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ABSTRACT

Abstract The numerical control system of the old-style computer numerical control machine droved the motor with the theory of

Digital differential analyzer. The principle is every axis motors were given pulses at the point in time when the command counted by

DDA, to drive X axis Y axis and Z axis motors feed-in, producing the trajectory expected. So far, what we saw the applications with

programming logical controller were on the basis of the HITACHI、MITSUBISHI、OMRON programming logical controller

and so on. However Fuji Company invented new-age programming logical controller-SPH, the advantage besides including

traditional ones function, but having many creative in hardware and in software. What we study is writing G code commands with

DDA theory and using the hardware with the programming logical controller made by Fuji. In other words, we employ the existed

G code theories, like Fanuc G codes, we employed them on the Fuji PLC system, the result outputted is compared with real straight

line and arc, whether the dpi had widely differently.
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