable 3D models can be used for the training. Using

that data sets, we carried out our experiments.

Experiment Parameters

Since our solution is based on the two main blocks HCNN for the classification of the
3D models into manufacturable or non-manufacturable and the LRP extension for the
visualization of critical geometries, we will define the parameters of the two building blocks

in this section.
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HCNN

For our experiments, we used the HCNN architecture as described in Section 6.2. For the
network setup, we used the standard architecture used by the authors for classification tasks.
The architecture consists of a data layer for the data access followed by seven convolutional
blocks which consist of a convolution layer with using a Xavier weight initializer [35], a
batch normalization layer, a scale layer, a ReLLU activation layer and a max pooling layer.
Using that convolutional blocks, the data representation is down sampled from 5123 to 83.
The convolutional blocks are followed by a fully connected block consisting of a dropout
layer with a dropout ratio of 0.5, a fully connected layer using the Xavier weight initializer
and 128 outputs, a batch normalization layer, a scale layer and a ReLLU activation layer.
We treat the problem of manufacturability analysis as a classification problem with the two
classes manufacturable and non-manufacturable. Therefore, the last block again consists
of a dropout layer with dropout ratio 0.5 and fully connected layer using the Xavier weight
initializer and two outputs for the two classes. For the training phase, a softmax loss layer is
used, for the test phase an accuracy layer.

We trained the HCNN instances on NVidia GTX1080Ti GPUs with 11 GB memory
provided by the Paderborn Center for Parallel Computing. Even though the authors of
the HCNN approach state in their paper that training with a batch size of 32 is feasible
when using 5123 voxels, we could only train the HCNN model using a batch size of 16.
When training with larger batch sizes, the memory capacities were exceeded. We trace this
back to the sometimes very complex 3D models we are using and the associated higher
memory requirements for those 3D models. We trained the HCNN model using different
parameterizations for the following hyper parameters: base learning rate, learning rate
policy (exponential or step-wise decay) and the corresponding decay value and weight decay
for regularization. We tuned that hyper parameters for achieving the highest accuracy on

correctly classified instances using the validation set.

LRP

As explained in Section 6.3.1, the LRP approach offers several different rules which can be
used for the generation of the visual feedback. Since different choices for applying the LRP
rules for the different layers used by the HCNN architecture may have large effects on the
quality of the visual feedback, we have chosen to rely on the most recommended rule for
each layer [60]. Therefore, we are using the LRP-¢ rule for the fully connected layers and
the LRP-a 3 rule for the convolutional layers. For the pooling layers, the relevance is passed
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to the neuron with the maximum activation in the receptive field of the kernel in the forward
step.

8.2 Evaluation

Based on the realization described above, we can begin with the evaluation of our solution.
The experiments which we carried out, are designed to verify the capability of our solution
to learn geometric features which are decisive for the manufacturability of components. We
are evaluating the performance of our approach with regard to the requirements Ry _,,,, =
adaptability , Ry, = accuracy, R3_ ., = suitable data representation, Ry, = visual
feedback and Rs_,,, = computation time which we defined in Section 3.1.3. For the
experiments, we are using the synthetic data set described in Section 8.1, which is labeled on
the example of the minimum wall thickness criterion. Using that data set for our experiments,
our main focus is on the two requirements Ry _,,, = accuracy and the quality of the Ry,
= visual feedback regarding critical geometries. Using these criteria, we will first show
that our solution is capable of learning to evaluate 3D models with respect to the minimum
wall thickness criterion and subsequently generating visual feedback. Subsequently, we are
investigating the criteria R;_,,, = adaptability, R3_,,, = suitable data representation and

R5_,nq = computation time.

8.2.1 C(lassification Accuracy

The requirement R, _,,,, = accuracy is our primary criterion to begin with. Based on this, it
must first be shown that our solution is able to learn to successfully classify 3D models as
manufacturable or non-manufacturable based on the created data set. The Tables 8.1 and 8.2
show the generated results. The individual columns show the number of true positives and
negatives as well as false positives and negatives and in the last column the classification
accuracy. Since our solution system is to be trained for further manufacturability criteria
based on production data which is currently collected and labeled at the AM service provider
which we use as reference, it is important to investigate how the number of 3D models
used for the training affects the performance of our solution. We therefore trained the
HCNN instances with 200, 400, 600, 800, 1600 and 2400 different 3D models. In all of
those cases, the data sets are balanced, i.e. they consist of 50% manufacturable and 50%
non-manufacturable components.

Additionally, we compared the classification accuracy for the two different variants for

the calculation of the final decision which we explained in Section 6.5. The first variant
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Table 8.1 Experimental results: true and false positives, true and false negatives and the
classification accuracy in percent for different settings.

Single/joint  True True False False  Classification
decision  positive negative negative positive accuracy

200 Instances single 65.11% 68.00% 34.89% 32.00% 66.55%
400 Instances single 80.82% 56.32% 19.18% 43.68% 68.57%
600 Instances single 69.07% 86.61% 30.93% 13.39% 77.84%
800 Instances single 74.82% 88.18% 25.18% 11.82% 81.50%
1600 Instances single 71.64% 94.07% 28.36% 5.93% 82.86%
2400 Instances single 73.00% 94.75% 27.00% 5.25% 83.88%

considers each hst-file as a single instance, the second variant uses all 14 hst-files belonging
to a 3D model to calculate a joint decision.

Table 8.1 shows the results of our experiments for the variant of using an individual
decision for each hst-file. The amount of training instances for each experiment is shown
in the left column and the following column shows the type of decision making: Single
decision for each test instance or joint decision for all 14 orientations corresponding to a
3D model. In our experiments, 3D models which are non-manufacturable are considered
as the positive class. True positive means that the HCNN model rated a 3D model as non-
manufacturable correctly, true negative represents 3D models which have correctly being
classified as manufacturable. False negatives represent non-manufacturable 3D models
which are classified as manufacturable and false positive means that a 3D model is rated as
non-manufacturable while being manufacturable.

First of all, we will deal with the effect of different amounts of training data. The results
presented in Table 8.1 show a clear dependency of the classification accuracy on the amount of
training instances which have been used. The best result of 83.88% has been achieved using
2400 training instances. The HCNN instances trained on 800 and 1600 training instances
can still achieve comparable results with an accuracy of 81.50% respectively 82.86%. For
less than 800 training instances, the classification accuracy starts decreasing significantly.
Using 600 instances, an accuracy of 77.84% can be achieved, for 400 and 200 instances, the
classification accuracy decreases to 68.57% respectively 66.55%. These results show, that
already for the recognition of the relatively simple minimum wall thickness feature, several
hundred training instances have to be used, to enable the HCNN model to learn to recognize
the decisive feature with a relatively high accuracy.

A closer look at the results shown in Table 8.1 reveals an interesting effect. In the cases

where 800 or more training instances have been used, the false positive rate is significantly
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Table 8.2 Experimental results: true and false positives, true and false negatives and the
classification accuracy in percent for different settings and joint decision.

Single/joint  True True False False  Classification
decision  positive negative negative positive accuracy
200 Instances joint 95.00% 20.50% 5.00% 79.50% 57.75%
400 Instances joint 96.50% 16.00% 3.50% 84.00% 57.25%
600 Instances joint 94.00% 52.50% 6.00% 47.50% 73.25%

800 Instances joint 92.00% 64.50%  8.00%  35.50% 78.25%
1600 Instances joint 91.50% 72.00% 8.50%  28.00% 81.75%
2400 Instances joint 90.00% 73.50% 10.00% 26.50% 84.25%

lower than the false negative rate. In most cases, the false positive rate is lower than 10%
while the false negative rate is between 25 and 30%. This effect is caused by the fact that
critical geometries with too thin wall thicknesses are sometimes "overlooked" due to the
rotational variance of the HCNN model. The HCNN model is not able to detect the critical
geometries in some orientations. This results in the relatively high false negative rate. In
contrast, the false positive rate is very low. This means that 3D models are only very rarely
incorrectly evaluated as non-manufacturable while being manufacturable. Since the high
false negative rate is mainly caused by the rotation variance, we have designed the second
variant of the joint evaluation to reduce the high number of false negatives.

As can be seen in Table 8.2, there are clear differences between the results of using a single
decision and the joint decision. The maximum accuracy which is achievable is relatively
similar. Using the single decisions, a maximum accuracy of 83.88% can be achieved while
for the joint decision a maximum of 84.25% is reached. Major differences can be seen when
considering the rates of true/false positives/negatives. For the single decision experiments,
it can be seen that the false positive rate is extremely low while the false negative rate is
relatively high. As explained above, the low rate of false positives arises due to the fact that
manufacturable 3D models do not have a critical feature and only very rarely a critical feature
is falsely detected in the 3D models geometry. The high false negative rate arises from the
fact that the critical features can not be detected in all orientations by the rotation-variant
HCNN model. Therefore, achieving a true positive rate very close to 100% and accordingly
a false negative rate close to 0% is simply not possible. On the other hand, when using the
joint decision, this effect develops exactly in the opposite direction. The false positive rate
is growing while the false negative rate is significantly decreasing. This effect is caused by
the fact that a 3D model is already evaluated as non-manufacturable if a critical feature is
detected for only one of the 14 orientations. As a result, falsely detected critical geometries
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have a greater impact on the false positive rate. On the other hand, however, significantly
fewer critical geometries are overlooked by the HCNN model since the detection for one of
the 14 orientations is sufficient. The joint decision can achieve a false negative rate in the
single-digit range. This setup is useful when a very high true positive rate should be achieved
and thus no or hardly any critical geometries are missed.

The results show that our HCNN-based solution is able to detect critical geometric
features in 3D models with a relatively high accuracy. In the next section, we will analyze the
quality of our solution with regard to the requirement Ry4_,,, = visual feedback. The visual
feedback generated by our solution is not only an additional information which customers
of AM service providers can use to modify their 3D models if necessary, but also it is an
extreme support for understanding the decisions of the HCNN model. Taking a deeper look
on correct and wrong decisions of the HCNN model enables us to interpret what the HCNN
model is capable of and what it is not.

8.2.2 Visual Feedback

Accumulated Relevance
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Fig. 8.4 Relevance accumulated over the voxels.

