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Critical role of slags in pitting corrosion of
additively manufactured stainless steel in
simulated seawater
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Pitting corrosion in seawater is one of the most difficult forms of corrosion to
identify and control. A workhorse material for marine applications, 316L
stainless steel (316L SS) is known to balance resistance to pitting with good
mechanical properties. The advent of additive manufacturing (AM), particu-
larly laser powder bed fusion (LPBF), has prompted numerousmicrostructural
andmechanical investigations of LPBF 316L SS; however, the origins of pitting
corrosion on as-built surfaces is unknown, despite their utmost importance for
certification of LPBF 316L SS prior to fielding. Here, we show that Mn-rich
silicate slags are responsible for pitting of the as-built LPBFmaterial in sodium
chloride due to their introduction of deleterious defects such as cracks or
surface oxide heterogeneities. In addition, we explain how slags are formed in
the liquid metal and deposited at the as-built surfaces using high-fidelity melt
pool simulations. Our work uncovers how LPBF changes surface oxides due to
rapid solidification and high-temperature oxidation, leading to fundamentally
different pitting corrosion mechanisms.

At the beginning of the twenty-first century, the direct cost of
corrosion in theUnited Stateswas estimated to be approximately $276
billion per year, which represented ≈3 percent of the national gross
domestic product1. Factoring in the indirect cost, this estimation adds
up to aminimumof $550billion. Thenature and causeof corrosioncan
vary drastically by sectors, applications, materials, or environments. In
transportation industries, including aerospace, naval, and terrestrial,
aqueous corrosion has a major impact on the cost of maintaining,
repairing, or replacing metallic components. Of the many types of
aqueous corrosion, pitting corrosion in chloride solutions is one of the
most difficult to identify or predict due to its small length scale and
stochastic behavior. The first step in pitting corrosion is the local
breakdown of a protective surface oxide. The exposed underlying
metal is then dissolved, and the process eventually transitions to a self-
sustaining reaction causing the stable growth of pits within the
occluded environment. These pits are typically deep craters on the

order of 10–100 µm that can result in stress localization and initiate
catastrophic failure.

316L stainless steel (316L SS) is thematerial of choice for structural
applications that require both high strength and good resistance to
pitting corrosion2,3. Due to concerns with energy consumption, cost,
and environmental impacts ofmanufacturing, fabricating components
with reduced weight while minimizing waste is crucial. As such, addi-
tive manufacturing (AM) techniques are taking the front row in pro-
ducing near net-shape parts with previously impossible geometries
that transcend conventional manufacturing limitations. Laser powder
bed fusion (LPBF), also called selective laser melting (SLM) or 3D
printing, has become one of the most widely used AM techniques for
its optimized ratio between maximum processable part size and
minimal spatial resolution. Using a laser, layers of pre-alloyed powders
are locally melted following a predefined pattern, one after another,
until a full component is built. In this way, LPBF allows for building
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parts of very complex geometries such as lattices or closed shells4–7.
Most of thework related to LPBFSS316Lhas focusedonunderstanding
the relationship between processing,microstructures, andmechanical
properties3. For instance, it has been shown that LPBF SS316L parts
have much higher yield strength than conventional counterparts8–16

while maintaining a reasonable ductility, which is a very encouraging
result that opens up adoor tomoredemanding applications.However,
understanding, controlling, and potentially improving the resistance
to pitting corrosion in chloride solution is still needed for validation
and certification prior to fielding3.

The microstructure of as-built LPBF 316L SS is the result of com-
plex thermomechanical cycling during manufacturing, including local
rapid melting and solidification and residual stresses. This leads to the
formation and retention of so-called non-equilibrium rapid solidifica-
tion cellular structures in the as-built parts. These structures consist of
dendrites elongated along the [001] parent grain crystallographic
orientation with interdendritic regions containing high densities of
dislocations, trapped elements, and nano-precipitates8. Note that one
of the elements trapped at cell walls is chromium, which is a critical
participant in the formation of a uniform protective passivating oxide
layer at the surface of 316L SS. These rapid solidification structures are
found everywhere in the material, including near the surfaces. How-
ever, as-built surfaces are known to be more complex due to the pre-
sence of secondary phases17,18.

It has been shown that post-processed (machined or polished)
LPBF 316L SS offers a significantly higher resistance to pitting than the
conventional counterpart19–24, based on electrochemical polarization
testing in NaCl solutions. This improvement has been attributed to an
enhanced passivity21,25 and the absence of manganese sulfides (MnS).
MnS inclusions deplete local Cr concentrations or dissolve faster than
the protective surface oxide, leaving regions of conventional 316L
SS without protection against the chloride solution to become pit
nucleation sites26. Notably, MnS inclusions do not form during LPBF
due to elevated cooling rates27,28. Although this also applies to as-built
surfaces, they often exhibit slightly lower pitting potential than post
processed surfaces21–23. The origin of pitting on as-built surfaces of the
LPBF 316L SS material needs to be discovered and the associated
limitations understood before it can be certified. Most published
works have tested only machined or finely polished surfaces23,29,30;
however, this may be less relevant to complex industrial parts, for
which most surfaces remain as-built.

In this work, we focus on uncovering the origin of pitting corro-
sion of LPBF 316L SS as-built surfaces and establishing a correlation to
microstructure and processing parameters. We use transmission
electron microscopy (TEM) to unveil the complexity of the surface
oxides before and after corrosion testing under polarization currents
or at open circuit potential (OCP). In particular, we show that as-built
surfaces are covered by a highly protective Mn-rich silicon oxides
nanolayer but that several microns slags of similar composition loca-
ted only at as-built surfaces are the cause of pitting corrosion in LPBF
316L SS. We use high-fidelity 3D melt flow simulations to explain why
these slags are found at the as-built surfaces.

Results and discussion
Due to the addition of deoxidizer elements to 316L steels such as Si, Al,
Mn, Mg, and Ca, a secondary phase known as slags or silicate islands
form during solidification of conventional steels31–33. These slags are
known to be detrimental, and their migration to the surface allows
them to bemachined away easily. This is because the amorphous slags
offer little bonding strength to the underlying crystalline steel. For this
reason, they can also act as pitting initiation sites34,35.

In LPBF 316L SS, slag formation correlates with the laser path. For
example, Fig. 1a shows top and side as-built surfaces. On the top sur-
face, where laser tracks are clearly visible, slags form a continuous
stripe along laser tracks. This is indicated by the presence of Mn, Si,

and O23,29,36, as shown by SEM/EDS elemental maps in Fig. 1b and
Supplementary Fig. 1a. On the side surfaces, slags are also present but
in a different size, shape, and distribution (Fig. 1c and Supplementary
Fig. 1b). In fact, they are much shorter, sometimes equiaxed, and ran-
domly distributed without apparent correlation with laser tracks or
surface roughness. In addition, particles are seen at the top surface as a
result of spatter redeposition37–40. Note that noMnS inclusions, such as
found in conventional 316L, are observed on the LPBF material.

