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EPR scans of cladded region of 309 L & 309 L Nb cladded weld
overlay developed with 160 mm / min. welding speed in 0.1 H,SO4
+0.01 M NaCl Solution after PWHT

EPR scans of cladded region of 309 L & 309 L Nb cladded weld
overlay developed with 180 mm / min, welding speed in 0.1 HoSO4
+0.01 M NaCl Solution after PWHT

EPR scans of cladded region of 309 L & 309 L Nb cladded weld
overlay developed with 200 mm / min, welding speed in 0,1 HSO4
+0.01 M NaCl Solution after PWHT

EPR scans of interface region of 309 L & 309 L Nb cladded weld
overlay developed with 160 mm / min, welding speed in 0,1 H;SO4
+ 0.01 M NaCl Solution after PWHT

EPR scans of interface region of 309 L & 309 L Nb cladded weld
overlay developed with 180 mm / min, welding speed in 0.1 HaSO4
+ 0.01 M NaCl Solution after PWHT

EPR scans of interface region of 309 L & 309 L Nb cladded weld
overlay developed with 200 mm / min, welding speed in 0.1 HaSO4
+ 0.01 M NaCl Solution after PWHT

Cladded region of 309 L Clad at 160 WS as welded condition
Cladded region of 309 L Clad at 160 WS after PWHT
Cladded region of 309 L Clad at 180 WS as welded condition
Cladded region of 309 L Clad at 180 WS after PWHT
Cladded region of 309 L Clad at 200 WS as welded condition
Cladded region of 309 L Clad 200 at WS after PWHT
Cladded region of 309 L Nb Clad 160 WS

Cladded region of 309 L Nb Clad at 160 WS after PWHT
Cladded region of 309 L Nb Clad 180 WS

Cladded region of 309 L Nb Clad at 180 WS after PWHT
Cladded region of 309 L. Nb Clad 200 WS

Cladded region of 309 L. Nb Clad at 200 WS after PWHT
Interface region of 309 L Clad at 160 WS as welded condition
Interface region of 309 L Clad at 160 WS after PWHT
Interface region of 309 L Clad at 180 WS as welded condition
Interface region of 309 L Clad at 180 WS after PWHT
Cladded region of 309 L Clad at 200 WS as welded condition
Interface region of 309 L Clad 200 at WS after PWHT

Interface region of 309 L Nb Clad at 160 WS as welded condition
Interface region of 309 L Nb Clad at 160 WS after PWHT
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Interface region of 309 L Nb Clad at 180 WS as welded condition
Interface region of 309 L Nb Clad at 180 WS after PWHT
Cladded region of 309 L Nb Clad at 200 WS as welded condition

Interface region of 309 L Nb Clad 200 at WS after PWHT

Cyclic polarization scans of base metal at different welding speed
after PWHT in 6% FeCl; Solution

Cyclic polarization scans of cladded region of 309L cladded weld
overlays at different welding speed after PWHT in 6% FeCl; Solution
Cyclic polarization scans of clad region of 309LNb Cladded weld
overlays at different welding speed after PWHT in 6% FeCl; Solution
Cyclic polarization scans of interface region 309L cladded weld
overlays at different welding speed after PWHT in 6% FeCls Solution

Cyclic polarization scans of interface region of 309LNb Cladded weld
overlays at different welding speed in 6% FeCls Solution

EPR scans of clad region of 309L cladded weld overlays after
PWHT at different welding speed in 0.1 H,SO4 + 0,01 M NaCl
Solution

EPR scans of clad region of 309LND cladded weld overlays at after
PWHT at different welding speed in 0.1 H,SO4 + 0.01 M NaCl
Solution

EPR scans of interface of 309L cladded weld overlays after PWHT at
different welding speed in 0.1 H,804+0.01 M NaCl Solution

EPR scans of interface of 309LNb cladded weld overlays after
PWHT at different welding speeds in 0.1 H,SO, + 0.01 M NaCl
Solution

266
266
267

267
271

272
273
274
275

277

278

279

280