Using the LRP approach, which we described in Section 6.3.1, we are able to visualize
the relevance of the input voxels for the decision of the HCNN model. Using that method, we
are able to verify, if our solution is generating its decisions based on the correct ground truth
features. As already described in Section 8.1.3, the HCNN model only receives the geometric
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information and the label manufacturable or non-manufacturable belonging to the 3D model
in the training process, but no information regarding the problematic sub-geometries within
a 3D model. With the help of the visual feedback, we can show that the HCNN model is
nevertheless able to extract the correct geometric features from the data on its own.

In general, the LRP approach is propagating the relevance back from the output of the
HCNN to the input. Using that procedure, for each input voxel a relevance score is calculated.
That results in a heatmap visualization. The voxelized models often consist of a million
or more voxels. For being able to generate a clearer visualization, we therefore filter the
voxels with the highest relevance. Since most of the voxels have nearly no relevance for the
decision of the HCNN model, the majority of the voxels can be discarded for the creation
of the visualization. Figure 8.4 shows the distribution of the relevance over the voxels
corresponding to the example visualization shown in Figure 8.5. The voxels are sorted by
their relevance and subsequently the relevance is accumulated over the voxels. As can be
seen, the 50% of the voxels with the lowest relevance contain only about 4% of the relevance
for the decision. In contrast, the 5% of the voxels with the highest relevance contain around
50% of the overall relevance. By removing the voxels with a low relevance, we are able to
generate the visualization much faster and at the same time create a clearer visualization.

Based on a series of experiments, we concluded that filtering out all voxels with at
least 1% of the relevance of the voxel with the highest relevance leads to an expressive
visualization. Including more voxels leads to a higher computation time and does not cause a
notable change on the visualization. After filtering out the voxels with the highest relevance,
we use a Gaussian smoothing kernel to smooth the visualization. The calculation of the
values for each kernel element x; are shown in Equation 8.1. We have chosen a kernel size
of 5 and o = 5. This is, of course, a subjective assessment and serves to clarify our results
in this thesis. For a more extensive use of the approach, this representation can be further

revised.

—x.)2
K(x0,X;) = exp (—M> (8.1)

202
Two examples for non-manufacturable 3D models, which have been classified correctly,
are shown in Figure 8.5 and 8.6 together with the ground truth data. In the LRP visualization
on the left, the relevance in marked in shades of red. The higher the relevance for the decision
1s, the darker is the shade of red. As can be seen, the most relevant areas of the 3D model for
the decision of the HCNN model correspond to the critical geometries of the ground truth
data. The HCNN model has correctly identified most of the non-manufacturable features of

the two example 3D models. As can been, for the 3D model shown in Figure 8.5, the larger
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Fig. 8.5 The ground truth data of an example 3D model (left) and the corresponding output
generated by the LRP approach (right).

critical areas are detected. However, due to the rotation variance, the focus is on the right
side of the critical area. Also in the second example shown in Figure 8.6, the areas around
the eyes of the robot head are clearly identifiable as the most relevant. Only the small part
at the top of the notches in Figure 8.5 can be identified as critical only to a limited extent.
These areas are close the limit of being non-manufacturable. The effect that these type of
non-manufacturable geometries close to the limits of the manufacturability definition, can
also be seen for other 3D models. It can be attributed to the labeling of the training data
respectively the definition of the minimum wall thickness criterion itself, since the definition
is relatively fuzzy.

An explanation of the fuzzy labeling is given in Figure 8.7, which is showing the ground
truth data of a 3D model labeled as non-manufacturable. The HCNN model has incorrectly
classified the 3D model as manufacturable. As can be seen, only a small edge on the right
side of the 3D model is labeled as non-manufacturable geometry. The edge has an angle only
slightly beyond 90 degree. These cases represent the edge cases of the manufacturability
definition for the minimum wall thickness criterion. Depending on the orientation of the 3D
model, they are partially evaluated as manufacturable and partially as non-manufacturable.
This effect can be seen within this example 3D model itself. The edge on the right side of
the 3D model is rated as non-manufacturable. In contrast, the edge on the left side, which is
a mirrored variant of the edge on the right side, is labeled as manufacturable. Since these
types of problem geometries are not completely uniformly classified even in the labeled
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Fig. 8.6 The ground truth data of a second example 3D model (left) and the corresponding
output generated by the LRP approach (right).

training data, misclassifications of these geometries by the HCNN model can sometimes not
be avoided in these situations.

The LRP system can also be used to visualize the relevance distribution of the HCNN
model for a 3D model which has been classified as manufacturable. Figure 8.8 shows the
LRP visualization of a 3D model, which has been correctly classified as manufacturable.
In contrast to a 3D model that is classified as non-manufacturable, the LRP approach does
not show any concrete geometries that are decisive for the decision when a 3D model has
been evaluated as manufacturable. As already explained in Section 8.2.1, in such cases there
is no concrete partial geometry that is relevant for the decision. The HCNN approach thus

considers all areas of the 3D model to be relevant, relatively evenly distributed.

The presented results show that the HCNN model is able to learn the manufacturability
criterion minimum wall thickness with a high accuracy of about 84% based on the labeled data
sets. Using the LRP extension, we are additionally able to verify that the HCNN model makes
its decisions based on the correct geometric features and is able to generate a visual feedback
with a relatively high resolution. Therefore, based on the current state of our solution, we rate
the performance of our solution with respect to the two requirements R, _,,,, = accuracy and
R4_a = visual feedback as good. Nevertheless, there are still some optimization potentials,
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Fig. 8.7 Ground truth data of a 3D model which is non-manufacturable, but has been
misclassified as manufacturable by the HCNN model.

which we want to address in Section 8.3. Previously, we will investigate the performance of

our solution with regard to the remaining requirements in the next section.

8.2.3 Secondary Requirements

Subsequent to our consideration of the requirements R, _,,, = accuracy and the quality of
the R4_q = visual feedback, we are going to examine the remaining requirements Ry,
= adaptability, R3_,,, = suitable data representation and Rs_,,, = computation time in
this section.

The requirement R, _,,,, = adaptability can only be evaluated to a limited extent at the
current time, as our solution has not yet been trained to evaluate other manufacturability
criteria. Since we have basically shown that the approach is able to learn a geometric
criterion with the help of appropriate training data, it should in principle be possible to learn
further manufacturability criteria with suitable data, which would provide a high adaptability.
Currently, production data is collected and labeled at the AM service provider which we
use as reference. Since our experiments have shown that several hundred 3D models that
are positively labeled with respect to a manufacturability criterion under consideration are
necessary to learn a geometric criterion, there is not yet sufficient data for further experiments
at the current state. As soon as a promising amount of data is available, we will conduct
further experiments based on the collected data to prove the adaptability of our solution.

A high data representation detail is generally provided by our solution, which can use up
to 5123 voxels. This allows even filigree details of the 3D models to be represented. Due
to the high detailed resolution, however, the maximum size of the 3D models is limited to
a diameter of 102.4 mm. As described in Section 8.1.3, we have chosen a wall thickness
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Fig. 8.8 LRP visualization of an example 3D model which has been correctly classified as
manufacturable.

threshold smaller than the physical thresholds of the AM machines used at the AM service
provider, for being able to generate a balanced training data set. For SLM, the real threshold
value is around 0.6 mm depending on the machine, for SLS even about 1.0 mm [2]. Therefore,
the resolution can be increased especially when processing SLS components and thus the
maximum component size that can be processed, can be increased. Additionally, for further
manufacturability criteria which are described by larger contexts within the 3D models, the
resolution could also be increased, since extremely small details may not be relevant for those
kind of manufacturability criteria. By increasing the edge length of the used voxels from 0.2
to 0.4 mm, 3D models with a diameter up to 204.8 mm could be processed. For the analysis of
manufacturability criteria which are rather global in nature, such as the manufacturability of
cooling channels, a resolution of 0.4 mm is sufficient. The data representation can therefore
be adjusted for each criterion. As a result, we rate the quality of our solution with regard to
the criterion R3_,,, = suitable data representation as good.

The last requirement we are considering is the requirement Rs_,,, = computation time.
The Manufacturability Analysis in the process chain of AM service providers should take
a maximum of a few minutes, ideally only a few seconds, to enable a smooth ordering
process for the customer. The process of generating an evaluation of a 3D model regarding
its manufacturability including the visualization of critical geometries using our solution

consists of several steps.
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The process starts with the generation of the hst-files which the HCNN model is using
as input data. As explained in Section 6.4, the generation of the hst-files again consists of
several steps. Based on the STL file which has automatically been generated from the 3D
model which the customer has uploaded, the point cloud representation is generated using
the virtual scanner. With the current implementation, the creation of the point cloud with ray
arrays consisting of 10247 rays, takes on average two minutes per 3D model. By raytracing
the six perspectives in parallel, this time could be reduced to 20 seconds. Subsequently, the
hst-files itself are generated. On average, this takes 15 seconds per hst-file. Therefore, using
parallelization, the input data for the HCNN can be generated in about 35 seconds per 3D
model. For the generation of the hst-files, a standard laptop hardware with an Intel core 17
processor, 16 GB of RAM and an NVidia GTX1050 GPU has been used. Therefore, using
more powerful hardware, the time required to generate the data can be further reduced.

The actual classification of a 3D model using the HCNN model takes 18 seconds on
average for a batch including the 14 different orientations generated for each 3D model using
an N'Vidia GTX1080Ti GPU. Therefore, the calculation of the prediction if a 3D model is
manufacturable or not, can be generated in less than a minute. Subsequently, the visualization
is generated. The raw relevances calculated by the LRP method are generated in 12 seconds
on average. Based on these, the final visualization is generated. In the current state, only an
experimental visualization is generated. Creating the visualization takes between one and
two minutes dependent on the amount of voxels of the 3D model. Compared to the previous
steps, the computation time for the creation of the visualization is relatively long. This is
mainly caused by the smoothing of the relevances for the optimization of the visualization.
As an alternative, we have generated another visualization that can be generated much faster.

An example of the alternative visualization for the same 3D model, which has already
been shown in Figure 8.5, is shown in Figure 8.9. Voxels which are rated as highly relevant
for the decision of the HCNN model are marked in blue, all others in green. It is generated by
filtering out the 0.2% of the voxels with the highest relevance. Subsequently, we perform a
distance-based outlier removal to further simplify the representation. This clearly highlights
the main features. A drawback of this alternative is that this procedure removes some of
the voxels that are relevant for the decision of the HCNN model. It only keeps relevance
clusters. The benefit of this alternative is that this visualization can be generated within 15 to
20 seconds, depending on the 3D model.

