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ABSTRACT
This paper examines the de lection of milling tool in machining of steel (1.1740). In general, milling de lection divided into two categories:
the static deformation and dynamic deflection. by considering feed direction along the x-axis, these two deflections can be obtained by first
measuring the resultant vertical force ) using dynamometer. Considering the machining parameters and tools specifications such as entry
swept angle, exit tools angle and cutting depth, milling deflection has been theoretically determined. The results of the theoretical analysis
were in good agreement with the results of experiments. So, the deflection of milling tool can be obtained in the milling process.
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