SPECIFICATIONS
Vehicle identification 40
This appears on twoe plates
- one rectangular and cne oval plate on “EELEHE;JENMF_.- A
' A REMMAT | B
the left hand cowl sida, 81 —f}ﬂl_-mﬁ z
Th t 1 late displ * : HANGH 000000 G t-— -—L
e rectangular pla splays GOOD0A000 0 D
0000 kg —— €
At A& : the manufacturer's name. 0000kg=s—1 - —F
1.0000 hg=—F—- -G
Lt B : the E.E.C. approval pumber compris- — L0001 H
. o 00 D J
ing Fd
at Bl : the identifiecation nunber 2 3 1 4
&f the country that granted the 4 1
E.E.C. approval,
at BZ : the wvehicle type approval
number . FﬂﬂﬂﬂﬂQU
h
At ¢ : the French official type numher 0Qo0 1
preceeded by the manufacturer's inter- 7 6 5 6T
national identification code (the code for
Renault France for example 1z VFL}.
At D : the chassis numbar. The oval plate displays :
: : - at {1} : the manufacturaer's symbol for
T 1 ht.
At E the gross vehicle weight Fhe vehicle '
: re raj ight.
At F : the gross train weig - at (2} -

At G ; the maximum permissible front axle
loading.

At H : the maximot permissible rear axles
*loading.

AL J : the wehicle medel year.

*Note : on Some eaxport models, certain of
the items stated above may not appear,

this keing a description of all the details
that may be shown on the plate.

The meanings of the wversion numbers

— the first figure states the gearbox o1
automatic transmission type,

- the second figure indicates the model
grading,

at (3) : iz the “a=mic wversion, depending
on the market (see chart),

at (4) : is an indication of any factory
fitted cocpticn {(sun rocf, tinted windows)

gt {3} : the fabrication nunber,

at (6} : the model year (certaln markets
onlwy} , .
at {7) : the factory at which the car we

Bujilt, ¥ = Flins

Zood road Poor road Special equipment
Staering Stesring Steearing
LH drive EH drive LH drive BEH drive LH drive RH drive
sariez 150 sariez £00 garies 200 saries 700 series OO series 00




LIFTING METHODS
Trolley jack / Axle stands

40

ESSENTIAL SPECIAL TOOLS

Cha.Z80=-02
Cha,dGB=0]
Cha.d08-02

Trolley jack cross bar
Trolley jack adaptor
Trolley Jack adaptor

If a trolley jack is used, 8¢ must sult-—
able axle stands.

It is forbidden to lift the wehicle by
taking the load under the front or rear
suspension arms or under the front cross
member , between the =zide members.

Depending on the trolley tack type, use
adaptor Cha.408-01 or Cha.408-02 to mount
cross bar Cha. 280, Cha.?80-01 or Clm.ZHO-
0z,

wWhether lifting the front or the rear,
take the load under the wvehicle jacking
points.

USING THE TROQLIEY JACE FROM THE SIDE
— Jae cross kbar Cha.280-02.
- Take the load under the front door =ill.

= Ensure that the panel flang=s locates
correctly in the slot in the cross bar,

28495

USING A TROLLEY JACK FEOM THE FRONT

AXLE STANDS

When the wehicle is supported on axle
stands, they must be placed under the
stiffeners at the jacking polnts pro-
vided for the wvehiclea's own jack.

To fit axle stands undar the rear of the
vehicle, 1lift it from the =ide.




LIFTING METHODS
Underbody lift

40

SAFETY PRECAUTION

When using a two column 1ift, it is essential that the 1lifting pads
ramain under the jacklng polnts. To ensure this, it iz FORBIDDEN to

remove any components that would cause a change in the weight dist-
rikbution on such a 1ift.

Placa the 1ifting pads under the body 511l flange in line with the
vehlcle jacking points.




TOWING
All types

40

NEVER ATTACH THE TOU ROPE TO THE DRIVE SHAFT TURES

The towling brackets are only to be used for towing the wehicle on the read.
Under no circumstances are they strong encugh to pull the wehicle cut of a
ditch, or any other similar emergency operation, or to 11ft the wehicle,
whether directly or indirectly.

