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system, identify the high-frequency ~ € By analyzing the three-loop control system of FANUC system, the principle of frequency response is analyzed. Taking GRU2811X40 gantry

oscillation points in the Bode plot. CNC machine as an example, the frequency response of the Servo system is tested by servo debugging software Servo Guide. The resonant
= Using filters to eliminate high- point is identified from the frequency response curve and filtered by HRV filter to improve the speed loop gain, reduce the time constant and

frequency oscillation points, give full play to the rigid margin of the servo system.

increase speed loop gain, reduce Frequency response test is an important means of servo parameter optimization, which can determine the mechanical characteristics of the

time constant, fully utilize the machine tool according to the waveform of the frequency response curve and carry out the corresponding servo optimization.

rigidity margin of the servo system,
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