After potentiodynamic testing in 0.6MNaCl, we found pits on the
top surface systematically nucleated at the slags between the laser
tracks (Fig. 2a). On the side surface, where the secondary phase is
randomly spread, thepits are randomlydistributed. This shows that pit
initiation sites are associated with the slags. Figure 2b, c and Supple-
mentary Fig. 1c, d show scanning electron microscopy energy dis-
persive X-ray spectroscopy (SEM/EDS) measurements conducted on
pitted surfaces. Interestingly, the data reveal that slags mostly survive
pitting on both top (Fig. 2b) and side (Fig. 2c) surfaces. This contrasts
with the effect of MnS inclusions in conventional 316L SS (absent in
LPBF) that fully dissolve26.

It is important to verify that pits also nucleate at slags undermore
practical conditions without an applied voltage bias. Polarization
curves (Supplementary Fig. 2a) for both top and side surfaces, and the
corresponding average EPit – EOCP (Supplementary Fig. 2b), show a
pitting resistance similar to that of the polished LPBF material21 and
well above that of the polished conventional 316L SS19,23. While this
highlights the excellent properties of the LPBF material as-built sur-
faces, it also means pits formed under high polarization currents.
Therefore, we conductedmeasurements at OCP in 0.6MNaCl on both
top and side surfaces to be more representative of normal conditions
(Supplementary Fig. 2c). Side surfaces experienced more metastable
pitting than top surfaces at OCP, which agrees with the lower pitting
potential than top surfaces (Supplementary Fig. 2b). After the OCP
tests, pitswere found tooccur at slags (Fig. 3), regardless of the surface
orientation; this confirms pit nucleation sites under these conditions
follow the same pattern as they do under high polarization currents.
Figure 3a, b shows an example of a pit that occurred at a slag. The SEM/
EDS elemental maps (Fig. 3c) confirm the pit nucleation site is a Mn-
and Cr-rich silicate slag. The more moderate conditions during OCP
allowed us to capture pits at an early stage of formation on both top
and side surfaces; all detectable pits have formed inside slags (Sup-
plementary Figs. 3 and 4). In addition, more pits were visible on the
side surfaces, which is consistent with the lower pitting potential and
higher frequency of metastable pitting.

We point out that surface roughness does not play a significant
role in determining the LPBF 316L SS pitting behavior in NaCl.
Although the top surface, which has a lower roughness than the side
surface (Supplementary Fig. 5), does offer higher resistance to pitting
in our experiments, it has been shown previously that surface rough-
ness does not correlate with pitting potential for LPBF 316 L SS41. In
addition, we clearly showed that pits nucleate at slags on both surfaces
during bothOCP and potentiodynamic polarization testing, regardless
of the surface roughness. The slightly lower pitting potential of the
side surface therefore likely originates from the higher number of
discontinuous and cracked slags rather than differences in roughness.

Basedon our observations,wedivide slags observedonLPBF 316L
SS into two categories: Type I slags that are formed during the process
andType II slags thatoriginate from the feedstock. Type II slags remain
on the LPBF parts in regions that underwent only partial melting after
exposure to high temperatures. The geometry and location of Type I
slags differ on the top and side surfaces: on the top, they are elongated
while on the side, they are smaller and randomly distributed. For
convenience, these two subtypes will be referred to as Type I top and
Type I side slags throughout the text. On the other hand, Type II slags
appear spherical and are on the order of a few micrometers in dia-
meter. Importantly, pits appear to initiate only at Type I slags.
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A closer look at Type I slags using TEM is presented in Fig. 4. The
location of the focused ion beam (FIB) lift-out is shown in Supple-
mentary Fig. 6a. The scanning transmission electron microscopy
(STEM) high angle annular dark field (HAADF) image in Fig. 4a shows a
cross section of a Type I top slag. Selective area electron diffraction
(SAED) images confirm that the slag is amorphous while the 316L SS is
crystalline, and STEM/EDS maps in Fig. 4b further show that the slag
comprises Cr-enriched Mn silicate. The full elemental composition of
the slag is reported in Supplementary Table 1. Inside the slag, spherical
inclusions can be observed. These are composed of Fe, Cr, and Ni as
reported in Supplementary Table 2 and their size ranges from around
10 to 100nm. Higher resolution STEM/EDS maps (Supplementary
Fig. 7a, b) show the absence of Mn, Si, and O signal where these
inclusions are located. They seem to have erupted from themetal/slag
interface. Supplementary Fig. 7a, c clearly shows the initial stage of
formation of one of these inclusions. This type of inclusion has been
reported to format the steel/slag interfaceor the slag/air (atmosphere)
interface42. It has been postulated that rising gas bubbles through the
slag drag steel droplets from the bulk steel into the slag42.

Alone, these particles do not seem to be detrimental; however,
when a large particle erupts at the edge of the slag, it can provide a
direct pathway for the solution to access the unprotected metal
(Supplementary Fig. 7a, d). For example, the results of a STEM/EDS line
analyses L1 (shown on Fig. 4a) are presented in Fig. 4e. In the presence
of a metallic inclusion near the edge of the slag of a thickness
equivalent to the depth of the slag, the metallic inclusion and the 316L
SS are only covered by a layer of FeOx, and the protective Cr oxide
layer usually found at the surface is absent. Locally, this composition
offers little resistance to chloride solution attack, providing easy

access to the bulk metal. Interestingly, the slag is also covered in a
surface oxide (Supplementary Fig. 7a, b) composed mainly of Fe, Cr,
Ni, Zn, andO. Note that the O signal overlaps well with Zn, but not with
Fe, Cr, or Ni. In addition, the three latter elements appear to be dis-
persed in spherical inclusions at the surface rather than in a continuous
layer. Accordingly, we conclude that the slag surface oxide is a Zn
oxide with metallic inclusions. SEM images presented in Supplemen-
tary Fig. 8a, b show non-spherical inclusions just below the surface,
likely corresponding to the metallic inclusions observed by TEM. It is
important to note that the surface oxide is disrupted at the edge of the
slag (Supplementary Fig. 7a, e) where it meets themetal surface oxide.
At this interfacebetween surfaceoxides, theoxide layer is locallymuch
thinner (as clearly shown by the O signal in Supplementary Fig. 7e),
which could also provide easier access to the bulk metal by the
chloride solution.