FRONT REAR




DESCRIPTION OF BODY PARTS
Lower structure, sub-frame

40

L uia.ﬁ L mr; H

o oo -] on

(]
I

21

Front half sectich

Half section cut along line &
Front end unit

Front lower cross menber
Cross menbar cut along line A
Complete front side member

Half
Half
line

front
front
|

Front side

Slde
Eear
Rear
Side

CIoSS
floor

side metober
5lde mermber cut along

member clasing patel
emhcr
5tiffener

side menher
membeyr cubk along line A

20

19 18

10
11
12
13
14
15
16
16a
17
14
14
20
21

Towing ring

REear end panel

Eear end panel side gussst
Fear end panel <rosss menher
Fear floor transverse stiffaper
Cross member under roar floor
stripped rear floor panel
Floor panel cut along line &
Fear floor panel assembly

Body =111 closing panel

Cross members under front seat
Front flcor panel

Floor tunnel stiffener

17




DESCRIPTION OF BODY PARTS
Upper structure

40

51
L2
=3
5d
548
55
L6
57
LB
54
2934
S9B
B0
61
6lA
6lB
2
E2R
E2B

Cowl side panel

Simplified cowl panel assenbly
Headllght support panel

Front upper cross member

Crose member cut along line A
Towl side assenbly

Cowl side to scuttle connection
Front doer pillar lining

Upper body side

Front door pillar

Door pillar cut along line &
Door pillar cut along line B
Front door frame cowver

Body =111

Body =111 cut along line A
Body 3ill cut along line B
Wing panel

Wing panel

Wing panel

B2C
B3
g
&5
&6
67
&8
&5
He
7l
714
32
T2A
728
73
74
75
76

Wing panel

Wing panel Arip channel

Whesl arch

Wheel arch assembly
Centre door pillar
Rear roof cross member
Half vear end assembly

Roof

Side door
Door panel
Dooy panel
Windeecreen
Windscreen
Vilndscreen
Windscreen
Scuttle

cut along line &

frame
Erame
frame
lower

Heater bulkhead
FEemoval:le bulkhead (air condition—

ing)

cut aleng line &
cut along line B
Cros5 membher

L8 5960 61




DESCRIPTION OF BODY PARTS
High tensile components

40

i
2
3

- Frant upper oross nmembelr
— Elde mefbers under floor
— Elde crosz membors

4 — Front deor pillar lining
h = Door waist stiffener
& — Ehock abzorber turret




Clearances round doors and lids

DESCRIPTION OF BODY PARTS

40

o434

faLra




DESCRIPTION OF SYMBOLS

Coding

40

0
"ot with chisel". . i EJ
e

"Free welds on strip".

"Cut with saw".
RBeciprocating pneumatic saw.

"Grind of f weld fillet ox
apots" .

Straight grinder with plastic
impregnated disc @ 75, th. 1,8
to 3,2 mm.

"Srind off spot welds®™,

20 000 rpm straight grinder
with spherical cutter § 10 or
16 tom.

"Cut out part by griading
flange" or "Grind down remain-
ing spot weld tracez™

V)

Vertical gripder with rabbher

rad and fibre disc @ 120 to
1B mm, grit size P 36, ‘fﬁ \ﬁ
Sires and types Qf electrades E_Jx)

to be used for aperatiocn

L = 100

b
In

1y + kall joint

L = 102 + flat

L = 2RG

L = 350 + ball qjoint

L = 335

Gas tack welds under MAG o~

gas envelope. (ﬁ
Mote : to sbtain a good gquality \hh )

weld we recomoend uslng a gas _
consisting of Argon + 15% 02, ;f--“\
which i= considered as an I !
active gas (MAG). V.J !L/I

Flug welds with MAG gas
envelope,

Flllet wald under MAG
envelope.

Oxyacetyiene welds.

Soft aclder finishing
Toreh with 300 nozzle,
slipper + 33% tin solder
+ talliow.

Note : Scoft =sclder finish-
ing compensates, in a largs
part, for the risk of fus-
icnm distortion caused by
welding.

Safety symbol @ thilis means
that the welding aperation
in gquestion concerns one or
more wital components of
the wvehicle,.

Elegtroplastic mastic
application.

This mastic 1s a current
conductar and is placed
between two sections to ke
spot welded. It seals the
panelling and prevents spot
welds corroding.

Zinc paint application.,

This paint is to be applied

to the jeint faces of each
of the parts to be welded.
The paint is a current con-
ducter and resists high temp-
eratures. It provide=s corr-
gsion protection arcound the
ot welds.
Extruded mastic fillet
applicaticn :
- manual or pneumatio cart-
ridge gun,

., — application to crimped

arseas and the Joints between
twi Components.
Spray mastic applicaticn
— pressure qun,
- two pot anti~chipping and
anti=-gcorrosion mastic.
Inject ints hollow sections
wlith a cranked nozzle.

Inject into hollow seqctions
with a straight nozzle,
FPrezsure gun with flexible
and and variocus nozzles.