Therefore, the entire process from uploading a 3D model to the finished visualization
takes about 100 seconds for the second alternative. However, since the current variant of
our solution is developed for experimental purposes, it has not been optimized in terms

of computation time. If integrated into the process chain of AM service providers, an
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Fig. 8.9 Alternative visualization for the example 3D model already shown in Figure 8.5.

optimization can be performed, which should enable a further reduction of the process time.
Even now, however, it can already be stated that the time required to generate a prediction
regarding the manufacturability of a 3D model, including the generation of a visual feedback,
is within the defined requirement of a few minutes. In its current state, we therefore rate the
performance of our solution with regard to the requirement Rs5_,,, = computation time as
fair. Nevertheless, we are confident, that we can achieve a faster computation time through
an optimization of the whole process with regard to the computation time.

Since the HCNN system only needs to be trained once for each manufacturability criterion,
the training time has no effect on the customers’ ordering process. However, it may be useful
to train the system again if, for example, a new AM machine that has different specifications
is integrated into the machine park. The training of the HCNN instances on the different
data sets of our experiments took between 24 and 36 hours to achieve the best validation
accuracies. Therefore, it is possible to train the HCNN system e.g. for further machines
within one and a half days.

Table 8.3 is showing a comparison of our solution with the solutions presented in Section
5.1. As can be seen, our solution is the only solution which provides the necessary adaptability
while achieving a good accuracy and visual feedback based on a suitable data representation.
Only the computation time is at the current state only slightly within the limits of the defined
requirements. Thus, based on the ideas of the existing solutions and the state-of-the-art



8.3 Discussion 175

Table 8.3 Comparison of our solution with the currently used industrial tools, the design rule-
based research approaches and simulation-based approaches for Manufacturability Analysis
in the AM domain, the ML-based approach of Balu et al. from a domain of bore drilling.

lema R27ma R37ma R4fma RS —ma
Method/Metric Adaptability  Accuracy Suitable Visual  Computation
Data Representation Feedback Time
Industrial Tools —— 0 0 + 0
Rudolph and No statement
—— . + + -
Emmelmann possible
Shi et al. 0 No stat'ement N r No stat.ement
possible possible
Tedia and No statement N N
Williams possible
Simulation-based + ++ ++ + —-—
Balu et al. ++ + - - +
Our Solution ++ + + + 0

methods of 3D DL, we have designed a solution that combines most of the positive aspects
of the existing solutions.
In the course of the experiments, however, potentials for improvement have also become

apparent. We will discuss these in the following section.

8.3 Discussion

Our experiments have shown that our HCNN and LRP-based solution is able to classify
unknown 3D models into the categories manufacturable and non-manufacturable with regard
to the minimum wall thickness criterion with an accuracy of about 84%. The main factors
which limit the accuracy are inaccurate labeled data and the rotation variance of our solution.

The inaccurate data labeling arises from the combination of automated labeling using
a software tool and manual relabeling. Since the labeling tool itself is rotation variant,
inconsistent labeling occurs especially for edge-case 3D models that are close to the limits
of manufacturability. Although many errors were corrected by manual relabeling, it is not
possible to manually examine each 3D model in such detail that an incorrect label can be
completely prevented for the large amount of 3D models. Since the database is not 100%

correctly labeled, the maximum classification accuracy of our solution is limited, too. The
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data currently collected at the AM service provider will provide a better quality, as it will be
generated in the context of the real production. Data of non-manufacturable components is
generated either when a defect actually occurs during the production of a component or when
the AM engineers assess that a component is non-manufacturable during the preparation of
the corresponding build job. Each 3D model is therefore verified in detail by an AM expert
and thereby labeled with high confidence.

The rotational variance arises from the rotation-variant convolution operation that the
HCNN uses. By reusing the prediction of the HCNN model calculated for each individual
orientation of a 3D model for the calculation of a joint decision for the 14 orientations
corresponding to a 3D model, we can at least partially circumvent this property. However,
the joint evaluation leads to a significantly higher false positive rate. An alternative way to
significantly reduce the rotation variance, is to adapt the HCNN approach to a multi-view
system similar to the RotationNet approach, which we presented in Section 7.2. Instead of
evaluating the decisions of the HCNN model jointly for all orientations of a 3D model subse-
quent to the actual prediction generation of the HCNN model, the HCNN model can also be
adapted to evaluate all 14 orientations of a 3D model jointly. If all 14 orientations belonging
to a 3D model are provided to the HCNN model as a collective instance, significantly more
information is available for the classification. The collective use of all 14 views would lead
to a significant reduction of the rotation variance, which could potentially further increase the
classification accuracy. Therefore, we are confident that we could even surpass our current
results by changing the HCNN architecture in the described manner.

8.4 Summary

Our experiments have confirmed that a 3D-CNN-based approach is able to learn a geometric
criterion that is crucial for the manufacturability of 3D models, based on a correspondingly
labeled data set. Besides just deciding whether a 3D model is manufacturable or not, our
solution is also able to generate visual feedback, based on which we could validate that
indeed the correct discriminative criterion is learned. In addition to the validation that the
HCNN model has learned the correct criterion, the visual feedback can be used by customers
of AM service provider to modify non-manufacturable 3D models based on the generated
visualization. Therefore, we can state that our solution provides a good quality with regard
to the requirements Ry ,,, = accuracy and Ry_,,, = visual feedback. Since our goal is to
develop a solution that can be integrated into the processes of AM service providers, the
requirements defined in Section 3.1.3 had to be met.
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Based on the experiments, it could be shown that the HCNN-based approach is able to
learn a relatively simple geometric criterion based on a few hundred non-manufacturable
3D models. Form this fact, it can be concluded that our solution is assumed to be able to
learn further manufacturability criteria based on a manageable amount of production data.
Another important factor is that our solution can be trained based on the raw geometric data
only using the corresponding label, but without additional information regarding concrete
critical sub-geometries within the 3D models. Thus, no further effort is required to mark
concrete partial geometries in the 3D models when creating further data sets.

Additionally, the requirements Rs5_,,, = computation time and R3_,,, = suitable data
representation are met by our solution. The current experimental implementation is able
to generate the evaluation including visualization in about 100 seconds on average. Using
the resolution of 5123 voxels, our solution is able to process the 3D models with a high
level of detail and, depending on the choice of the voxel size, it can be adapted for different
manufacturability criteria to be evaluated. Although the capability of our solution regarding
the requirement requirement R|_,,, = adaptability can not yet be proven on the basis of
the experiments conducted so far, the adaptability is supported by the general data-driven
structure of our solution. Prior to providing a final conclusion in the Chapter 10, we
will discuss the experiments regarding the process step of 3D Component Recognition of

additively manufactured components in Chapter 9.






Chapter 9

Realization and Evaluation: 3D
Component Recognition

In this chapter, we are presenting the realization and evaluation of our developed solution
for the 3D Component Recognition of additively manufactured parts based on appropriately
designed experiments. As explained in Chapter 7, our solution is designed for the integration
into the process chain of AM service providers. It should enable AM service providers
to realize an automated 3D Component Recognition solution which is able to recognize
components produced via the SLS technique build job per build job. In principle, the solution
can also easily be adapted for other scenarios, such as collaborative recognition of the entire
production of a day. However, the described case initially represents the standard scenario.
In this chapter, we describe the concrete realization of our solution using appropriately
design build jobs for demonstration. We will describe the realization in Section 9.1. At first
the generation of the build job data sets, which are later on used for our experiments, is
described in Section 9.1.1. Since, to the best of our knowledge, no benchmark data sets exist
for the recognition of additively manufactured components, we created our own data sets
and aligned them to standard build jobs which occur in the daily production of AM service
providers. We will describe that step in detail in the following Section 9.1.1. Subsequently,
we will describe the generation of the training data based on the defined build job data sets in
Section 9.1.2. Additionally, the experimental setup used for our evaluation is described in
Section 9.1.3. The evaluation will subsequently be presented in Section 9.2. We will finish

this chapter with a discussion and summary in the Sections 9.3 and 9.4.
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9.1 Realization

For being able to evaluate the performance of our solution which we explained in Section

~

7 with regard to the requirements R;_., = recognition rate, Ry_., = robustness, R3_., =
adaptability, Ry_., = process time, Rs_., = scalability and R¢_., = process costs, which
we defined in Section 3.2.2, we first need to realize a concrete showcase. This means that
we perform the steps described in Section 7.1 to implement our solution for concrete data
sets. This process starts with the definition of corresponding build job data sets. Based on
these data sets, the actual training images have to be generated using the method for the
calculation of physically sound orientations, described in Section 7.4.2 and the rendering and
augmentation methods described in Section 7.4.3 and 7.4.4. Subsequently, the training of the

RotationNet model can start. When the training process is terminated, the inference can start.

9.1.1 Base Data Sets

In Section 7.4, we already explained that our system is designed to recognize the components
build job per build job. Therefore, we need the data of real build jobs from AM service
providers or very similar data to evaluate the performance of our solution for this purpose.
For data protection reasons, we can not use real build job data from the AM service provider
which we used as reference. Since there are no benchmark data sets for the recognition of
additively manufactured components, yet, we decided to create our own data sets for the
evaluation.

In order, to design the data sets as realistic as possible, we have analyzed the build
jobs which have been produced in the last years at the AM service provider we used as
reference. The SLS machines, which are used by the AM service provider, are among the
most commonly used machines in the industry. Also, the machines of other manufacturers
mostly have similar specifications and therefore similar build job characteristics. Therefore,
the data sets, which we have generated, are generally representative for all common SLS
machines.

However, there is not only one standard configuration for the build jobs for SLS. Espe-
cially, with regard to the amount of different components produced in a single build job, the
build jobs often differ very much. Most of the build jobs produced by AM service providers
contain between ten and 100 different components. Since the individual components belong
to many different customers and therefore mostly come from different domains, there are
usually not too many geometrically similar components in one build job. Therefore, we
generated three different build jobs which are composed of 30, 50 and 100 different randomly

selected 3D models corresponding to the components which have to be recognized after the
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training phase of the system. For the explanation of the experimental results in section 9.2,
these data sets are named Random30, Random50 and Random100.

An important aspect for the generation of a suitable reference data set is that the com-
ponents must match the domain of AM. They should therefore represent geometries that
resemble the components produced in the real production of AM service providers. For this
purpose, we have used the free database Thingi10K [152]. The Thingil0K data base contains
10000 3D models corresponding to the AM domain. Therefore, it is perfectly suited for our
needs.