In general, Type I slags present on the side surfaces show similar
features as the ones located on the top surfaces. As an example, Fig. 4c
shows TEM analyses of a cross-sectioned Type I side slag. Similar to
Fig. 4a, the slag is amorphous, covered by an oxide layer, and contains
crystalline spherical inclusions rich in Fe, Cr, and Ni (Fig. 4d and Sup-
plementary Fig. 9a, b). However, there are some notable differences.
The elemental composition of the metallic inclusions is slightly dif-
ferent from the ones found in the Type I top slags, as shown in Sup-
plementary Table 2. Also, Type I side slags contain CrOx square shape
inclusions; usually located at the bottom of the slag, they are some-
times observed below the surface (Fig. 4d and Supplementary Fig. 9a,
b). Atomic resolution TEM (inset in Fig. 4c) reveals these inclusions to
be crystalline with a large lattice parameter and ordered lattice sub-
structures, likely a spinel structure36. This contrasts with the structure

Fig. 1 | Characterization of as-built surfaces of a LPBF 316L SS plate. a Scanning
electron microscopy (SEM) images, taken with secondary electron, showing the
surfaces topography for two different surface orientations. The insets show higher
magnification images highlighting defects. The SEM images are referred to an

optical imagesmontage to show their respective orientation compared to the build
direction. b, c SEM energy dispersive X-ray spectroscopy elemental maps for the
top and side surfaces, respectively. Elementalmaps for Fe, Cr, and Ni are presented
in Supplementary Fig. 1a and b, respectively.
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of the spherical inclusions, which appear closer to fcc austenite (see
corresponding atomic resolution TEM image in the inset in Fig. 4c).
The presence of Cr in slags has been previously observed in conven-
tional stainless-steel literature, as Cr oxide is thermodynamically pre-
ferred over Fe andNi oxides at steelmaking temperatures42. Therefore,
chromium inmolten steel can be preferentially oxidized and end up in
the slag phase. Another difference between Type I top and side slags is
the composition of the surface oxide. There still is a continuous Zn
oxide, but it seems tobeoverlappingwith anFeoxide layer and there is
no Cr (Fig. 4d and Supplementary Fig. 9a, c). In some places, small Si
inclusions can also be seen.

Type I slags, both top and side, exhibit cracks, as shown by SEM in
Supplementary Fig. 10. Observed in Fig. 4c, d and studied in more
details in Supplementary Fig. 9d, e, cracks form in the slags due to
thermomechanical stresses during cooling. Cracking seems to appear
at a stage when most surface oxides are already formed. As a result, at
the bottom of the crack, themetal is exposed to the corrosive solution
with almost no protection (Supplementary Fig. 9d). STEM/EDS line
analyses (Fig. 4f) reveal that the only surface oxide present at the
bottom of the crack, on top of the metal, is a layer of Fe oxide, and no
protective Cr oxide. This would explain why pits seem to form inside
slags in Figs. 2 and 3 and Supplementary Figs. 1, 3, and 4.

From discontinuities at the edges to cracks all the way through, it
is clear that Type I slags contain several defects that can ultimately
allow corrosive solutions to access the metal and initiate pitting.
Looking at LPBF 316L SS surface cross-sections after corrosion can

shed additional light on the role of these slag defects in pitting cor-
rosion. In Fig. 5, we show a cross section of a Type I slag after poten-
tiodynamic polarization testing in 0.6M NaCl. Figure 5a to e present
successive SEM images through a pit at the Type I slag. We can clearly
see that the slag remained while the metal underneath dissolved dur-
ing pit propagation. Figure 5a shows the slag near the pit. Figure 5b
highlights (red circle) a region where the slag is discontinuous, and a
point of access for the NaCl solution is visible. Figure 5c, taken further
into the pit, highlights the differences in dissolution rate due to the
rapid solidification cellular structures, as we previously observed30.
Here, cell walls dissolved faster than cell interiors, which has been
attributed to the activation of transpassive dissolution of Cr under
high potential during polarization testing43. Figure 5d depicts the edge
of the slag thatdelaminated, suggesting themetal/slag interface canbe
weakened by the corrosive solution. Figure 5e focuses on a metallic
inclusion inside the slag that dissolved, demonstrating that these
inclusions are a potential pathway for the solution to travel though the
slag when inclusions are found near the interface. Note that cracks
were not present in the cross-sectioned region.WeusedTEMto lookat
the bottom of the crack in Fig. 5f. The shape of themetal surface at the
bottom has changed due to dissolution in the chloride solution. The
metal/slag interface likewise appears affected, especially on the left-
hand side. STEM/EDSmaps (Fig. 5g) shownoCr at the exposedmetal at
the bottom of the crack, highlighting the absence of passivation. This
confirms that cracks are a weak point for corrosion as the metal is left
without protection.

Fig. 2 | Pitting corrosion of as-built surfaces. a Scanning electron microscopy
(SEM) images, taken with secondary electron, of the as-built surfaces after polar-
ization testing. Insets highlight various pits at the surfaces. Red and blue arrows

point at pits.b, c SEMenergy dispersive X-ray spectroscopy elementalmaps for the
top and side surfaces, respectively. Elementalmaps for Fe, Cr, and Ni are presented
in Supplementary Fig. 1c and d, respectively.
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Differences in metal composition are a potential concern for
galvanic corrosion. Along these lines, a significant increase in Cr at the
interface between 316L SS and Type I slags can be observed (Supple-
mentary Fig. 11). The liquid metal can accept more Cr than the solid
316L SS; as such, upon rapid solidification during LPBF, Cr over-
saturates the solid that cannot quickly homogenize, and the surplus Cr
is pushed into the liquid until it reaches the last place of solidification.
Consequently, similarly toCr trapping in the cellular structures44, there
is a higher concentration in Cr near the slag. STEM/EDS line scans
(Supplementary Fig. 11a, b) show the fraction of Cr can increase up to ≈
30 at. % at the metal/slag interface, with an associated decrease in Fe
and Ni. This is much more than the increase usually observed in the
cellular structures45. This could cause the creation of a local galvanic
cell between the metal and the Cr-rich region46, which could further
accelerate corrosion at the slag interface. Note that this same
hypothesis cannot apply to Type II slags, which do not exhibit a Cr
gradient in the metal at the slag/metal interface (Supplementary
Fig. 11c) because they do not experience melting during LPBF.

