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� Specification

� A ppl ications All position welding of shipbuilding, bridge, building and structural 
Fabrications.

� C h ar acter is tics
on U s ag e

� N ote on U s ag e

Supercored 71H is a titania flux cored wire for all position welding

with high amperage.

Its impact value is very good under high heat input, arc is smooth

and slag detachability is excellent.

1. Proper preheating(50~ 150�) and interpass temperature must
be used in order to release hydrogen which may cause cracking
in weld metal when electrodes are used for medium and heavy
plates

2. One- side welding defect such as hot cracking may occur with
welding parameter such as high welding speed.

3.  Use   100% CO2 gas. 
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Mechanical Properties
&  C hem ical C om position of  A ll W eld  Metal

This information is provided solely for the purpose of confirming product conformance with applicable standards. The serviceability of a product or
structure utilizing this type of information is and must be the sole responsibility of the builder/ user. Many variables beyond the control of HYUNDAI
WELDING CO., LTD. affect the results obtained in applying this type of information. These variables include, but are not limited to, welding procedure,
shielding gas, plate chemistry and temperature, weldment design, fabrication methods and service requirements.
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� M ech anical  P r oper ties  of  th e w el d  m etal

� C h em ical  A nal y s is  of  th e w el d  m etal ( w t% )

� W el d ing  C ond itions
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Mechanical Properties
&  C hem ical C om position of  A ll W eld  Metal

This information is provided solely for the purpose of confirming product conformance with applicable standards. The serviceability of a product or
structure utilizing this type of information is and must be the sole responsibility of the builder/ user. Many variables beyond the control of HYUNDAI
WELDING CO., LTD. affect the results obtained in applying this type of information. These variables include, but are not limited to, welding procedure,
shielding gas, plate chemistry and temperature, weldment design, fabrication methods and service requirements.
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This information is provided solely for the purpose of confirming product conformance with applicable standards. The serviceability of a product or
structure utilizing this type of information is and must be the sole responsibility of the builder/ user. Many variables beyond the control of HYUNDAI
WELDING CO., LTD. affect the results obtained in applying this type of information. These variables include, but are not limited to, welding procedure,
shielding gas, plate chemistry and temperature, weldment design, fabrication methods and service requirements.
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Deposition efficiency
= ( Deposited  m eta l  w eig h t/
W ir e w eig h t u sed ) × 1 0 0

Deposition r a te
= ( Deposited  m eta l  w eig h t/
W el d ing  tim e, m in. ) × 6 0

* Shielding Gas :  100%CO2

Welding Efficiency

� D epos ition R ate &  E fficiency
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This information is provided solely for the purpose of confirming product conformance with applicable standards. The serviceability of a product or
structure utilizing this type of information is and must be the sole responsibility of the builder/ user. Many variables beyond the control of HYUNDAI
WELDING CO., LTD. affect the results obtained in applying this type of information. These variables include, but are not limited to, welding procedure,
shielding gas, plate chemistry and temperature, weldment design, fabrication methods and service requirements.

D iffu s ib le H ydr o gen C o nt ent
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This information is provided solely for the purpose of confirming product conformance with applicable standards. The serviceability of a product or
structure utilizing this type of information is and must be the sole responsibility of the builder/ user. Many variables beyond the control of HYUNDAI
WELDING CO., LTD. affect the results obtained in applying this type of information. These variables include, but are not limited to, welding procedure,
shielding gas, plate chemistry and temperature, weldment design, fabrication methods and service requirements.
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P r o p er  Welding C o ndit io n

� P r oper  C u r r ent R ang e
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This information is provided solely for the purpose of confirming product conformance with applicable standards. The serviceability of a product or
structure utilizing this type of information is and must be the sole responsibility of the builder/ user. Many variables beyond the control of HYUNDAI
WELDING CO., LTD. affect the results obtained in applying this type of information. These variables include, but are not limited to, welding procedure,
shielding gas, plate chemistry and temperature, weldment design, fabrication methods and service requirements.
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� Sh ipping  A ppr ov al s

A p p r o v a ls
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