DESCRIPTIONS OF SYMBOLS
Examples of applications

CUTTING — WELD SEPARATION

~7

Uperation aymbol

This shows the type of operation and the
exact point at which 1t 1s to be carried
aut.

N

Tool symbols

This= ghows the btype of tooling to e used
and thelr legical application at the points
concerned.

Note : the operation of removing a strip
of panelling and grinding down the remain-
ing spot weld= on the support panelling
ety only ke carrlied out after the part

to be replaced has heen completely removed.




DESCRIPTIONS OF SYMBOLS
Examples of applications 40

WELDING

L B rnm

e-14mm :H BImm

! T T E
! -" I. ".'-\. |'.rl. |'. .ll
" ! r.. .' 4 ' 4
N
Operation symbol Tool symbeis
This shows the type of operation and the This shows the type of tooling to be used
exact point at which it is to be carried and their logical applications at the polnte
cut., concerned,

Mote : the operations involwved in protCect-
ing the spot wglds {electroplastic mastic
and zinc paint}) are to be carried out
hefore fitting the new part.

@ CAFETY SYMBOL

Instructions affected by current legislation cencerning vital components are praceeded
by the synbcl Giﬁ . The operator is to pay particular attention to these cperations
when carrying cuwt work en the vehicle.

we should like to draw your attention, in particular, ta wolds classified as wvital.

These welds are classified as "wvital" following impact tests on vehicles and kody
endurance tests.

It is therafore wery lmportant that they should be carefully applied, under repalr
conditicons, to return the structure teo its original strength. Ensuring this will guar-
antee the guality and the safety of the repalr.

We should like to remind you that all welds con seat belt stiffening points are also
~laceoified az vital.



DESCRIPTIONS OF SYMBOLS
Adjusting welding equipment

40

All adjuetments are to be confirmsd by

tesats on panedling identical to that to
be welded, the results bhelng taken f£from
the thinnest panelling used.

ELECTRIC SPOT WELDING

1 - Adjusting the preszure {dimension H)

The corresponding val-
ues of (g} and {H} are
' stated under sach draw-—
ing, at the operaticn
concerned. '

= Dimegnsion H is adjusted by placing a
thickness (2] which is the same as the
actual thickness to be welded, hetween
the electrodes. Dimension H ia to he
gelected to allow for the thinnest of
the panelling forming the joint to be
walded,

— The thickness cof the panelling (e} re-
guired to obtain the dimension (#) can
be represented by a set of mechanic's
feeler gauges {Eg. : Fagom 804}.

2 - Adjusting the i

welding current and

time :

This adjustment will ,

have to be carrled

out to suit the

current supply in your

workehops. It ia to helﬁ
vbtained by carrying
cut tests on samples
of panelling identical
to that used on the
vehicle.

Flace the welding time

adjusting knob {1) on %

the lat graduatiocn.

Frogyrassively increass

the current atrength by

turning knaob {2} until
the fusion point bursts,
then move back by one graduation.

Than, increase the welding time (knoh 1)

to obtain the spot @ shown in this chart.

Moime HY LA QT 50 B33

1.3'| 1.5
B IP.E.

nea 2 -
e - Ay

4tz

|
I:I.E'D_.TI 11_4 1 |1_1

HImr

& mm

45§5L§h35

2 En M,
.

3 - Note

On this wehicle, certain of the parts are
made from "high tensile steel". They ra-
quirs zpecial agdjustment of the spot
welding gun, when compared with stapndard
steel

-~ Current t I — 20%
- Welding time T - Z25%
— Prassuro H + BO%

The figures, stated, for ¥ allow for these

gpaercial requirements=.

WELDING UNDER A MAG GAS ENVELOPRE

l - Continucus fillats

- Set the current knob on
the figure estimated as
being correct for the
thicknese of the stesl.

- By trial and error find
the power output reguired
To obtain a uniform £11let.

— Turn the test place
over to chack that 85170
-the penetration is correct. If it ig -
not, correct the current strength and
redetermine the wire output reguired.

2 = Tacrk wealds

A A A S A

The same adjustment method is to be used

ing the tack sasier.

Epecizal points affecting stitched butt
welds : '

-Setting up the panelling :

- Distanece Letween atitches
d = 30e {thicknezsa)

- Gap between the panel ends

I neot make stitches
on the edgez or in
the corners of flan- _
ges to malntaln a e,
better control on the '
gap.