In contrast to Type I slags, Type II slags do not pit, which can be
attributed to the absence of defects and the presence of a protective
layer of alumina. Presented in Fig. 6, TEM characterization of a FIB
cross section lifted out from the region highlighted in Supplementary
Fig. 6c shows that Type II slags have a different shape, in the formof an
equiaxed convex lens. More importantly, unlike Type I slags, there is a
quasi-absence of inclusions and cracks. In addition, a thick aluminum
oxide layer entirely covers the slag (Fig. 6a) and homogeneously
continues onto the rest of the neighboring metal (Fig. 6b). This alu-
minum oxide layer is mixed with some Fe and Si oxides, which provide
extra protection, and is not found elsewhere in thematerial. Together,
the presence of Al oxide and lack of defects results in Type II slags

appearing unaffected after polarization testing (Fig. 6c, d). Although
the surface near Type II slags seems to have sustained intergranular
attack (Fig. 6c), this pattern did not develop under corrosion but
during LPBF; it is observed on the as-built, untested surfaces (Sup-
plementary Fig. 12). The underlying observedmicrostructure is coarse
(Fig. 6d), without the characteristics of the rapidly solidified metals.
This indicates that Type II slags belong to un-melted regions, and as
such, formed on the feedstock.

To better understand why Type I slags are the preferred pit
nucleation sites upon exposure to chloride solution, it is critical to
contrast their behavior with that of the intact native metal surface
oxide covering most of the as-built LPBF parts apart from the slags.
TEM analyses of a cross-sectioned as-built laser track, away from slags,
are presented in Fig. 7. The surface oxide appears to be thick, ranging
from 20 to 200 nm (Fig. 7a). Interestingly, no correlation between the
oxide thickness or chemical composition could be made with the
underlying microstructures. The surface oxide is composed of three
layers (Fig. 7b, c). From the metal to the surface, the first layer is
MnSixOx, the second is a mix of CrOx and FeOx, and the third is a Zn
oxide. These layers are not abruptly separated but rather are inter-
connected. XPS measurements (Supplementary Fig. 13) confirm the
presenceof Fe, Cr, Zn, and Si oxides on thematerial surfaces. The inner
layer of MnSixOx suggests this oxide was formed at high temperature,
as it is typically seen in high-temperature oxidation of Fe–Cr steelswith
Si addition47.

Notably, the inner layer of MnSixOx is not affected by the chloride
solution. To see this, the native surface oxide was investigated after
corrosion testing (OCP and polarization) in 0.6MNaCl. Figure 8 shows
the surface oxide after 35 days of continuous testing at OCP (corre-
sponding OCP curves are in Supplementary Fig. 2c). STEM/EDS

Fig. 3 | Pit at a slag after open circuit potential testing in 0.6M NaCl.
a, b Scanning electron microscopy (SEM) images of a same pitted slag obtained
with secondary electrons and back-scattered electrons, respectively. c SEM energy

dispersive X-ray spectroscopy of the regions highlighted with the red, dashed
square in (b).
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elementalmaps (Fig. 8a) reveal a surface oxidewith a composition that
appears to be largely maintained after testing, composed of four dif-
ferent oxides:MnSixOx, CrOx, FeOx, and ZnOx. However, the STEM/EDS
line analysis through the surface oxide (Fig. 8b) highlights some dif-
ferences. In particular, some Mn and Zn have diffused through the
different oxide layers, and the Cr oxide has partially dissolved. Despite
these changes, the MnSixOx remains unchanged, covering and pro-
tecting the metal surface. A similar picture emerges upon more
aggressive potentiodynamic polarization testing. Figure 9a shows a
STEM/HAADF image and corresponding elemental maps of the native
oxide after polarization testing (corresponding polarization curves are
in Supplementary Fig. 2a). Figure 9b is a STEM/EDS line analysis
through the native oxide. Most of the Cr oxide layer appears to have
been dissolved by the chloride solution, but the layer of Fe oxide
covered by another layer of Zn oxide remains on top of the degraded
Cr oxide. This is due to the transpassive dissolution of Cr under high
polarization potential43 as also observed inside pits at the cell walls
(Fig. 5c). Nevertheless, the first layer of Mn silicate again remains

intact, still protecting the metal below. It is crucial to note that
although the chemical compositions of slags can resemble this silicate
layer, the layer remains continuous and not cracked. This is in part
because it is very thin and forms directly at the solid metal surface,
whereas slags form insidemelt pools and solidify in regions exposed to
residual stresses. In conventional steels, it has been shown that this
silicate phase is protective in corrosive solution and slows down
chloride diffusion occurring through the Fe/Cr oxide layer above47. We
conclude that the high resistance to pitting in NaCl of the native sur-
face oxide of as-built 316L SS surfaces likely comes from the presence
of this continuous Mn silicate layer.

Having established that slags are the preferential nucleation sites
for pits, it is useful to understand how they can reach the surface
during LPBF. Unlike casting or welding, melt pools in LPBF are very
dynamic. For example, in stainless steel welding, rising of the slag from
the inside of the melt pool to the outside surface is mainly driven by
the Marangoni flows due to differences in surface tension and tem-
perature gradients31–33. In LPBF, melt pools are significantly smaller, as

Fig. 4 | Transmission electron microscopy characterization of Type I slags
foundontopandside surfaces. a,b ScanningTEM (STEM)highangleannular dark
field (HAADF) and STEM energy dispersive X-ray spectroscopy (EDS) maps,
respectively, conducted in the same region of a cross-sectionedType I top slag. The
region where the TEM sample was lifted out with focus ion beam is presented in

Supplementary Fig. 6a. c, d STEM/HAADF and STEM/EDS maps, respectively, con-
ducted in the same region of a cross-sectioned Type I side slag. The region where
the TEM sample was lifted out by FIB is presented in Supplementary Fig. 6b.
e, f STEM/EDS line analyses corresponding to L1 (a) and L2 (c), respectively. The
color legend applies to both (e, f).
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such, recoil pressure also plays a significant role in controlling flows in
the melt48,49. This creates a more violent melt pool, which strongly
affects flow direction. Understanding slag formation therefore
requires understanding liquid flows in LPBF melt pools. In Fig. 10, we
use a three-dimensional high-fidelitymodel capable of including recoil
pressure to simulate the thermal profile and liquid flows in amelt pool.
Using a ray-tracing technique, this model accounts for powder parti-
cles contact regions and enables partial particle melting for a more
accurate volumetric energy deposition48,49. Figure 10a shows the initial
powder-bed before the laser is turned on. In Fig. 10b, the laser was just
turned on and the melt pool starts forming. The arrows point toward
the direction of the local liquid flow, and their colors indicate relative
flow velocities. At this stage, the liquid flow is directed to themelt pool
surface, dragging any formed slag to the top. Figure 10c is taken at a
later stage of the melting when the melt pool is the deepest. It can be
clearly seen that the liquid is stillflowing to the surface. In addition, the
flow changes direction when reaching the surface, turning to the sides
whereType I top slagswere found. In Fig. 10d, the laser hasprogressed,
and the melt pool rapidly solidifies starting from the edges, which
traps slags. In Fig. 10e, f, the solidification process progresses to
completion. This liquid flow simulation supports well the notion that
slags should be found at the surface along laser track edges. Not only
does the lower density of the slags naturally force them towards the
surface, but themelt pool internalflows also favor their trapping at the

