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Fig. 3 Microstructure of SAF2205 duplex stainless steel
base material. (a) SEM; (b) EBSD
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Fig. 4 Cross section morphology of SAF2205 duplex
stainless steel weld
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Fig. 5 Microstructure characteristics of the weld. (a) the OM morphologie of TIG filler wire welding seam; (b) the OM
morphologie of PAW welding seam; (c) the OM morphologie of TIG welding seam; (d) the IPF diagram of TIG
filler wire welding seam; (e) the IPF diagram of PAW welding seam; (f) the IPF diagram of TIG welding seam;
(9) the two-phase distribution diagram of TIG filler wire welding seam; (h) the two-phase distribution diagram of
PAW welding seam; (i) the two-phase distribution diagram of TIG welding seam
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Fig. 6 Microstructure of welding seam after solution treatment at 1 050 C of SAF2205 duplex stainless steel. (a) TIG
filler wire welding seam after solution treatment for 15 min; (b) PAW welding seam after solution treatment for
15 min; (c) TIG welding seam after solution treatment for 15 min; (d) TIG filler wire welding seam after solution
treatment for 30 min; (e) PAW welding seam after solution treatment for 30 min; (f) TIG welding seam after
solution treatment for 30 min; (g) TIG filler wire welding seam after solution treatment for 60 min; (h) PAW
welding seam after solution treatment for 60 min; (i) TIG welding seam after solution treatment for 60 min
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Fig. 7 Corrosion of SAF2205 duplex stainless steel in 60 508 758 40.00

1 mol/L NaCl. (a) electrochemical polarization cur-
ve; (b) electrochemical impedance spectroscop
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Table 3 Electrochemical corrosion parameters of
SAF2205 duplex stainless steel
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#/min Veor gm ) Lo /(1% 107 Arem’). Vi V.
15 1.015462 2.871 =0.1163
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60 3.658 807 4.628 ~0.1868
TR 4.794 887 9.967 -0.2124
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Fig. 8 Engineering stress-strain curve of SAF2205
duplex stainless steel
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Fig. 10 Impact fracture morphology of SAF2205 dual-
phase stainless steel weld and base metal. (a)
BM; (b) TIG filler wire weld; (c) PAW (d) TIG
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