Fig. 9.1 Example 3D models chosen from ThingilOK [152] for the randomly generated
evaluation data sets.

Figure 9.1 shows a subset of example 3D models which has been randomly chosen from
the Thingi10K data base. As can be seen, most of them are relatively different to each other
and at least for humans easily distinguishable. With our evaluation, we want to assess the
performance of our solution for both simple and difficult data sets. The differentiation of
objects becomes more difficult if either more different objects are considered or the objects
are much more similar. The three data sets which we generated so far, only show different
difficulties due to the varying number of 3D models. In order to include the aspect of
similarity, we have generated three additional data sets with ten, 30 and 50 different 3D
models each, which are partly very similar. Although, it is unlikely that these data sets will
occur in the real production at AM service providers, they are very well suited to evaluate
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the performance of our approach. For the explanation of the experimental results in Section

9.2, these data sets are named Similar10, Similar30 and Similar50.
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Fig. 9.2 Example 3D models chosen from Thingil0K [152] for the creation of data sets with
high geometric similarities between the 3D models.

As can be seen, the 3D models shown in Figure 9.2 are much more difficult to distin-
guish. Especially, the four parts in the bottom right are even for humans not immediately
distinguishable. We conducted our evaluation based on these six data sets. In order to make
the data sets usable for the MVCNN based approach RotationNet, the actual training data
must first be generated on the basis of the raw 3D models. This process is described in the

following section.

9.1.2 Training Data Generation

As already explained in Section 9.1.1, no benchmark data sets exist for the task of recognizing
additively manufactured components. Since we want to compare our approach of using
physically sound training data with a baseline, we are additionally creating a second training
data set using randomly generated orientations for each of the six base data sets described
in Section 9.1.1. This idea is based on the fact that only randomized orientations can be
used without further assumptions regarding physically sound orientation. We consider
our approach of physically sound training data as an optimized geometrical augmentation
technique to improve the quality of training data which uses the knowledge of the physical
situation for optimization. To be able to validate the effect of our physically sound training
data generation, we compare the performance of our solution with the randomly generated
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training data augmented using the photometric augmentation techniques described in Section
7.4.4.
Physically Sound vs. Random Orientations

For achieving a fair comparison between the randomly generated and physically sound
training data, we are using the exactly same parameters for the generation of the training
data for both variants. For each 3D model of the six base data sets, we generate two variants
of training data sets. The first contains 100 instances per 3D model, the second one 300

e . =]

Fig. 9.3 The four calculated physically sound base orientations for an example 3D model
from a frontal viewpoint.

ANV

Fig. 9.4 The four calculated physically sound base orientations for an example 3D model
from a frontal viewpoint.

instances.

This allows us to assess the influence of the amount of training data on the recognition
rate. For the physically sound training data, we use the procedure described in Section 7.4.3

for the generation of 100 respectively 300 different training instances. For each 3D model,
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we are first calculating the physically sound base orientations and subsequently generate the
necessary amount of additional orientations by a rotation around the Z-axis.

For the randomly generated orientations, we just calculate 100 respectively 300 different
orientations by calculating randomly distributed points on a sphere and rotate the 3D models
in a way the prior Z-axis of the 3D model is pointing in the direction of the calculated
point on the sphere. For comparison, Figure 9.3 is showing the four calculated physically
sound orientations for an example 3D model and Figure 9.4 is showing four of the randomly
generated orientations of the same 3D model.

Image Rendering

EAL RIS
RIS

Fig. 9.5 Example of a training instance generated using the physically sound orientations and
the camera array configuration v;.

FALIRIATE

FAEEIRINEY

Fig. 9.6 Example of a training instance generated using the physically sound orientations and
the camera array configuration v;.

Based on these orientations, we are rendering 12 images per orientation, using the virtual

environment explained in Section 7.4.1. For both, the random and the physically sound case,
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the two different camera array variants v; and v, as described in Section 7.4.1 are used for
the rendering. The first is using the fixed vertical angle of 45 degree with respect to the
horizontal plane, the second one is using alternating angles of 35 and 55 degree with respect
to the horizontal plane.

The second variant is designed to simulate possible inaccuracies in the generation of the

physical images. Figure 9.5 and 9.6 are showing an example for the two variants for the

physically sound case. Figure 9.7 and 9.8 the corresponding variants for the random case.

HEan
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Fig. 9.7 Example of a training instance generated using random orientations and the camera
array configuration v.
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Fig. 9.8 Example of a training instance generated using random orientations and the camera
array configuration v.

Subsequent to the rendering, the images are augmented using the photometric trans-
formations blurring, RBC, CLAHE, Gaussian noise injection and composition thereof as
described in Section 7.4.4. In our experiments, we are comparing RotationNet instances
trained using physically sound and randomly generated orientations both trained using the

described augmentation techniques and trained without any photometric augmentation.
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Training

Based on the different data sets, which have been generated using the steps described above,
the RotationNet model can be trained. In case of 100 instances per object, the data is randomly
split into 60 training, 20 validation and 20 test instances. In case of 300 instances per object,
the data is split into 240 training, 30 validation and 30 test instances. The validation sets are
used for early stopping and the snapshot of RotationNet which achieves the best validation
accuracy is used for the evaluation on the physical data. We used the standard RotationNet
architecture described by Kanezaki et al. [56] and only adapted the network architecture with
regard to the amount of different objects for the different data sets. The hyper parameters
learning rate, learning rate policy, gamma, step size momentum and weight decay are adapted
for each of the different data sets. Based on several experiments for each data set, we have
chosen the combination of hyper parameters using which the best results have been achieved

for the corresponding data set.

Physical Image Generation

The evaluation of our solution has to be carried out using photos of the physically produced
components to be able to assess the capability of our system for the usage in the process chain
of AM service providers. Since the recognition station, which we described in Section 7.3,
has so far only been designed as a concept and has not yet been physically constructed, an al-
ternative must be used to generate the inference images. We therefore manually photographed
the produced components with a smart phone camera. The components have been placed
on a black fabric to achieve an optimal contrast to the white components. Each component
has been placed in up to six different stable orientations corresponding to its geometry and
for each orientation 12 photos have been generated in 30 degree steps around the Z-axis
and an elevation angle of approximately 45 degree. For cost reasons, only the two data sets
Random30 and Similar50 were physically produced and used for the evaluation. Using the
manual image generation, we generated 67 test instances for the Random30 data set and
133 for the Similar50 data set. Therefore, overall 67 * 12 = 804 images for the Random30
data set and 133 x 12 = 1596 images for the Similar50 data set have been generated. As
explained in Section 7.6, we are using the augmentation techniques RBC, sharpening and
a combination of sharpening and CLAHE are used to enhance the quality of the physical

images. The influence of this augmentation is evaluated within the experiments.
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9.1.3 Experimental Setup

For our experiments, we used the standard configuration of RotationNet for processing
images from 12 different viewpoints. The data can be handled to the network by an image
data layer which processes 20 batches of 12 images with a resolution of 250 times 250
pixels in parallel. The image data layer is followed by five convolutional blocks. The first
two consist of a convolutional layer, a ReLLU activation layer, a pooling layer and an Local
Response Normalization (LRN) layer, the following three only of a convolutional layer and
ReLU activation layer. The convolutional blocks are followed by two fully connected blocks
consisting of a fully connected layer, a ReLU activation layer and a dropout layer. The
final recognition stage consists of a last fully connected layer and a subsequent softmax loss
layer for the training respectively accuracy layer for the validation and test phase. We are
using a RotationNet instance pre-trained on on the ILSVRC data set [111] and apply transfer
learning via fine-tuning on the network based on our data sets. Therefore, all parameters of
the network architecture are the standard parameters provided by the authors of RotationNet
[56].

The different RotationNet instances for the different data sets are trained on NVidia
GTX1080Ti GPUs with 11 GB Memory provided by the Paderborn Center for Parallel
Computing. We used a batch size of 20 what leads to a parallel processing of 240 images
per training iteration. During our experiments, we optimized the following parameters: base
learning rate, learning rate policy (step wise or exponential decay) and the corresponding
value for the learning rate decay and weight decay for regularization. We used the validation
set to carry out a validation every 200 iterations for the experiments on the Random30 data set
and 1000 for the experiments on the Similar50 data set. For each experiment, the RotationNet
state which achieves the best accuracy on the validation set is used for the evaluation on the

corresponding test set.

9.2 Evaluation

The main goal of our evaluation is to verify that our approach based on RotationNet and
physically sound training data is able to recognize additively manufactured components with
a high recognition rate. Additionally, we want to show that our data-driven augmentation
technique of using physically sound training data is outperforming standard augmentation
techniques. Therefore, we trained the RotationNet model both on physically sound training
data sets and randomly generated training data, as explained in the previous section and

evaluated the performance on physical images for the Random30 and Similar50 data sets.
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We are first dealing with the evaluation of the experiments regarding the requirement
Ry _¢r = recognition rate, since a high recognition rate is the main requirement which has
to be fulfilled. Subsequently, we are dealing with the additional requirements Ry ., =
robustness, R3_., = adaptability, Ry_., = process time, Rs_., = scalability and Rg_., =
process costs, which have been defined in Section 3.2.2. Our solution has to fulfill these

requirements, too, for being integrable into the process chain of AM service providers.

9.2.1 Recognition Rate

In our experiments for the evaluation of the performance of our solution regarding the
requirement Ry _., = recognition rate for the two data sets Random30 and Similar50, we
are dealing with the influence of the following factors: At first, we compare raw training
images generated using random orientations, augmented training images generated using
random orientations, raw training images generated using physically sound orientations
and physically sound training images with additional augmentation. For all of these four
cases, we used training data sets with 60 respectively 240 different training instances per
component and compared the two variants v; and v, for the virtual camera array settings.
Beside that factors, we evaluated the influence of the different augmentation techniques on
the physical inference images. By augmenting the inference images, we can on the one
hand draw conclusions about the robustness of our solution with respect to changes in the
inference image generation and on the other hand verify whether an augmentation of the
inference images leads to an improvement of the recognition rate. The results are presented

in the following tables.