melt pool edges. Slags are found mainly at the as-built surfaces, as
confirmed in the EDS elemental maps in Supplementary Fig. 14a, b
(only in a few instances did we find slags inside the bulk, away from the
surfaces; Supplementary Fig. 14c, d). Although slags can form at every
layer during LPBF, their near absence inside the bulk suggests that the
remelting occurring with each layer is sufficient to dissolve the slags
until the surface is reached, at which point no more remelting occurs.

In this work, we found Mn-rich silicate slags to be responsible for
LPBF 316L SS pitting corrosion in chloride solution. Supplementary
Fig. 15 summarizes the different slags and native protective oxides that
were found at the as-built surfaces. Their dimensions, structure, loca-
tion, and level of protection are all related to the temperature and
environment in which Mn and Si reacted with oxygen. Note that Mn
and Si are usually introduced in the 316L SS composition to limit the
amount of oxygen in themetal during conventional casting orwelding.
However, LPBF is a different process due to the nature of the feedstock
and extreme local processing conditions. The merits of Mn and Si for
LPBF 316L SS are therefore less clear and prompt further investigation.
In particular, we propose that a new 316L SS composition could be
adapted to LPBF by avoiding the addition of Mn and Si to prevent slag
formations. As alloy design specifically for additive manufacturing
emerges as a new field50, it is obvious that corrosion resistance should
factor as an optimization parameter. We further understand now that
the surface roughness is not a proper metric to assess corrosion when

Fig. 5 | Characterization of Type I slags after corrosion testing. a–e Slice and
view scanning electronmicroscopy (SEM) images after successive plasma focus ion
beammilling of a pittedType I slag. All insets arehighermagnification imagesof the
regions marked with red circles. Each inset highlights specific feature: b A dis-
continuity of the slag where the NaCl solution was able to penetrate the metal,

c Solidification cells aftermetal dissolution,dThe edgeof the lag that delaminated.
e A metal inclusion in the slag that dissolved due to the solution. f Scanning
transmission electronmicroscopy (STEM) high angle annular darkfield and g STEM
energy dispersive X-ray spectroscopy maps of a crack tip in a corroded Type I slag
that did not pit.
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Fig. 7 | Transmission electronmicroscopy (TEM) characterization of the native
surface oxide found away from slags or partially melted regions. a, b Scanning
TEM (STEM) high angle annular dark field (HAADF) and STEM energy dispersive

X-ray spectroscopy (EDS) maps, respectively, conducted at the surface of a cross-
sectioned laser track of the top surface. c STEM/EDS line analyses conducted along
the white dashed arrow noted on (b).

Fig. 6 | Transmission electron microscopy (TEM) characterization of a Type II
slag found on an un-melted surface. Scanning TEM (STEM) high angle annular
dark field (HAADF) and corresponding STEM energy dispersive X-ray spectroscopy
elemental maps of the slag and of the native surface oxide away from the slag are

shown in (a) and (b), respectively. The region where the TEM sample was lifted out
by focus ionbeam is presented in Supplementary Fig. 6c. c,dA top view and a cross
section view of a Type II slag after corrosion testing.
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rapid cooling rates in LPBF modify secondary phases responsible for
pitting. Instead, LPBF alloys compositions need to be re-evaluatedwith
new perspectives in terms of both corrosion and mechanical proper-
ties. For example, our observations of the apparent role of aluminum
in partially melted regions, where protective layer formation pre-
vented pitting at the slags, opens additional possibilities for adapting
alloy compositions or developing artificial coatings to protect
entire parts.

In summary, this work identified the origin of pitting corrosion on
as-built surfaces of LPBF 316L SS and established a link with processing
conditions and local microstructures. We showed that unique condi-
tions developed during LPBF give rise to new mechanisms and
potentially better properties. At the same time, our work indicates that
there is significant room for improvement. Particularly compelling is
the possibility of co-designing the feedstock alongside the laser pro-
cessing parameters to finely tune local microstructures with improved
chemical and mechanical robustness.

Methods
Material manufacturing
All 316L stainless steel material used in this work wasmanufactured by
laser powder bed fusion using a Concept M2 machine with a laser
power of 150W and scanning speed of 700mm/s8,45. Layer thickness

was 30 µm and hatch spacing was 105 µm. We used an island scanning
strategy with 5 × 5 mm2 islands. The scan vector was rotated 90°
between the neighboring blocks. This patternwas rotated by 90° every
layer and shifted along x- and y directions by 200 µm. All material was
studied as-built; i. e., no post processing such as machining, polishing,
or heat treatment was performed before testing and characterization.

Surface roughness measurements
Surface roughness measurements of as-built parts were carried out
using a Zygo 7300 White Light Interferometer.

Electrochemical characterization
Electrochemical characterization was carried out using Biologic
VSP300 potentiostat. A three-electrode configuration was used with
the samples used as working electrode, graphite used as the counter
electrode, and a saturated calomel electrode (SCE) served as reference
electrodes. To reduce the electricalmeasurement noise during testing,
all electrochemical cells were positioned inside a grounded Faraday
cage. Before and after electrochemical testing, samples were cleaned
and rinsed with distilled water, and subjected to an ultrasonic bath
containing analytical-grade isopropyl alcohol for 5min before being
dried with flowing nitrogen gas. Samples were submerged in ~300ml
0.6M (3.5 wt.%) NaCl testing solution (representative of seawater) for

Fig. 8 | Transmission electron microscopy (TEM) characterization after open
circuit potential testing of the native surface oxide found away from slags or
partially melted regions. a Scanning TEM (STEM) high angle annular dark field

(HAADF) and STEM energy dispersive X-ray spectroscopy (EDS) maps of the cor-
roded surface oxide. b STEM/EDS line analysis along the red dashed line drawn
in (a).
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1 h before starting the potentiodynamic polarization test. Potentio-
dynamic polarization scans commenced from −100mV below the
open circuit potential to reach 10mA/cm2 or 1500mV vs SCE which-
ever attains first using a scan rate of 10mV/min. Each sample surface
orientation (side and top) was tested ten times to ensure reproduci-
bility and statistically meaningful results. Additionally, side and top
surfaces were tested at theOCP in 0.6M (3.5wt. %) NaCl to gain insight

into corrosionproperties under natural, non-polarized conditions. The
OCP was recorded for a period of 35 days.

