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Fig. 1. Joint geometry for bottom end cap welding.
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Fig. 2. Macro-cross sections of laser welded specimens
using type (a), (b), and ©.
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Fig. 3. Undercut depths vs. penetration depths using
type (a).
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Fig. 4. Undercut depths vs. penetration depths using
type (b).
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Fig. 5. Undercut depths vs. penetration depths using
type (c).
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