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4.147(a) Interface region of 309 L Clad at 160 WS as welded condition 265
4.147(b) Interface region of 309 L Clad at 160 WS after PWHT 265
4.148(a) Interface region of 309 L Clad at 180 WS as welded condition 265
4.148(b) Interface region of 309 L Clad at 180 WS after PWHT 265
4.149(a) Cladded region of 309 L Clad at 200 WS as welded condition 266
4.149(b) Interface region of 309 L Clad 200 atWS after PWHT 266

4.150(a) Interface region of 309 LNb Clad at 160 WS as welded condition 266

4.150(b) Interface region of 309 L Nb Clad at 160 WS after PWHT 266
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4.151(a) Interface region of309LNb Clad at 180 WS as welded condition 266

4451(b) Interface region of 309 L Nb Clad at 180 WS after PWHT 266

4.152(a) Cladded region of 309 L Nb Clad at 200 WS as welded condition 267

4452(b) Interface region of 309 L Nb Clad 200 atWS after PWHT 267
44 53 Cyclic polarization scans of base metal at different welding speed 271

after PWHT in 6% FeCl3 Solution
4.154 Cyclic polarization scans of cladded region of 309L cladded weld 272

overlays at different welding speed after PWHT in 6% FeCl3 Solution 
44 55 Cyclic polarization scans of clad region of 309LNb Cladded weld 273

overlays at different welding speed after PWHT in 6% FeCl3 Solution
4.156 Cyclic polarization scans of interface region 309L cladded weld 274

overlays at different welding speed after PWHT in 6% FeCl3 Solution
4.157 Cyclic polarization scans of interface region of 309LNb Cladded weld 275

overlays at different welding speed in 6% FeCl3 Solution
4458 EPR scans of clad region of 309L cladded weld overlays after 277

PWHT at different welding speed in 04 H2S04 + 0.01 MNaCl
Solution

4459 EPR scans of clad region of 309LNb cladded weld overlays at after 278
PWHT at different welding speed in 04 H2SO4 + 0.01 M NaCl
Solution

44 60 EPR scans of interface of 3 09L cladded weld overlays after PWHT at 279
different welding speed in 04 H2SO4 + 0.01 M NaCl Solution 

4.161 EPR scans of interface of 309LNb cladded weld overlays after 280
PWHT at different welding speeds in 04 H2SO4 + 0.01 M NaCl 
Solution
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