Focused ion beam sectioning
Focused ion beam (FIB) cross sectioning and scanning electron
microscopy (SEM) of as-built top and side surface samples was per-
formed using a FEI NanoLab600i DualBeamTM FIB/SEM station.

Fig. 10 | Three-dimensional high-fidelity simulation of liquid metal flows in a
stainless steel 316Lmelt pool caused by a laser raster on a powder bed. a–f The
evolution of the melt pool as the laser advances on the surface. The blue region

highlights the area where the local temperature is below the solidus of stainless
steel but potentially above the liquidus of the slags. Arrows indicate the direction of
the local liquid flow and their length scales with the flow velocity.

Fig. 9 | Transmission electron microscopy (TEM) characterization after polar-
ization testing of the native surface oxide found away from slags or partially
melted regions. a Scanning TEM (STEM) high angle annulardarkfield (HAADF) and

STEM energy dispersive X-ray spectroscopy (EDS) maps of the corroded surface
oxide. b STEM/EDS line analysis along the red dashed line drawn in (a).
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Samples were prepared for sectioning by first mounting the samples
on a SEMstubutilizing apleco tab. The stubwas thenmounted into the
FIB/SEM instrument andpumpeddown for high vacuum.Agas injector
was inserted to perform an e-Pt (electron) chemical vapor deposition
(CVD) protection layer followed by I-Pt (ion beam). After the deposi-
tion, a Ga+ ion beam was used to mill out the section and transferred
the section to a TEM grid using amicromanipulator. After transfer, the
section was milled to electron transparency using the Ga+ ion beam.

P-FIB slice and view
Milling for slice and view analysis utilized a Helios 5 plasma FIB Dual-
Beam with an inductively coupled plasma Xe+ beam operated at an
accelerating voltage of 30 kV. A gas injectorwas inserted toperforman
e-Pt (electron) chemical vapor deposition (CVD) protection layer fol-
lowed by I-Pt (ion beam) prior to the start of milling.

Electron microscopy
Transmission electron microscopy (TEM) using bright-field (BF), high
angle annular dark field (HAADF) scanning TEM imaging (STEM), and
STEM energy dispersive X-ray spectroscopy (STEM/EDS) was per-
formed on a FEI Titan operated at 300 kV. STEM/EDS composition
analysis was performed with the ThermoFisher SuperX ChemiSTEM
system using the Velox software.

Scanning electronmicroscopy (SEM) imagingwasperformedwith
a ThermoFisher Apreo 2. SEM/EDS was conducted with a EDAX Elite
Super EDS detector using the APEXTM software from EDAX.

XPS characterization
X-ray photoelectron spectroscopic analysis was performed using a
Physical Electronics Quantum 2000 spectrometer equipped with a
monochromated Al Kα source (hν = 1486.6 eV). As-built samples
were placed on double sided carbon tape and mounted on silicon
wafers for analysis. Calibration of the instrument was performed using
Au 4f7/2 at 84.1 eV and the take-off angle was 60°. A 200 μm x-ray spot
size was used. A base pressure of 10−9 mbar was maintained in the
analytical chamber. Survey spectra for each sample were recorded
using a pass energy of 100 eV and a step size of 1 eV, and high-
resolution spectra of each sample were recorded with a pass energy of
20 eV and a step size of 0.1 eV. The C1s peak at 284.8 eV, for adventi-
tious carbon, was used as a reference for all spectra. Two sets of survey
and two sets of high-resolution spectra were measured for as-built top
and side surfaces.

Laser track simulations
We used a high-fidelity model that was previously validated against
X-ray experiments51,52. Themodel relies on ALE3D53multi-physics code,
developed at Lawrence Livermore National Laboratory and uses an
Eulerian mesh. The model couples the hydrodynamics with the solu-
tion of the thermal diffusion equation and accounts for phase trans-
formations using operator splitting. The heat source is provided by full
laser ray tracing for accurate thermal budgeting. No calibration of the
laser absorptivity is assumed. The model computes the material’s
absorptivity by accounting for the electric conductivity and the gas/
material geometric interface. Further experimental validation of the
absorptivity was performed on bare plate surface for SS316-L54.

Data availability
Data generated during the current study is available from the corre-
sponding author on request.

References
1. Koch, G. H., Brongers, M. P. H., Thompson, N. G., Virmani, Y. P. &

Payer, J. H. Cost of corrosion in the United States. Handb. Environ.
Degrad. Mater. 3–24 (2005).

2. Kuron, D. Corrosion handbook stainless steels. Hrsg. Sandvik Steel,
Sandviken, Schweden, 1994. 88 Seiten, 17 Abb., Schutzgebühr DM
50,00. ISBN 91-630-2124-2. Mater. Corros. 46, 551–551 (1995).

3. Voisin, T. et al. Pitting corrosion in 316L stainless steel fabricated by
laser powder bed fusion additive manufacturing: a review and
perspective. JOM 74, 1668–1689 (2022).

4. Druzgalski, C. L. et al. Process optimization of complex geometries
using feed forward control for laser powder bed fusion additive
manufacturing. Addit. Manuf. 34, 101169 (2020).

5. Tapia,G.& Elwany,A. A reviewonprocessmonitoring andcontrol in
metal-based additive manufacturing. J. Manuf. Sci. Eng. Trans.
ASME 136, 060801 (2014).

6. Bourell, D. L., Rosen, D. W. & Leu, M. C. The Roadmap for
additive manufacturing and its impact. 3D Print. Addit. Manuf.
1, 6–9 (2014).

7. Frazier, W. E. Metal additive manufacturing: a review. J. Mater. Eng.
Perform. 23, 1917–1928 (2014).

8. Wang, Y. M. et al. Additively manufactured hierarchical stainless
steels with high strength and ductility. Nat. Mater. 17, 63–71 (2017).

9. Ahmed, N., Barsoum, I., Haidemenopoulos, G. & Al-Rub, R. K. A.
Process parameter selection and optimization of laser powder bed
fusion for 316L stainless steel: a review. J. Manuf. Process. 75,
415–434 (2022).

10. Chen, L. et al. Effect of laser polishing on the microstructure and
mechanical properties of stainless steel 316L fabricated by laser
powder bed fusion. Mater. Sci. Eng. A 802, 140579 (2021).

