
Hot welding of grey cast irons
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Stronger with...
  Castolin Eutectic

Eutectrode Castolin 2-26 D

• Worldwide applications in foundries and 
repair shops

• Developed for manufacturing, repair and 
construction welding

• Meets wind turbine requirement standards

• Notch impact strength at -20 ° C higher than 
10 joules



Stronger with, Castolin Eutectic

ELECTRODO CASTOLIN 2-26 D

Cast iron hot welding

The MMA EutecTrode 2-26 D for cast iron hot 
welding has been specially adapted to the needs 
and requirements of wind turbine components. The 
main objective was to achieve a notch bar impact 
value of > 10 joules at -20 ° C. The ideal matching 
of the flux coating formulation around the core rod 
ensures this requirement. This has been verified in 
studies by an independent testing laboratory.

www.castolin.com 

Yo u r  p a r t n e r  f o r  w e a r  p r o t e c t i o n ,  r e p a i r  a n d  c o n n e c t i o n  t e c h n o l o g y
Information about our products and processes based on the current state of the art as well as on the fi ndings of our research works and technical operational experiences. We reserve the right 

to changes that serve the technical improvements. Our General Terms and Conditions (GTC) apply.

Applications
For matching types of manufacturing, 
engineering and repair welding (cast iron hot 
welding) of grey cast irons with Spheroidal or 
Nodular Graphite as well as cast iron with flake 
graphite. Also for reclamation of casting defects 
like blowholes. Examples:

• Turbine housing
• Engine - and gearbox housing
• Valve housing
• Rotor housing, etc. 

Electrodo  Castolin 2-26 D

DIN EN ISO 1071: E C FeC

AWS A5.15:  ECI

Weld metal 
(untreated)

Values determined for 
pure weld metal

Yield point  R
p0,2

                [MPa] ~ 325

Tensile strength   R
m

                 [MPa] ~ 435

Elongation A
5
                   [%] ~ 12

Notch impact value   -20 °C  [J] > 10

Diameter                      [mm] 4 und 6

Matching type of cast iron hot welding
For cast iron hot welding, the complete component must be slowly preheated to 550 °C to 700 °C, once 
the weld zone has been suitably prepared. After welding, the post-weld heat treatment is performed 
depending on the base material. The hot welding of cast iron is always recommended if mechanical 
properties, machinability and colour of the weld metal must reasonably match those of the cast iron 
work-piece. Also recommended when distortion, deformation or surface oxidation are justifiable up to 
certain tolerances

Basic material Transition zone Weld metalWeld metalTransition zoneBasic material

Micrographs of a hot welded SG cast iron

75
83

77
-1

00
0-

10
23

www.castolin.com/contact