Random30

We start with the results on the Random30 data set. Table 9.1 shows the results for the
Random30 data set, using the randomly generated training data. The first six rows are
showing the results using 60 training instances per object. It can clearly be seen that the
RotationNet instances, which have been trained on augmented training data, outperform
the RotationNet instances which have been trained on raw data. Using raw training data
and a fixed angle of 45 degree to the horizontal plane, the best result of 77.61% accuracy
is achieved using sharpened physical images is. Using the composition of augmentation
techniques, an accuracy of 94.03% can be achieved on the raw physical images. Additionally,
it can be seen that the camera array variant v, which is using the alternating angle of 35
respectively 55 degree to the horizontal plane, leads to a much better result of 89.55%
accuracy for the raw data, since it provides additional information due to the higher variations
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Table 9.1 Evaluation of the performance of RotationNet on the Random30 data set using
randomly generated training data with and without augmentation.

Random30 - Random Orientations

C;:;r]a Inst.  Raw RBC  Sharpening S;?Eigg
Raw Vi 60 68.66% 73.13%  77.61% 68.66%
RBC V1 60 86.57% 88.06%  91.04% 88.06%
Composition Vi 60 94.03% 91.04%  91.04% 91.04%
Raw 1% 60 86.57% 83.58%  89.55% 88.06%
RBC 2 60 8557% 88.06%  91.04% 86.57%
Composition v 60 9552% 92.54%  92.53% 91.04%
Raw 1 240 76.12% 76.12% 83.58% 88.06 %
RBC v 240 97.01% 97.01%  94.03% 94.03%
Composition Vi 240 97.01% 95.52% 97.01% 95.52%
Raw 2 240 80.60% 85.07%  91.04% 85.07%
RBC 1%} 240 89.55% 91.04% 97.01% 92.54%
Composition 2 240 97.01% 97.01% 97.01% 95.52%
Mix vi,vo 240 97.01% 97.01%  97.01% 95.52%

between the different viewpoints. Using the camera array variant v,, an increased accuracy
of 95.52% can also be achieved for the composition of augmentation techniques.

A line-by-line comparison of the augmentation techniques for the physical inference
images reveals another effect. When using raw data or RBC, especially the sharpening
filter for the physical images leads to an improvement of the recognition rate. In contrast,
for the RotationNet instances trained using the data augmented by the composition of
augmentations, the augmentation of the physical inference data has a slightly negative effect
on the recognition rate of the system. Nevertheless, the instance trained using the composition
of augmentations is overall most robust to variations in the inference data. By randomly
combining the different augmentation techniques, the system is optimally trained to recognize
the physical inference images.

The following seven rows are showing the results for the RotationNet instances trained on
240 training instances per object. The trends between raw data and augmented data already
described, can be confirmed here. Overall, quadrupling the training data further improves
the recognition rate of the system. Especially for the raw data, the accuracy increases from
68.66% to 88.06%. Both, the instances trained using RBC and the composition can achieve
recognition rates up to 97.01%.
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Table 9.2 Evaluation of the performance of RotationNet on the Random30 data set using
physically sound training data with and without augmentation.

Random30 - Phyiscally Sound Orientations

C:::}r]a Inst.  Raw RBC  Sharpening ??ilegiilll—;lEg
Raw Vi 60 98.51% 97.01%  92.54% 83.58%
RBC Vi 60 94.03% 92.54%  97.01% 94.03%
Composition 2 60 9552% 91.04%  91.04% 83.58%
Raw 1% 60 98.51% 97.01%  97.01% 94.03%
RBC 12 60 97.01% 97.01% 97.01% 97.01%
Composition v 60 98.51% 98.51%  97.01% 91.04%
Raw 1 240 95.52% 92.54%  91.04% 86.57%
RBC Vi 240 97.01% 92.54%  98.51% 92.54%
Composition Vi 240 98.51% 98.51%  98.51% 95.52%
Raw 2 240 98.51% 92.54%  92.54% 91.04%
RBC 13 240 95.52% 94.03%  98.51% 95.52%
Composition 2 240 98.51% 98.51%  97.01% 97.01%
Mix vi,vo 240 97.01% 97.01%  97.01% 95.52%

As a final additional experiment for random training data on the Random30 data set, we
generated a mixed training data set. This training set consists of 1/4 raw images with fixed
angles, 1/4 augmented images using RBC and fixed angles, 1/4 augmented images using
the composition of augmentations and fixed angles as well as 1/4 using the composition and
alternating angles.

Similar to the instance of RotationNet, which has been trained using the data augmented
by the composition of different techniques, using the mixture of the different sets, a stable
recognition rate of 97.01% can be achieved for nearly all of the augmentation techniques
used for the physical inference data. Thus, it can be stated that a combination of different
augmentation techniques leads to a higher variation in the training data, making the system
trained on synthetic data generalize better to the physical data and enables it to transfer the

performance from synthetic to physical data.

Table 9.2 is showing the results for the Random30 data set and physically sound training
data. It can be seen that there are significantly fewer differences between the performances of
the individual variants. In all cases, the trained instances achieve at least 95.52% accuracy on
at least one of the physical inference data sets, regardless of the augmentation technique used
for training. The maximum achievable accuracy is 98.51%. It is reached for multiple training

data variants for both cases, using 60 or 240 training data instances per 3D model. The worst
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Table 9.3 Random vs. physically sound training data with different augmentations. The
trained models were evaluated on photos of physical objects of the Random30 data set.

Random30 - Phyiscally Sound vs. Random Orientations

Czﬁs}r]a Inst. Random Physically Sound
Raw Vi 60 77.61% 98.51%
RBC Vi 60 91.04% 97.01%
Composition Vi 60 94.03% 95.52%
Raw ) 60  89.55% 98.51%
RBC 12 60 91.04% 97.01%
Composition vy 60 95.52% 98.51 %
Raw Vi 240 88.06% 95.52%
RBC Vi 240 97.01% 98.51%
Composition Vi 240 97.01% 98.51%
Raw V) 240 91.04% 98.51%
RBC 1723 240 97.01% 98.51%
Composition 12 240 97.01% 98.51%
Mix vi,va 240 97.01% 98.51%

case arises for the RotationNet instance trained on 60 raw training data instances per object
and the evaluation on the physical images augmented with sharpening and CLAHE. In this
case, a recognition rate of 83.58% is achieved.

Compared to that, for the randomly generated training data, the different instances have
at least achieved 77.61% accuracy on one of the physical inference data sets and had a worst
case of 68.66% for the case of using 60 raw training data instances per object and again the
evaluation on the physical images augmented with sharpening and CLAHE.

Table 9.3 shows the best results of both the randomly generated and the physically sound
training data for comparison. These results show that using physically sound training data
can achieve a performance increase to a maximum of 98.51% in comparison to 97.01% for
the randomly generated training data even with standard augmentation techniques. Since we
first examined the simplest data set Random30, already the RotationNet instances trained
on randomized data are able to achieve high recognition rates close to 100% when using
the composition of different augmentations. The main difference for the Random30 data
set is that the RotationNet instances trained on physically sound data show less variation in
performance with respect to changes in the inference data and are therefore more robust to

variations in the physical image generation step.
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Table 9.4 Evaluation of the performance of RotationNet on the Similar50 data set using
randomly generated training data with and without augmentation.

Similar50 - Random Orientations

C:::}r]a Inst.  Raw RBC  Sharpening ??ilegiilll—;lEg
Raw Vi 60 15.04% 18.05% 19.55% 37.59%
RBC Vi 60 57.14% 57.14%  61.65% 58.65%
Composition 2 60 60.90% 59.40%  60.90% 62.14%
Raw 1% 60 4586% 44.36%  52.63% 53.38%
RBC 12 60 58.65% 60.15%  66.17% 57.14%
Composition vy 60 6992% 6692%  63.16% 66.92%
Raw 1 240 38.35% 42.86%  45.11% 47.39%
RBC Vi 240 51.13% 60.15%  63.91% 57.14%
Composition Vi 240 66.17% 69.17%  67.67% 69.17 %
Raw 2 240 38.25% 3998%  45.11% 50.38%
RBC 13 240 54.89% 56.39% @ 69.92% 60.90%
Composition 2 240 67.67% 66.92%  69.92% 60.90%
Mix vi,vo 240 7143% 71.43%  71.43% 70.68%

Similar50

The tests for the Random30 data set have shown that our solution is basically able to achieve
a very high recognition rate for the recognition of additively manufactured components. With
another experiment based on the Similar50 data set, we want to evaluate the performance of
our approach for very similar components, which are extremely difficult to distinguish.

Again, we begin with the results generated using randomly generated orientations for the
training data generation. As can be seen in Table 9.4, the accuracies for the Similar50 data
set are significantly lower, compared to the Random30 data set. The RotationNet instances
trained using raw data without augmentation for the training or inference data achieve
a maximum of 45.86% recognition rate. Using the augmentation techniques sharpening
and CLAHE on the physical inference images, the accuracy can be increased to 53.38%
recognition rate.

The performance can be enhanced by using augmented training data again. Similar to
the results for the Random30 data set, the random composition of different augmentation
techniques leads to the best results for both camera array variants, vy, the fixed camera angle
of 45 degree from the horizontal plane and v;, the alternating angles of 35 and 55 degree.
For both cases, a recognition rate up to 69.92% can be achieved what is significantly better

compared to raw training data.
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Table 9.5 Evaluation of the performance of RotationNet on the Similar50 data set using
physically sound training data with and without augmentation.

Similar50 - Phyiscally Sound Orientations

C;:;r]a Inst.  Raw RBC  Sharpening S;?Eigg
Raw Vi 60 74.44% T72.18%  71.43% 75.94%
RBC Vi 60 79.70% 8045%  79.70% 77.44%
Composition Vi 60 80.45% 81.95%  78.20% 78.95%
Raw 1% 60 69.92% 69.17%  68.42% 71.43%
RBC V) 60 73.68% 77.44%  77.44% 75.19%
Composition vy 60 79.70% 7895%  78.95% 77.44%
Raw 1 240 61.65% 61.65%  60.90% 66.17 %
RBC Vi 240 81.95% 78.20%  78.20% 76.69%
Composition Vi 240 79.70% 78.20%  79.70% 80.45%
Raw 2 240 66.17% 66.17%  63.16% 67.67 %
RBC 1%} 240 7594% 71.43% @ 76.70% 70.68%
Composition 2 240 82.71% 81.95% 81.95% 81.95%
Mix vi,vo 240 81.95% 82.71%  84.21% 81.95%

Again, we created an additional training data set, by mixing the data sets of 1/4 raw
images with fixed angles, 1/4 augmented images using RBC and fixed angles, 1/4 augmented
images using the composition of augmentations and fixed angles as well as 1/4 using the
composition and alternating angles. Using that training data, the system can achieve up to
71.43% recognition rate what is the best value for the randomly generated training data. This
result is again showing that the highest possible variation in the training data and the use of
additional information through the two different camera positioning variants leads to the best
results.

