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VDC,60% Duty Cycle38 482.3*462*231*180.8*9.80.46*7.50.13*Wire Type and Diameter Wire Feed Speed Dimensions Net Weight Without GunSolid Steel Stainless Steel Flux Cored 50700 IPM(1.317.8 m/min)H: 30 in. (762 mm)W: 19 in. (483 mm)D: 40 in. (1016 mm)205 1b(93 kg).023 .045 in.(0.6 1.2 mm).023 .045 in.(0.6 1.2 mm).030 .045 in.(0.8 1.2
mm)* While idlingOperating Temperature Range 20C to +40C Storage Temperature Range -30C to + 50CPage 16. A complete Parts List is available at www.MillerWelds.com0150R50100150200250300350400450500105101520253035400 50 100 150 200 250 300 350Page 17We help you to find your user manual. Manuals.ca ensures that you will
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Electrode Positive (DCEP): For solid steel,-Ref. 804 654-A / Ref. 804 912-ATools Needed:Obtain gas cylinder and chain torunning gear, wall, or otherstationary support so cylindercannot fall and break off valve.1 Cap2 Cylinder ValveRemove cap, stand to side ofvalve, and open valve slightly. Gasflow blows dust and dirt from valve.Close valve.3
Cylinder4 Regulator/FlowmeterInstall so face is vertical.5 Regulator/Flowmeter GasHose Connection6 Welding Power Source GasHose ConnectionConnect customer supplied gashose between regulator/flowmetergas hose connection, and fitting onrear of welding power source.7 Flow AdjustTypical flow rate is 20 cth (cubicfeet per hour). Check
wiremanufacturers recommendedflow rate.8 CO2 Adapter (CustomerSupplied)9 O-Ring (Customer Supplied)Install adapter with O-ring betweenregulator/flowmeter and CO2cylinder.1-1/8, 5/8 in.1237Rear Panel64512389Argon Gas Or Mixed GasCO2 GasPage 21We help you to find your user manual. Manuals.ca ensures that you will find the manual
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is used in place of a fuse, choose a circuit breaker with time-current curves comparable to the recommended fuse.3 Normal Operating (general purpose - no intentional delay) fuses are UL class K5 (up to and including 60 amps), and UL class H ( 65 amps and4 Conductor data in this section specifies conductor size (excluding flexible cord or cable)
between the panelboard and the equipment per NEC Table310.16. If a flexible cord or cable is used, minimum conductor size may increase. See NEC Table 400.5(A) for flexible cord and cable requirements.Page 23. A complete Parts List is available at www.MillerWelds.comThe serial number and rating information for this product is located on back.
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settings for your welding machine. The Millermatic 252 is a popular welding machine that can handle a wide range of welding projects. However, finding the right settings for your welding project can be a daunting task. In this article, we will provide you with a comprehensive guide on Millermatic 252 settings chart. The Millermatic 252 is a powerful
welding machine that is widely used in welding workshops and industrial settings. It is known for its versatility and ability to handle a wide range of welding projects, from light fabrication to heavy-duty welding. Having the right settings on your Millermatic 252 is crucial for achieving high-quality welds and ensuring that your welding projects are a
success. In this article, we will provide you with a comprehensive guide on Millermatic 252 settings and why it is important. A settings chart is a reference guide that provides recommended settings for your welding machine based on the type of welding project you are working on. The Millermatic 252 is a valuable tool for welders as it provides a
comprehensive list of recommended settings for different types of welding projects. The Millermatic 252 typically includes information on voltage settings, wire speed settings, gas flow settings, and material thickness settings. Each of these settings plays a critical role in the welding process and can have a significant impact on the quality of the weld.
Understanding the different settings and their functions is crucial for achieving the desired results in your welding projects. By referring to the Millermatic 252, you can ensure that you are using the appropriate settings for your welding project and achieving the best possible results. Voltage settings refer to the amount of electrical power that is
used to generate the welding arc. The voltage setting can have a significant impact on the quality of the weld and the overall efficiency of the welding process. Higher voltage settings are typically used for thicker materials or when a deeper penetration is required, while lower voltage settings are used for thinner materials or when a shallower
penetration is needed. For welding projects that require a high deposition rate, such as when welding thick materials, a higher voltage setting is recommended. On the other hand, for welding projects that require a more precise and controlled weld, a lower voltage setting is recommended. It is important to note that the voltage setting can also affect
the size and shape of the weld bead. A higher voltage setting can result in a wider and flatter weld bead, while a lower voltage setting can result in a narrower and more rounded weld bead. To adjust the voltage settings on the Millermatic 252, you can use the voltage control dial located on the front of the machine. It is important to refer to the
Millermatic 252 settings to ensure that you are using the appropriate voltage settings for your welding project. Wire speed is an important setting in the welding process that refers to the rate at which the welding wire is fed through the welding gun. The wire speed setting can have a significant impact on the quality of the weld and the overall
efficiency of the welding process. When it comes to wire speed settings, the general rule of thumb is to use a higher wire speed for thicker materials and a lower wire speed for thinner materials. This is because a higher wire speed is needed to melt and penetrate thicker materials, while a lower wire speed is sufficient for thinner materials. For
welding projects that require a high deposition rate, such as when welding thick materials, a higher wire speed is recommended. On the other hand, for welding projects that require a more precise and controlled weld, a lower wire speed is recommended. To adjust the wire speed settings on the Millermatic 252, you can use the wire speed dial
located on the front of the machine. It is important to refer to the Millermatic 252 settings to ensure that you are using the appropriate wire speed settings for your welding project. Gas flow settings refer to the amount of shielding gas that is used during the welding process to protect the weld from contamination. The gas flow setting can have a