11. Zhang,M. et al. Fatigue and fracture behaviour of laser powder bed
fusion stainless steel 316L: Influence of processing parameters.
Mater. Sci. Eng. A 703, 251–261 (2017).

12. Elangeswaran, C. et al. Effect of post-treatments on the fatigue
behaviour of 316L stainless steel manufactured by laser powder
bed fusion. Int. J. Fatigue 123, 31–39 (2019).

13. Zhang, M. et al. Elucidating the relations between monotonic and
fatigue properties of laser powder bed fusion stainless steel 316L.
JOM 70, 390–395 (2018).

14. Leicht, A., Rashidi, M., Klement, U. & Hryha, E. Effect of process
parameters on themicrostructure, tensile strengthandproductivity
of 316L parts produced by laser powder bed fusion.Mater. Charact.
159, 110016 (2020).

15. Wang, X., Muñiz-Lerma, J. A., Attarian Shandiz, M., Sanchez-Mata,
O. & Brochu, M. Crystallographic-orientation-dependent tensile
behaviours of stainless steel 316L fabricated by laser powder bed
fusion. Mater. Sci. Eng. A 766, 138395 (2019).

16. Dryepondt, S., Nandwana, P., Fernandez-Zelaia, P. & List, F.
Microstructure and high temperature tensile properties of 316L
fabricated by laser powder-bed fusion. Addit. Manuf. 37,
101723 (2021).

17. Melia, M. A. et al. Marine atmospheric corrosion of additively
manufactured stainless steels. Corrosion 77, 1003–1013 (2021).

18. Chia, H. Y., Wang, L. & Yan, W. Influence of oxygen content onmelt
pool dynamics in metal additive manufacturing: High-fidelity
modeling with experimental validation. Acta Mater. 249,
118824 (2023).

19. Yue, X. et al. Revealing the superior corrosion protection of the
passive film on selective laser melted 316L SS in a phosphate-
buffered saline solution. Appl. Surf. Sci. 529, 147170 (2020).

20. Vignal, V. et al. Pitting corrosion of type 316L stainless steel ela-
borated by the selective laser melting method: influence of
microstructure. J. Mater. Eng. Perform. 30, 5050–5058 (2021).

21. Wang, K. et al. On the pitting behaviour of laser powder bed fusion
prepared 316L stainless steel upon post-processing heat treat-
ments. Corros. Sci. 197, 110060 (2022).

22. Shaeri Karimi, M. H., Yeganeh, M., Alavi Zaree, S. R. &
Eskandari, M. Corrosion behavior of 316L stainless steel

Article https://doi.org/10.1038/s41467-024-45120-6

Nature Communications |          (2024) 15:867 11



manufactured by laser powder bed fusion (L-PBF) in an
alkaline solution. Opt. Laser Technol. 138, 106918 (2021).

23. Melia, M. A. et al. How build angle and post-processing impact
roughness and corrosion of additively manufactured 316L stainless
steel. npj Mater. Degrad. 4, 1–11 (2020).

24. Trisnanto, S. R., Wang, X., Brochu, M. & Omanovic, S. Effects of
crystallographic orientation on the corrosion behavior of stainless
steel 316L manufactured by laser powder bed fusion. Corros. Sci.
196, 110009 (2022).

25. Choudhary, S., Cruz, V., Pandey, A., Thomas, S. & Birbilis, N.
Element-resolved electrochemical analysis of the passivity of
additively manufactured stainless steel 316L. Corros. Sci. 189,
109576 (2021).

26. Ryan, M. P., Williams, D. E., Chater, R. J., Hutton, B. M. & McPhail, D.
S. Why stainless steel corrodes. Nat 2002 4156873 415,
770–774 (2002).

27. Deng, P. et al. The origin and formation of oxygen inclusions in
austenitic stainless steels manufactured by laser powder bed
fusion. Addit. Manuf. 35, 101334 (2020).

28. Deng, P. et al. On the thermal coarsening and transformation of
nanoscale oxide inclusions in 316L stainless steel manufactured by
laser powder bed fusion and its influence on impact toughness.
Mater. Sci. Eng. A 835, 142690 (2022).

29. Melia, M. A., Rosenberg, S. G., Kotula, P. G., Bocher, F. & Schaller, R.
F. Initial stages of oxide growth on AM stainless steel exposed to a
supercritical CO2 environment. Corros. Sci. 201, 110259 (2022)

30. Tian, M., Choundraj, J. D., Voisin, T., Wang, Y. M. & Kacher, J. Dis-
covering the nanoscale origins of localized corrosion in additive
manufactured stainless steel 316L by liquid cell transmission elec-
tron microscopy. Corros. Sci. 208, 110659 (2022).

31. Navarro, C., Díaz, M. & Villa-García, M. A. Physico-chemical char-
acterization of steel slag. study of its behavior under simulated
environmental conditions. Environ. Sci. Technol. 44,
5383–5388 (2010).

32. Rau, J. The effect of trace elements on the formation of slag spots
during gas tungsten arc welding of 316 L stainless steel tube sys-
tems- Processing of the Semi Stainless Steel Task Force Meeting.
(San Francisco, CA, 2003).

33. Derrien, R., Sullivan, E. M., Liu, S., Moine, E. & Briand, F. Silicate
Island Formation in Gas Metal Arc Welding. Weld. Res., 100,
13–26 (2021)

34. Balasubramaniam, R. On the corrosion resistance of the Delhi iron
pillar. Corros. Sci. 42, 2103–2129 (2000).

35. Balasubramaniam, R. & Ramesh Kumar, A. V. Corrosion resistance
of the Dhar iron pillar. Corros. Sci. 45, 2451–2465 (2003).

36. Yu, K. P., Feng, S. H., Ding, C., Yu, P. & Huang, M. X. Improving anti-
corrosion properties of CoCrFeMnNi high entropy alloy by intro-
ducing Si into nonmetallic inclusions. Corros. Sci. 208,
110616 (2022).

37. Esmaeilizadeh, R. et al. On the effect of spatter particles distribution
on the quality of Hastelloy Xpartsmadeby laser powder-bed fusion
additive manufacturing. J. Manuf. Process. 37, 11–20 (2019).

38. Zhang, X., Cheng, B. & Tuffile, C. Simulation study of the spatter
removal process and optimization design of gas flow system in
laser powder bed fusion. Addit. Manuf. 32, 101049 (2020).

39. Repossini, G., Laguzza, V., Grasso, M. & Colosimo, B. M. On the use
of spatter signature for in-situ monitoring of Laser Powder Bed
Fusion. Addit. Manuf. 16, 35–48 (2017).