In summary, the achievable recognition rate for the difficult Similar50 data set using
randomly generated training data is significantly lower than for the Random30 data set and is

far from hundred percent recognition rate.

Table 9.5 is showing the results for the Similar50 data set using physically sound training
data. It can clearly be seen that the RotationNet instances trained using physically sound
training data outperform the instances trained using randomly generated training data. Using
raw data, recognition rates up to 75.94% can be achieved which is already higher than the best
case recognition rate of 71.43% for the randomly generated data. Again, this recognition rate
can be increased up to 82.71% using 240 instances of images generated using the variable

angles and augmented using the composition of augmentation techniques. Similar to the
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Table 9.6 Random vs. physically sound training data with different augmentations. The
trained models were evaluated on photos of physical objects of the Similar50 data set.

Similar50 - Phyiscally Sound vs. Random Orientations

CZ::? Inst. Random Physically Sound
Raw Vi 60 37.59% 75.94%
RBC Vi 60 61.65% 80.45%
Composition Vi 60 62.14% 81.95%
Raw ) 60  53.38% 71.43%
RBC 12 60 66.17% 77.44%
Composition V) 60 69.92% 79.70 %
Raw Vi 240 47.39% 66.17 %
RBC v 240 6391% 81.95%
Composition Vi 240 69.17% 80.45%
Raw V) 240 50.38% 67.67 %
RBC 1723 240  69.92% 76.70%
Composition vy 240 69.92% 82.71%
Mix vi,va 240 71.43% 84.21%

case of randomly generated training data, this value can even be increased up to 84.21%
by mixing the different training data sets what especially includes a mix of training data
generated using the two different camera array variants vy and v,. This variation seems to
have a major positive impact, since it provides additional information.

An interesting effect is that the recognition rate drops when using raw training data and
240 instances. This seems to occur due to the data generation method, which we used. If
too many very similar training data instances are generated from the few physically sound
orientations, the model overfits and is no longer able to transfer its performance to the
physical inference data. By using the augmentation techniques, this effect can be avoided,
since more variation is generated within the training data set.

In Table 9.6, the results of the RotationNet instances trained using randomly generated
orientations are compared with the instances trained on physically sound training data. The
direct comparison shows that the RotationNet instances trained on physically sound training
data outperform the instances trained on randomly generated training data in all cases.

These results demonstrate that our augmentation technique which uses the geometric
properties of the components to be recognized for an adaptive augmentation of the training
data, clearly outperforms common augmentation methods. By generating the training data in
a physically sound way, the distribution of the training data can be adapted to the distribution
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of the physical inference data and thus, the transfer between virtual and physical domain can
be optimized.

The results show a strong correlation between the complexity of the data set and the
recognition rate of our system. For a relatively simple data set with 30 randomly chosen
components, recognition rates very close to 100% can be achieved. However, for more and
especially more similar parts, the recognition rate decreases. As already mentioned in Section
9.1.1, a data set like Similar50 does not actually occur in real production. However, in order
to be able to guarantee a very high recognition rate, independent of the composition of a
build job, we have made further assumptions for a future solution, which we will explain in

Section 9.3.

In addition to the observation of the maximum recognition rates, which we have already
described above, it is also of interest to analyze the development of the performance of our
solution over the training time. We consider this using the example of the Similar50 data set.

Comparison of the validation and test recognition rates for randomly
generated and physically sound training data
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Fig. 9.9 The graph shows the validation and test recognition rates for randomly generated
and physically sound training data over the training iterations in thousands.
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Figure 9.9 shows the development of the validation and test accuracy for an instance of
RotationNet which has been trained using randomly generated training data and an other
instance trained using physically sound data. As can be seen, the courses of the two validation
recognition rates do not differ a lot. The reason for this is that the validation data sets each
originate from the associated distribution of the corresponding training data set and are
therefore not the same. In contrast, there are clear differences in the progressions of the
recognition rates on the test data. The recognition rate of the system which has been trained
with physically sound training data, is consistently five to 15 percent higher and reaches its
maximum of 84.21% at iteration 21000. The maximum recognition rate of 71.43% for the
randomly generated training data is reached at iteration 26000.

For the evaluation of the recognition rate based on the physical test images, we used the
RotationNet state with the highest recognition rate for the validation data set in each of the
results described above. This state does not necessarily provide the highest recognition rate
for the physical data. However, as can be seen in Figure 9.9, the recognition rate for the
physical data settles at a very high level.

Another important aspect is the influence of using the RotationNet instance pre-trained on
the ILSVRC data set and subsequent transfer learning of the model. Figure 9.10 is showing
the courses of the validation recognition rates for RotationNet instances trained on randomly
generated and physically sound training data with and without pre-training on the Similar50
data set and Figure 9.11 is showing the corresponding test recognition rates. As can be seen
in Figure 9.10, using the pre-trained instance of RotationNet leads to validation recognition
rates around 60% after 1000 training iterations for both, randomly generated and physically
sound training data. In comparison, the instance trained on physically sound training data
without pre-training needs about 6000 training iterations to reach that recognition rate and the
instance trained using randomly generated training data even needs around 10000 Iterations.
Additionally, the RotationNet instances trained without pre-training can only achieve a
maximum of 90% validation recognition rate compared to 95.5% respectively 97% for the
pre-trained instances.

The same can be seen in Figure 9.11, which is showing the corresponding test recognition
rates. In both cases, for the randomly generated and physically sound training data, the
maximum recognition rate is about 15% higher when pre-training is used. These results
show the high influence of pre-training and subsequent transfer learning. Pre-training on
the ILSVRC data set contributes a large amount of additional information that adds extreme
value for solving the recognition problem. Without pre-training and transfer learning, the

performance of our solution system would be significantly lower. The results show that
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Comparison of the test recognition rates for randomly generated and
physically sound training data with and without pre-training
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Fig. 9.10 The graph shows the validation recognition rate for randomly generated and
physically sound training data with and without pre-training over the training iterations in
thousands.

the use of the transfer learning technique can significantly improve the performance of DL
models when dealing with problems for which only a small amount of data is available.

The experiments described above have shown that our solution is capable to recognize
additively manufactured components with a high recognition rate. For standard build jobs as
they mainly occur in the daily production of AM service providers, we achieve a very good
recognition rate. However, as the recognition rate in the current state of our solution is still
dependent on the complexity of the build jobs, we rate the performance of our solution with
respect to the requirement R ., = recognition rate as good. In section 9.3, we will discuss
how the recognition rate can be further increased even for complex build jobs. Before we
address this, we will deal with the remaining requirements.
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Comparison of the test recognition rates for randomly generated and
physically sound training data with and without pre-training
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Fig. 9.11 The graph shows the test recognition rate for randomly generated and physically
sound training data with and without pre-training over the training iterations in thousands.

9.2.2 Secondary Requirements

As explained in Section 3.2.2, besides the requirement Ry _., = recognition rate the addi-
tional requirements Ry ., = robustness, R3_., = adaptability, Ry_., = process time, R5_.,
= scalability and Rg_., = process costs have to be fulfilled.

Ry = robustness implies that the recognition rate should be independent of changes,
e.g. in the creation of physical images due to, for example, contamination or abrasion in
the scanning area. The results described in Section 9.2.1, have shown that an appropriate
augmentation of the training images using a composition of photometric image augmentation
techniques, can ensure a high recognition rate, regardless of e.g. changes in the lighting
condition or sharpness of the inference images. Especially the random composition of the
techniques Gaussian noise, RBC, blurring and CLAHE has led to a high recognition rate for
all test series, regardless of the changes in the inference images. We therefore rate the quality

of our solution regarding the requirement R, ., = robustness as excellent.
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By using a data-driven approach, the requirement R3_., = adaptability is fully met by
our solution. By training the individual instances of RotationNet for each build job on a daily
basis, the system learns which criteria are decisive for the recognizing of the components
corresponding to a build job, based on the corresponding set of 3D models. As a result,
the features with the highest discriminative information are learned for each build job. The
necessary steps for the generation of physically sound training data and the training itself are
executed completely automated. Thus, no manual adjustments are necessary for a specific
build job. We therefore rate the performance of our solution with regard to the criterion R3_,
= adaptability as excellent.

Regarding the requirement R4_., = process time, two aspects have to be considered.
As explained in Section 3.2.2, our solution has to be able to adapt to the daily changing
production within about 21 hours and subsequently recognize up to a few thousand different
components within two to four hours.

For our solution, the adaptation to the daily changing production corresponds to the
generation of training data and the training of a RotationNet instance for each build job.
Since the training of multiple instances can be parallelized, we consider the time for the
generation of training data and training of a single instance of RotationNet in the following.
For the training data generation, at first the physically sound orientations have to calculated
for each 3D model of a build job. Depending on the complexity of the 3D models, this takes
between a few seconds up to a few minutes. The generation of the training and validation
images itself takes between 5 and 10 minutes per 3D models when using 240 training and 30
validation instances consisting of 12 images each on a common notebook. The generation of
the images for the different 3D models can be parallelized. The augmentation of the training
and validation images takes about 2 minutes per 3D model and can be parallelized, too.

Since the difficulty of the Random30 and Similar50 data set differs from each other,
the necessary training time itself differs quite a lot. The Figures 9.12 and 9.13 show the
development of the recognition rate for the physical inference images as a function of training
time for the instances trained using the mix of different augmentation techniques as described
in Section 9.2.1. As can be seen in Figure 9.12, for the Random30 data set, the recognition
rate of 98.51% can be achieved in about 100 minutes. After 80 minutes, a recognition rate of
97.51% can already be achieved. The instance trained on randomly generated data reaches its
best recognition rate of 97.01% after about 120 minutes. For this data set, which represents
an average build job occurring in reality, it is therefore easily possible for our solution to
learn the recognition of the components of a build job in the time available.

As can be seen in Figure 9.13, the training time for the Similar50 data set is much

longer. For the RotationNet instance trained on physically sound training data, the highest
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Comparison of test recognition rates for randomly generated and
physically sound training data over training time
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Fig. 9.12 The graph shows the recognition rate on the physical inference data of the two
instances trained on randomly generated and physically sound training data in percent over
the training time in minutes for the Random30 data set.

recognition rate is reached after about 33 hours of training. For the instance trained using
randomly generated training data, it takes about 41 hours. That is significantly longer than
for the Random30 data set and beyond the 21 hours available for the training, parallel to
the physical process chain of AM service providers. In the following Section 9.3, we are
providing a concept for an adaption of our solution, which guarantees that the training time
which is necessary for achieving a high recognition rate, is well below the existing time
constraints of 21 hours in all cases.

