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Influence of Weld Seam Gap of Thin Cell Case on Electron Beam Welding
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[ABSTRACT] Space lithium-ion cell now basically
uses thin cell case which is made of LF21 aluminum al-
loy, packed by electron beam welding. The EBW joint of
aluminum is strong, with high I grade rate, so space prod-
ucts usually use electron beam welding. However, because
EBW belongs to the precise high energy beam welding
method, it has strict requirements on welding seam gap,
therefore, a series experiments are made to study the influ-
ence of seam gap of space lithium-ion thin cell case on
electron beam welding. Corresponding conclusions are
gotten, in order to guide the design and testing of parts
machining dimensions in actual production, and product
reliability is improved.
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