significant impact on the quality of the weld and the overall efficiency of the welding process. When it comes to gas flow settings, the general rule of thumb is to use a higher gas flow rate for thicker materials and a lower gas flow rate for thinner materials. This is because a higher gas flow rate is needed to provide adequate shielding for thicker
materials, while a lower gas flow rate is sufficient for thinner materials. For welding projects that require a high deposition rate, such as when welding thick materials, a higher gas flow rate is recommended. On the other hand, for welding projects that require a more precise and controlled weld, a lower gas flow rate is recommended. To adjust the
gas flow settings on the Millermatic 252, you can use the gas flow control knob located on the front of the machine. It is important to refer to the 252 settings chart to ensure that you are using the appropriate gas flow settings for your welding project. Material thickness settings refer to the setting that is used to adjust the welding parameters based
on the thickness of the material being welded. The material thickness setting can have a significant impact on the quality of the weld and the overall efficiency of the welding process. The material thickness setting is typically used in conjunction with the wire speed and voltage settings to ensure that the appropriate amount of heat is generated to
achieve a high-quality weld. Generally, the thicker the material being welded, the higher the material thickness setting should be. For welding projects that involve thin materials, a lower material thickness setting is recommended to ensure that the appropriate amount of heat is generated without burning through the material. Conversely, for
welding projects that involve thicker materials, a higher material thickness setting is recommended to ensure that the weld penetrates the material and achieves the desired strength. To adjust the material thickness setting on the Millermatic 252, you can use the material thickness control knob located on the front of the machine. It is important to
refer to the Millermatic 252 settings to ensure that you are using the appropriate material thickness settings for your welding project. Properly setting up your Millermatic 252 is crucial for achieving high-quality welds and ensuring the success of your welding projects. Here are some tips and tricks to help you set up your Millermatic 252 for a
welding project: Follow the Millermatic 252 settings chart: The settings chart provides recommended settings for different types of welding projects based on the material thickness and wire type being used. It is important to refer to this chart to ensure that you are using the appropriate settings for your welding project. Heres a basic settings chart
for the Millermatic 252 MIG welder: Material Thickness (inches)Wire Diameter (inches)Wire Feed Speed (IPM)Voltage (V)16 140.030 0.035200 30022 2314 120.030 0.035250 35023 2412 100.030 0.035300 40024 2510 3/160.035 0.045350 45025 263/16 1/40.045 0.052400 50026 27 Please note that these settings may vary depending on the specific
application, joint type, and welding technique. Its always recommended to consult the user manual or reach out to Miller Electric for precise settings for your welding project. Ensure that your welding gun is properly connected: Make sure that the welding gun is properly connected to the Millermatic 252 and that the contact tip is securely in
place.Check your wire spool: Before beginning your welding project, check that your wire spool is properly installed and that the wire is feeding smoothly through the gun. Ensure that the spool tension is properly adjusted to avoid any wire feed issues.Check your gas supply: Ensure that your gas supply is properly connected and that the gas flow rate
is set to the recommended level for your welding project.Adjust your settings based on the material thickness: Use the material thickness setting on the Millermatic 252 to adjust the welding parameters based on the thickness of the material being welded. Common mistakes to avoid when setting up your Millermatic 252 include: Incorrectly setting
the wire speed, voltage, or gas flow rate: Failing to use the appropriate settings can result in poor weld quality and may damage your welding equipment.Neglecting to properly connect the welding gun: This can result in poor wire feeding and may lead to welding defects.Failing to adjust the material thickness setting: Using the wrong setting can
result in under-penetration or over-penetration of the weld.Practice proper welding techniques: Proper welding technique, including maintaining a consistent travel speed and angle, can greatly impact the quality of your welds.Use the appropriate wire type for your project: Different types of wire are designed for different types of welding projects.
Be sure to use the appropriate wire for your project to achieve the best results.Ensure proper joint preparation: Proper joint preparation, including cleaning and beveling, can greatly impact the strength and quality of your welds. By following these tips and tricks, you can ensure that you are properly setting up your Millermatic 252 for your welding
project and achieving the best possible results. The Millermatic 252 has a maximum amperage output of 250 amps. Yes, the Millermatic 252 can be used for aluminum welding with the appropriate settings and equipment. The recommended gas flow rate for the Millermatic 252 is between 20 and 40 cubic feet per hour (CFH). The best way to
determine if your voltage and wire speed settings are correct is to perform a test weld on a scrap piece of material before starting your welding project. Yes, the Millermatic 252 is primarily a MIG welding machine and can be used for a variety of MIG welding projects. We have discussed the importance of having the correct settings for your
Millermatic 252 when welding. We covered the different settings, including wire speed, voltage, gas flow, and material thickness, and provided guidelines for adjusting these settings for optimal welding results. Additionally, we provided tips and tricks for setting up your Millermatic 252 and avoiding common mistakes that can negatively impact your
welding. By following these guidelines and practicing with your Millermatic 252, you can achieve the best possible welding results. Related Topics:
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