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Laser Welding of Formed Panel for MCFC Fuel Cell
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Fig. 1 Welding procedure
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Fig. 2 Joint configuration. (a) formed panel overlap welid (b) €  nd plate overlap weld

Fig. 3 Weld cross —section.
(a) 2 -sheet overlap weld {b) 3 —sheet overlap weld (c) edge weld

Fig. 4 Weld quality. (a) overall view
(b) cross —sectional view
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