Besides the requirement regarding the training time, we also investigated the time nec-
essary for the recognition of a produced component itself. With a batch size of 1, which is
used for the inference phase, RotationNet is able to assign a component in 0,81 seconds on
average based on the 12 images of the component. Therefore, it is capable to recognize about

4400 components per hour. Of course, this time span only describes the pure computation
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Comparison of the test recognition rates for randomly generated and
physically sound training data over training time
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Fig. 9.13 The graph shows the recognition rate on the physical inference data of the two
instances trained on randomly generated and physically sound training data in percent over
the training time in hours for the Similar50 data set.

time for processing the images. The time to recognize a component is mainly influenced by
the time it takes to move a single component on the conveyor belt into the scanning area and
generate the 12 images. Since the physical recognition station does not yet exist, we currently
can not evaluate the time required for recognizing a single component. If it supposed to
be possible to recognize 1000 components per hour, the mechanical process should take a
maximum of 3.6 seconds. Based on the described calculations, we evaluate the performance
of our solution with respect to the Ry, = process time requirement as good.

The quality of our system with regard to the requirement Rs_ ., = scalability can also be
rated as good. Standard hardware is sufficient for the computational effort for the creation
of the training data, the subsequent training and finally the inference phase. Therefore, as
production numbers increase, the hardware can be adapted accordingly if necessary. There
could be a limitation due to the design of the recognition station, as it can only move the
individual components into and out of the scanning area at a limited speed. With significantly
increasing production numbers, this setup may reach its limits, which would require a second

identical setup.
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Table 9.7 Comparison of our solution with the manual process and the general classes of
traditional and DL-based CV approaches regarding the six requirements recognition rate,
robustness, adaptability, process time, scalability, and process costs.

Ri—¢r Ry ¢r R3_¢r Ry—¢r Rs_¢r Ro—cr
Method/Metric  Recognition Robustness Adaptability Process Scalability Process
Rate Time Costs
Manual process ++ ++ + - - —
Traditional iy s . .\
CV approaches
DL-based ++ ++ ++ + + +
CV approaches
Our Solution + ++ ++ + + +

This would also influence the costs for our solution. The main expense is the hardware for
the conveyor belt and the scanning area. Adding a second system for increasing production
numbers, would double the initial costs for the system. However, by using a 2D data-based
approach, the much cheaper cameras compared to 3D scanners can be used. Since common
GPUs are sufficient for the training of the RotationNet architecture, these are not a major
cost driver. Therefore, we also rate the quality of our solution with regard to the requirement

Re_cr = process costs as good.

In Table 9.7, we compare the performance of our solution with the manual approach and
our assumptions regarding traditional and DL-based CV approaches. As can be seen, our
solution nearly achieves the performance which we have predicted for DL-based solutions.
Only the accuracy is lacking a bit for very complex build jobs. Nevertheless, as stated in
Section 9.2.1, we already developed a concept for an adaption of our solution, which enables
it to achieve accuracies close to 100% also for complex build jobs. The concept will be
explained in Section 9.3.

Additionally, it can be seen that our solution outperforms the current manual pro-
cess with respect the requirementsRy_. = process time, Rs_., = scalability and R¢_.,
= process costs. Our solution is therefore able to recognize produced components with a
high accuracy and robustness, saving time and costs compared to the manual process. In the
next section, we will discuss which problems currently still exist and how they can be solved.
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9.3 Discussion

Our experiments have shown that our solution based on RotationNet and physically sound
training data is able to recognize additively manufactured components with a high recognition
rate, based on 12 images taken per component. Using the approach of physically sound
training data, enhances the recognition rate of our system by aligning the training data with
the physical inference data. The system is able to automatically adapt for the recognition
of the daily produced components by training individual instances of RotationNet for each
build job. For this purpose, an instance pre-trained on the ILSVRC data set can be used to
further increase the recognition rate of the system using transfer learning while reducing the
training time.

With our experiments, we have shown that the recognition rate strongly depends on the
size of the data set and the similarity of the associated components. While the recognition
rate for a common build job, like the Random30 data set, is very close to 100%, only about
84% accuracy can be achieved for the extremely complex data set Similar50. Also, the
training time increases for the complex Similar50 data set to a period beyond the available 21
hours.

This leads us to further considerations to be able to achieve both a high recognition rate
and a training time within the 21 hour interval. The clear correlation of the complexity of
a data set with the recognition rate and required training time suggest a simplification of
the data sets. Currently, we simply use all 3D models belonging to a build job together
and train the MVCNN-based system to recognize the components based on visual features
only. However, in addition to visual recognition, other properties can be used to allow
pre-sorting and thus simplify the complexity of the problem to be solved for our visual
recognition system. This requires information based on which both the digital 3D models
and the produced physical components can be pre-sorted. Two possibilities to implement
pre-sorting are created by using the size or the weight of the components.

On the digital side, the size can easily be extracted from the information of the 3D models.
The physical components can also be sorted, e.g. into components larger and smaller than
a certain threshold value, using a screening machine. In this way, the build job data sets
could be split into two or more sub-sets. According to the divide and conquer principle, the
components of the sub-sets are easier to recognize than the components of the whole data set
used as a single set. For each sub-set, a separate RotationNet instance could be trained for
the associated components and subsequently used for the inference.

By using the weight of the individual components for the division of the data sets, they
could be divided even more fine-grained. For the digital 3D models, their volume and the
density of the material used for production can be used to calculate the expected weight of



204 Realization and Evaluation: 3D Component Recognition

the components to be produced. The weight of the physical components can be determined
by a weighing that can be integrated into the conveyor belt. The weight of the components
can vary due to powder adhesions or residues in complex geometries and thus deviate from
the weight calculated on the basis of the 3D models. Therefore, when subdividing the data
sets with the help of the weight criterion, categories with a certain margin would have to be
created.

With the help of the two criteria or the combination of both, the recognition tasks for each
build job could be divided and simplified and thus the recognition rate of our solution could
be further increased. Even more important is the effect, that the training time drastically
decreases for simpler data sets. Using the approach of dividing the build job data sets into
sub-sets, we can guarantee that the training time does not exceed the available 21 hours.

Another factor that affects the recognition rate is the image generation of the physical
inference data. As we have described in Chapter 7, it is extremely important to align the
synthetically generated training data and the physically generated inference data in an optimal
way to ensure a high recognition rate. Therefore, we adapted the synthetic training data
generation process to the conceptually created physical recognition station. However, since
the recognition station does not yet exist, we manually created the images for our experiments.
This leads to several problems. First, without professional lighting systems, the lighting
could not be completely adapted to the lighting of the virtually defined scene. This leads
to discrepancies between the shadows which are cast for the synthetic training data and the
physical inference data, thus affecting the recognition of the components. On the other hand,
due to the manually guided camera, the camera angle of 45 degrees to the horizontal plane
and the 30 degree steps around the Z-axis between the individual viewing angles could not
be guaranteed completely accurate. With a fixed installation of the cameras and the lighting,
these two factors could be adapted to the synthetic data with a higher accuracy, which would
presumably further optimize the recognition rate.

9.4 Summary

We have shown that it is possible to develop a solution system, which is able to recognize
additively manufactured components with a high recognition rate and robustness, based on a
state-of-the-art 3D DL approach. Additionally, the system is able to automatically adapt to
the daily changing production. Despite the lack of physical data, the system can be trained
with synthetically generated data, which has been adapted to the physical conditions, in order
to recognize produced components on the basis of real images.
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The system has been designed in a way that all necessary data processing steps from
training data generation to inference data generation are performed in a fully automated
manner, without the need for manual intervention. The necessary information is extracted
automatically from the data process chain of the AM service provider, allowing the process
steps required for the 3D Component Recognition to be run in parallel with the physical
production of the components to be recognized.

The experiments conducted so far have not yet been carried out in the actual industrial
environment. As already described in Section 9.3, we believe that our solution system can
be further optimized by an extended use of the existing process information. By integrating
the described solution system into the process chain of AM service providers, the share of

manual work in the overall process can be reduced, resulting in time and cost savings.






Chapter 10
Conclusion and Future Work

In this chapter, we finally want to summarize the central aspects of our work. Since our
work is dealing with the two sub-processes of Manufacturability Analysis in the process
chain of AM service providers and 3D Component Recognition of additively manufactured
components, we already presented a summary regarding our work on these two process
steps in the corresponding Chapters 8 and 9. Nevertheless, in this chapter, we are going to
summarize our main findings regarding the possibilities of automating the process chain of

AM service providers with state-of-the-art DL. methods.

10.1 Conclusion

At the beginning of this thesis, in Chapter 1, we have outlined that AM is still a relatively
young and growing manufacturing technique, which has to contend with complex and
dynamic issues as part of its growth. Especially, the business model of AM service providers
requires flexible solutions for automating the associated complex process chain, in order to be
able to process the further increasing production volumes. The goal of our work was to show
that innovative data-driven solutions are capable of being used for the further automation of
this strongly data-driven process chain.

In the context of this thesis, we therefore first analyzed the process chain of AM service
providers from the beginning of the ordering process to the final delivery of the ordered
components in Chapter 2. The two sub-processes of Manufacturability Analysis for AM
and 3D Component Recognition for additively manufactured components were chosen as
central aspects for our work, since they offer high potentials for further optimization through
automation. Based on the analysis of the current approaches of the two process steps, existing
issues were identified and requirements for solutions to automate the process steps were

defined in Chapter 3. In order to be able to develop a solution optimized with regard to the
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requirements for each of the two process steps, we have identified state-of-the-art methods
of ML, DL and especially 3D-DL in Chapter 4 and provided an overview of alternative
solutions for the two process steps in Chapter 5.

Based on this information, we developed the solutions which we presented in Chapter
6 and 7. In this section, we will present a conclusion on how the two solutions can be
integrated into the process chain of AM service providers. For this purpose, we will address
the requirements defined in the Sections 3.1.3 and 3.2.2 and discuss the extent to which they
have been met.