40. Young, Z. A. et al. Types of spatter and their features and formation
mechanisms in laser powder bed fusion additive manufacturing
process. Addit. Manuf. 36, 101438 (2020).

41. Cho, S. et al. True active surface area as a key indicator of corrosion
behavior in additivelymanufactured 316l stainless steel.Mater. Des.
237, 112559 (2024).

42. Durinck, D. et al. EAF stainless steel refining - Part II: microstructural
slag evolution and its implications for slag foaming and chromium
recovery. Steel Res. Int. 78, 125–135 (2007).

43. Choundraj, J. D., Kelly, R. G., Monikandan, R., Singh, P. M. &
Kacher, J. Influence of native oxide film on corrosion behavior
of additively manufactured stainless steel 316L. Corros. Sci.
217, 111098 (2023).

44. Pinomaa, T., Laukkanen, A. & Provatas, N. Solute trapping in rapid
solidification. MRS Bull. 45, 910–915 (2020).

45. Voisin, T. et al. New insights on cellular structures strengthening
mechanisms and thermal stability of an austenitic stainless steel
fabricated by laser powder-bed-fusion. Acta Mater. 203,
116476 (2021).

46. Davis, J. R. Corrosion of Weldments. (ASM International, 2006).
47. Evans, H. E., Hilton, D. A., Holm, R. A. & Webster, S. J. Influence of

silicon additions on the oxidation resistance of a stainless steel.
Oxid. Met. 19, 1–18 (1983).

48. Khairallah, S. A., Anderson, A. T., Rubenchik, A. & King, W. E. Laser
powder-bed fusion additive manufacturing: Physics of complex
melt flow and formation mechanisms of pores, spatter, and denu-
dation zones. Acta Mater. 108, 36–45 (2016).

49. Ly, S., Rubenchik, A. M., Khairallah, S. A., Guss, G. & Matthews,
M. J. Metal vapor micro-jet controls material redistribution in
laser powder bed fusion additive manufacturing. Sci. Rep. 7,
1–12 (2017).

50. Pollock, T. M., Clarke, A. J. & Babu, S. S. Design and Tailoring of
Alloys for Additive Manufacturing. Metall. Mater. Trans. A Phys.
Metall. Mater. Sci. 51, 6000–6019 (2020).

51. Khairallah, S. A. et al. Controlling interdependent meso-
nanosecond dynamics and defect generation in metal 3D printing.
Science 368, 660–665 (2020).

52. Khairallah, S. A., Sun, T. & Simonds, B. J. Onset of periodic
oscillations as a precursor of a transition to pore-generating
turbulence in laser melting. Addit. Manuf. Lett. 1, 100002
(2021).

53. (PDF) ALE3D: An arbitrary lagrangian-eulerian multi-physics
code. https://www.researchgate.net/publication/317677628_
ALE3D_An_Arbitrary_Lagrangian-Eulerian_Multi-Physics_Code
(2017).

54. Ye, J. et al. Energy coupling mechanisms and scaling behavior
associated with laser powder bed fusion additive manufacturing.
Adv. Eng. Mater. 21, 1900185 (2019).

Acknowledgements
Authors were supported by the Laboratory Directed Research and
Development (LDRD) program (20-SI-04) at Lawrence Livermore
National Laboratory. This work was performed under the auspices of the
US Department of Energy by Lawrence Livermore National Laboratory
under contract No. DE-AC52-07NA27344.

Author contributions
S.S-B. performed XPS measurements. T.V., S.S-B., and T.T.L. performed
TEM characterizations. S.S-B., D.R, and T.V. performed SEM character-
izations. V.S. performed P-FIB lift-outs and P-FIB slice and view char-
acterizations. S. C. and Z.Q. conducted surface roughness and
electrochemical measurements. S.K. developed laser tracks simula-
tions. S.S-B., S.R.Q., B.C.W., and T.V.wrote themanuscript. T.V. and S. R.
Q. led and guided the research. T.V., S.S-B., B.C.W., S.R.Q., S.C., Z.Q.,
T.T.L., D.R., V.S., S.K., Y.M.W., and S.K. contributed to the data analysis,
discussion, and review of the final manuscript.

Competing interests
We declare that none of the authors have competing financial or non-
financial interests as defined by Nature Portfolio.

Article https://doi.org/10.1038/s41467-024-45120-6

Nature Communications |          (2024) 15:867 12

https://www.researchgate.net/publication/317677628_ALE3D_An_Arbitrary_Lagrangian-Eulerian_Multi-Physics_Code
https://www.researchgate.net/publication/317677628_ALE3D_An_Arbitrary_Lagrangian-Eulerian_Multi-Physics_Code


Additional information
Supplementary information The online version contains
supplementary material available at
https://doi.org/10.1038/s41467-024-45120-6.

Correspondence and requests for materials should be addressed to
Thomas Voisin.

Peer review information Nature Communications thanks Robert Kelly
and the other, anonymous, reviewer(s) for their contribution to the peer
review of this work. A peer review file is available.

Reprints and permissions information is available at
http://www.nature.com/reprints

Publisher’s note Springer Nature remains neutral with regard to jur-
isdictional claims in published maps and institutional affiliations.

Open Access This article is licensed under a Creative Commons
Attribution 4.0 International License, which permits use, sharing,
adaptation, distribution and reproduction in any medium or format, as
long as you give appropriate credit to the original author(s) and the
source, provide a link to the Creative Commons license, and indicate if
changes were made. The images or other third party material in this
article are included in the article’s Creative Commons license, unless
indicated otherwise in a credit line to the material. If material is not
included in the article’s Creative Commons license and your intended
use is not permitted by statutory regulation or exceeds the permitted
use, you will need to obtain permission directly from the copyright
holder. To view a copy of this license, visit http://creativecommons.org/
licenses/by/4.0/.

© The Author(s) 2024

Article https://doi.org/10.1038/s41467-024-45120-6

Nature Communications |          (2024) 15:867 13

https://doi.org/10.1038/s41467-024-45120-6
http://www.nature.com/reprints
http://creativecommons.org/licenses/by/4.0/
http://creativecommons.org/licenses/by/4.0/

	Critical role of slags in pitting corrosion of additively manufactured stainless steel in simulated seawater
	Results and discussion
	Methods
	Material manufacturing
	Surface roughness measurements
	Electrochemical characterization
	Focused ion beam sectioning
	P-FIB slice and�view
	Electron microscopy
	XPS characterization
	Laser track simulations

	Data availability
	References
	Acknowledgements
	Author contributions
	Competing interests
	Additional information




