
For Oxy-Fuel Fusion Welding of Major Casting Defects in Most Grades of Gray Irons 
Including Ductile Irons

• High silicon content for “hot fusion” welding of worn or 
   broken surfaces

• Excellent color match for base metals

• Soft, ductile weld deposits are excellent for machining

EutecRod 141
®

BRAZING



DESCRIPTION:

EutecRod 141 is cast rod, high in silicon for “hot” fusion 
welding of broken and major worn surfaces. When applied 
using the correct procedure the weld deposit is soft, ductile,
and extremely machinable. Deposits typically match those 
of the base metal.

WELDING PARAMETERS:

Preparation: Prepare broken and/or cracked sections by 
either pneumatic chiseling or grinding. Machined surfaces 
will need to be protected during both the preheating and
fusion welding steps. Molybdenum disulfide is suitable as 
a barrier. Slowly preheat to 1500°F and temperature check 
frequently. Make sure to have heat-retardant blankets 
available to prevent heat loss.

Technique: Preheat EutecRod 141 and dip it into the 14D 
flux. Keep a steady but not excessive amount of flux on the 
rod and along the joint surface. Note that excessive flux use 
can cause flux entrapment. Add filler metal until the repair 
surface is slightly oversize which will allow for machining-
to-size.

Post-welding: Slow cooling is mandatory after oxy-fuel 
fusion welding. The preferred method is to slow cool in a 
preheated furnace set to cool-down at about 100°F/hr. If 
not available cover with heat-retardant materials such as 
vermiculite, or continue to cover with the heat-retardant 
blanket.

TYPICAL APPLICATIONS:

Common applications are cracked engine and pump cylin-
der heads, valve seat rebuilding repairing cracked engine 
manifolds, and for repairs where the deposit must be fully 
machinable and be similar in composition and properties 
to the cast iron.

TECHNICAL DATA:

Typical Tensile Strength: 40,000 psi  (275 N/mm2)
Typical Hardness (BHN): 200
Color Match Properties: Excellent. Will match the base      
                                 metal.
Heating System (preheating): Furnace preferred with                      
                                            preheating to 1500°F (815° C)
Torch: High capacity oxy-fuel torch with optimized BTU’s

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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