10.1.1 Manufacturability Analysis

For the process step Manufacturability Analysis, we have defined the requirements R|_,,, =
adaptability , Ry, = accuracy, R3_,, = suitable data representation, Ry, = visual
feedback and Rs_,,, = computation time. The first four requirements have to be met to
provide the general functionality of the Manufacturability Analysis, the last requirement
Rs5_,,q = computation time is relevant to enable the solution to be integrable into the process
chain of AM service providers.

We have designed a 3D-CNN-based solution, which is able to learn to detect critical
geometries within 3D models, based on a labeled data set and furthermore visualize the
detected geometries using the LRP approach. The solution is designed for being able to learn
which geometric properties are decisive for the manufacturability of components based on
production data which is collected and labeled within the daily production processes of AM
service providers. To evaluate the performance of the two approaches, we conducted the
experiments described in Chapter 8, which are designed to reflect the real-world conditions
at AM service providers as accurate as possible.

As described in Chapter 8, we used the criterion of minimum wall thickness as an example
for the Manufacturability Analysis. Since not enough production data has been collected
at the current time and no benchmark data sets exist yet, we designed our own data set for
this purpose. The conducted experiments have show that our solution based on the HCNN
architecture is able to correctly classify the 3D models used as test data for our experiments
into the two classes manufacturable and non-manufacturable with an accuracy of about
84%. This accuracy is reached using a training data set consisting of 1200 critical and 1200
non-critical geometries. With our experiments, we have also shown that the minimum wall
thickness criterion can be detected with an accuracy of over 80% when about 400 3D models
which contain critical geometries are available for the training. This information can be used
to estimate how many 3D models need to be collected in the context of real production for
learning further criteria. Besides the pure classification of the 3D models, we have shown
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that our solution can also be used for the visualization of critical geometries. With the help
of the LRP approach, the most relevant areas of the geometry for the decision of the HCNN
model, can be highlighted. On the one hand, this allowed us to verify that the correct features
were learned even though the training data contained only the purely geometric information,
and on the other hand, the visualization can be used to generate further information for the
customers of AM service providers, which these can use for the revision of their 3D models
if necessary.

Our solution has shown that it is able to evaluate the manufacturability of 3D models with
respect to the manufacturability criterion minimum wall thickness with a good accuracy and
additionally generate a high resolution visual feedback. Thus, we have shown that the main
requirements Ry _,,, = accuracy, R3_,,, = suitable data representation, Ry_,,, = visual
feedback are fulfilled. Due to a lack of production data, the performance of our solution
with regard to the requirement R;_,,, = adaptability for other manufacturability criteria
has not yet been proven. However, due to the data-driven structure, this requirement is in
principle fulfilled. Through our experiments, we have also shown that our solution is able to
learn a geometric manufacturability criterion with only a few hundred 3D models labeled
with respect to the corresponding manufacturability criterion. This supports our assumption
that with a manageable amount of production data further manufacturability criteria can be
learned.

In addition to the general functionality of the Manufacturability Analysis, we have also
shown that our solution is able to evaluate 3D models and generate the visual feedback
on average in about 100 seconds. Therefore, also the requirement Rs5_,,, = computation
time is fulfilled, what allows our solution for the Manufacturability Analysis of 3D models
to be integrated into the web platform-based ordering process of AM service providers
without unnecessary delays. Therefore, our solution offers the possibility to detect non-
manufacturable components directly in the ordering process. Thus, the customers have the
option to revise their 3D model directly without delaying the ordering process by waiting
unnecessarily in the order queue as described in Section 2.2. With the help of our solution, it
is therefore possible to support the ordering process of customers and thus reduce the average
total duration of the process chain of AM service providers.

10.1.2 3D Component Recognition

For the process step 3D Component Recognition, we developed our solution with regard to the
requirements R;_., = recognition rate, Ry_ .. = robustness, R3_., = adaptability, Ry_. =
process time, Rs_., = scalability and R¢_., = process costs. The first three requirements
have to be met to provide the general functionality of the 3D Component Recognition, the
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last three requirements are relevant to enable the solution to be integrable into the process
chain of AM service providers and to enable an economical operation of the solution.

Our solution consists of the two main building block of the multi-view-image-based CNN
architecture RotationNet and the generation of physically sound training data. The solution
has been designed to meet the requirements Ry _., = recognition rate, Ry_., = robustness,
R3_ . = adaptability with regard to the general recognition functionality on the one hand
and to be directly integrable into the process chain of AM service provider on the other hand.
To achieve that, the approach is able to automatically extract all necessary information for
the generation of synthetic training data from the digital data process chain of AM service
providers, in order to subsequently recognize the produced components using photos of them.

In Chapter 9, we have shown that our solution based on the state-of-the-art MVCNN
architecture RotationNet and physically sound training data is able to recognize additively
manufactured components with a high accuracy. Despite the absence of physical training
images of the components to be recognized, the solution is able to learn to recognize the
components using physically sound synthetic training data and transfer learning. For a
standard build job which was designed in relation to the build jobs occurring in the real
production of AM service providers, our solution is able to recognize the corresponding
components with an accuracy of 98.51%. Although the recognition rate decreases with
increasing difficulty of the data sets, we have developed an adaptation of our approach that
should allow to achieve a consistently high recognition rate independent from the complexity
of the build jobs. We will deal with this in the following Section 10.2. By using the
data-driven augmentation technique of physically sound training data and a combination of
photometric augmentation techniques, our solution is able to achieve these high recognition
rates independent of changes in the image generation. Thus, our solution has shown that it
meets the requirements Ry _., = recognition rate and Ry ., = robustness.

The data-driven approach also enables our solution to adapt on a daily basis to the varying
components being produced. Based on the automatically generated training data, for each
build job a separate instance of our solution is fine-tuned based on a pre-trained RotationNet
instance, where we can always guarantee the optimal performance of our solution. Thus, the
requirement R3_., = adaptability is fulfilled by our solution to the full extent.

Currently, our solution is able to adapt to standard build jobs as they occur in the daily
production within the defined time frame. With the changes described in section 9.3, this is
also possible for more complex build jobs and thus the requirement R4, = process time
can be fulfilled. Due to the comparatively cheap hardware necessary for an image-based
system, the also the requirements Rs_ ., = scalability and R¢_ ., = process costs are fulfilled

by our solution.
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Another important aspect is the integration of our solution into the process chain of AM
service providers. To ensure that our solution can be used at AM service providers, the daily
training processes of the solution instances must be executed fully automated, without the
necessity of any manual steps. Our solution is structured in such a way that all necessary
information is extracted automatically from the digital data process chain of AM service
providers. Therefore, no adjustments to the AM service provider’s processes are necessary.
For each build job, an instance of our solution can be trained in a fully automated way, which
is subsequently able to recognize the corresponding components as soon as they have been
produced. Our solution can therefore be used to replace the currently very high manual effort

with an automated solution. This enables AM service providers to save both time and costs.

Within this thesis, we have shown that it is possible to automate the complex and
especially variable process-steps of Manufacturability Analysis for AM and 3D Component
Recognition using adaptive solutions. Due to its continuous linking of the digital data
process chain and the physical manufacturing process chain, the process chain of AM service
providers offers the opportunity to use data-driven solutions to automate sub-processes that
can not or only to a limited extent be automated with traditional methods. As a result, data-
driven solutions, like the ones we developed, can enable AM service providers to leverage
their strengths compared to traditional manufacturing techniques even with steadily growing
production numbers by optimizing the process chain.

In the following final section of this thesis, we will discuss further steps that we believe

are necessary for proceeding with our previous work.

10.2 Future Work

The experiments, which we have carried out, have shown that our solutions have the potential
for being used in the process chain of AM service providers. Nevertheless, the experiments

have also shown some weaknesses of our solutions which must be worked on.

10.2.1 Manufacturability Analysis

In Chapter 8, we already described that the current state of our HCNN-based solution is not
invariant to rotations of the 3D models. Therefore, processing the same 3D model in different
orientations, can lead to different classification results. Currently a critical geometry is not
necessarily detectable in all orientations. To overcome this problem, a solution which is more
invariant to rotations is necessary. As already explained in Section 8.3, a joint "multi-view"

processing of the hst-files created in different orientations would likely lead to a more robust
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classification. This would allow us to further strengthen the performance of our solution with
respect to the requirement Ry_,,,, = accuracy.

Additionally, for the Manufacturability Analysis, further manufacturability criteria have
to be learned by our solution. To the current state, we have trained the solution based
on a synthetically generated data set which is labeled with regard to the minimum wall
thickness criterion. With our experiments, we have shown that our solution is able to learn a
geometric criterion relevant for the manufacturability, using an appropriately labeled data set.
However, our goal is to learn additional manufacturability criteria based on real production
data. Therefore, once sufficient data for another criterion has been collected by the AM
service provider, which we used as reference, our approach will be trained based on this

data. Thereby, we want to show that our solution also meets the requirement R;_,,, =

adaptability.

10.2.2 3D Component Recognition

Further steps are also necessary for the 3D Component Recognition. To the current state,
all experiments have been carried out using a hand-held smart phone camera. As stated
in Section 9.2, that leads to variances in the creation of the physical inference data. Thus,
they are not optimally aligned to the synthetic training data. Constructing the already
designed recognition station would enable an optimized inference data generation, potentially
further optimizing the performance of our solution with regard to the requirement R| _., =
recognition rate. Additionally, in Section 9.3, we have proposed a method to divide the data
sets of the build jobs in sub-sets what enables us to solve multiple easier recognition problems
instead of the trying to recognize the whole data set as a single entity. By conducting further
experiments regarding the splitting of the data sets, we could verify whether it is consistently

possible to achieve a recognition rate significantly closer to 100 percent.

With our work on the two process steps of Manufacturability Analysis for AM and 3D
Component Recognition for additively manufactured components, we have shown that it
is possible to automate parts of the complex process chain of AM service providers with
the help of data-driven solutions. However, as part of our analysis of the process chain in
Chapter 2, we have also identified other process steps that offer the potential for automation
with similar solution approaches.

As an example, the process step of Production Cost Calculation is very similar to the
Manufacturability Analysis, since it is difficult to establish concrete mathematical definitions
based on which the costs can be determined. The time and thus the costs for work steps such

as support removal subsequent to the SLM process, can vary greatly for different geometries.
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With the help of our HCNN-based solution, the costs for this or other work steps can possibly
be predicted more accurately on the basis of existing process data than is possible on the
basis of current calculations. Therefore, we see a lot of potential for the use of data-driven
solutions for a further optimization of the process chain of AM service providers in the
future.
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