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Typical applications 
K-81T is designed for welding of 590MPa high tensile steel with slow freezing
slag system. Typical applications include machineries, shipbuilding, offshore
structures, bridges and general fabrications.
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Sizes available and recommended currents (DC wire ) 

Typical mechanical properties of all-weld-metal
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N/mm2{kgf/mm2}

T·S
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(%)

Shielding Gas
Charpy V-notch
J {kgf·m} (-30℃)  

CO2 28590 {60} 650 {66} 120 {13}
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Characteristics on Usage
① Wire is a titania type of flux cored wire for all-position welding.
② It provides good wet-in capabilities along with high impact values at low

temperatures.
③ It allows you to weld over rust, mill scale and some primers without 

the need for pre-cleaning.
④ It also provides smooth arc, low spatter levels, beautiful bead appearance.
⑤ The shielding gas should be used 100%CO2 for welding.
⑥ Refer to page 150 for more information on usage. 

Typical chemical composition of all-weld-metal (%)

Shielding Gas
CO2

C
0.04

Si
0.35

Mn
1.17

Ni
0.92

Mo
0.2

Welding positions

171


