
Uniquely Engineered Electrodes and Wires Designed to Resist Severe 
Cavitation-Erosion Damage

WELDING

• Extends the service life of hydro-turbine blades 

• Reduces maintenance costs

• Available as stick electrode (SMA) or cored wire (GMA)

• Outlasts 308/309 stainless steel by up to six times    

• High integrity weld deposits

• Free from micro-cracking 

• Readily profiled and contoured

CaviTec  TM

SMA

GMA



DESCRIPTION:

A patented, proprietary alloy uniquely engineered to 
resist damage from severe cavitation-erosion, CaviTec is 
manufactured under license from Hydro-Quebec-Canada. 
CaviTec, with its enhanced properties, is an austenitic-type 
alloy containing controlled amounts of chromium, cobalt, 
silicon and maganese. The finely controlled balance of 
these elements significantly improves strain-hardening 
and shock-dampening properties. The result: improved 
cavitation-erosion resistance.

CaviTec is proven to last up to six times longer than tradi-
tional stainless steel overlays. This high strain, work-hard-
ening austenitic stainless steel delivers maximum protec-
tion for areas needing frequent or major repairs. CaviTec’s 
all position weldability also makes controlled overlapping 
and profiling very easy to do.

Essentially an austenitic -phase structure. This metastable 
phase transforms under cyclical stress to an -martensitic 
phase which results in a very fine deformation twinning.

RECOMMENDED WELDING PROCEDURE*:

Preparation:  Remove damaged area with arc-air or plasma 
gouging. Grind gouged surface to remove oxides and slag. 
Minimum depth of preparation should be 1/8”. If the refill 
depth is greater than 3/8” first fill  with a grade 308 or 309 
or the “L” version. This preparation is needed to maintain a 
maximum CaviTec deposit depth of 3/8”. 

Technique:  Maintain a medium-to-short arc and incline 
the electrode at a 45° angle in the direction of travel. The 
preferred bead profile should be a non-weave. Back-fill cra-
ters to reduce crater-cracking tendencies. 

Parameters: Please contact Eutectic‘s Technical Services for  
application welding parameters.

Post-welding:  Grind to profile

(* In highly stressed regions of the turbine runner it is recommended that a 
buttering layer of 309L be deposited. In such cases, the minimum depth of 
preparation should be increased to 1/4“ (6mm).)

TECHNICAL DATA:
SMA and GMA

TYPICAL APPLICATIONS:

For use on...
• Francis turbines • Draft tubes
• Kaplan turbines • Impellers
• Propeller turbines • Pumps & valves
• Bulb turbines   • Wicket gates

Typical Hardness (HV
50

)
250-280 - As deposited
270-300 - A27 plain carbon Steel
230-260 - 308/309 stainless steel

Typical Work (HV
50

) 400-450- Work hardened

Polarity DCEP(+)

Stellite
21

CA-6NM
13-4308

Stainless

A27
Mild steel

CaviTec

Stellite 21 is a trade mark of Thermadyne Corp.

RELATIVE CAVITATION-EROSION RESISTANCE

Statement of Liability: Due to variations inherent in specifi c applications, the technical information contained herein, including any information as to suggested product applications or results, is presented without rep-
resentation or warranty, expressed or implied. Without limitation, there are no warranties of merchantability or of fi tness for a particular purpose. Each process and application must be fully evaluated by the user in all 
respects, including suitability, compliance with applicable law and non-infringement of the rights of others, and Eutectic Corporation and its affi liates shall have no liability in respect thereof.
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