Welding ;

Apply a series of stitch
welds, straddling the
gap. Leave 4 fto b zen-
onds between the stitches
so that the blue area does
not exceed 10 mm. )

Special aspecta of plug welding

The weld is made by punching
ar drilling the upper

panel and plug welding
through it. Tests ara

to he carried cut to

ohtain a flat plug.

as for continuous welds hut the current i{s
tc be increased by cne point to make strik-



DESCRIPTIONS OF SYMBOLS
Repair instructions

40

A - CHECKTNG BEFOREE REMOVING MECHANICAL UNITE

Belfore albempting a4 body vepalr on a var however slightly it nmnay appear
to havn Soen damaged, a series of gnecks must be carrled out,

WIGITAL INSTECT IO

CHECK.ING WITH TIHE TIEIDRT GRLUGHE

Zmongst other things, these checks will shaow whether ocr not the sub—frans
componants have beenh subjected to ewktensive distortion. If this is the
caszce, it will be asscntial to remove the mechanical units and carry out
the reDalr on a body Jlqg.

CHECY.IRG THE AXLE GEOMETRY

If there is any doubkt, these checks are to be followed up by a check on
the [ront and rear axle gecmetrir.




DESCRIPTIONS OF SYMBOLS
Repair instructions

40

It iz a basic principle that no welded body shell component is to be
replaced without first shecking that the sub-frame has not been digtocrted
by the inpact.

.There are varirus traditional tmethods used to carry cut a preliminary
check on a damaged vahicle when visual inspection has left szome dounkt as
to the extent of the damage and the repair operations to be undertaken.

CHECKRING TIE DATUM POINTS LAID DOWN BY THE DESIGN OFFICE FOE THE CONSTRUCT-
I0W OF THE BODY

 ANY DISTORTION IM THIS AREA MAKES IT ESSENTIAL THAT & '
REPATIR SHOULD BE CARRIED QUT ON THE RODY JIG

Hote : A diagnosis method is described in this manual under the heading :
FODY DAMAGE DILGNOEIS.

B - SIRATGHTENING- REBUILDING - CHECEING OnN BODY JIG
For reasons of EAFETY and to ensure that the repalr 1is of good QUALITY,

it iz FORBIDDER

=~ To replace a side member, a front end half assembly or unit, other than
on the bedy jig.

The body jlg ensures that the wehicle i= rebuilt to its original mar—
ufacturing dimensicons and that the front and rear axle components are
correctly positioned.




DESCRIPTIONS OF SYMBOLS
Repair instructions

40

it is FORBIDDEHN -

To apply tension to parts of a wehicle mounted on 4ig brackets without
first anchoring the bodywork to the jig frame by means of at least

twe body sill elamps. These clamps are to be a2 near as possible to
the area where tension i to be applied to prevent the jacking lcads
belng carried on to the  brarckets a5 this could distort them.

I+ 1s also very important, when bodywork has suffersd damage ilnvolving
the replacement of a welded component, to straighten cut the component
to be replaced before removing it so ag to return the bodywork as nsarly
as possible to lts original shape and thus relieve the adjacent ocom-
ponents of the strasses zet up by the distortion (=see MR 501, F 0Cl).




DESCRIPTIONS OF SYMBOLS

Repair instructions 40

C - STRAIGHTENING BOX SECTIONS USIMNG
INERTIA EQUIPMENT

When a body conponent has suffered little
damage and thus deez not require replacement,
aven partial, it can be repaired without

the neceszity for stripping or cleaning itse
internakl face using inertia panel straight-
ening equipment of the "ftud puller" type
{see sheet 10=27 of MR S00%*)

STEATGHTENING METHOD

- Strip back the distorfed area to the
hare metal.

~ Weld the =tuds supplied with the eguip-
ment in place (cepper plated steal).

~ Grip =ach stud with the inertia tool
and return the distorted area as near
as pogelble to ity original shape.

= ut the gtuds off flush with the pan—
elling with wire cutters.

- Grind flush the remalning parts of the
studs,

- Finish the area with zoft sclder and
A torch fitted wiEh a 300 nozzle, or &
hot air unit (6L ).

Nobe : welding the studs to & box section
expozes, loeally, the inside face of the
unit. This is why, after external paint-
ing, a hollow =ection protection product
mast be injected into the inside of the
unit (see paint scotion).




DESCRIPTIONS OF SYMBOLS
Repair instructions 40

I - REPLACING WELLED COMPCRENTE

Dperaticns invelved in replacing welded components, and the lines along which they
are to be cut, are defined to sult production regquirements for the parts to be re-
placed and the following criteria

FOE EXTEENAL BODY PANELS
- The avoidamece of extenzive distortion during butt welding.

- Leaving clearance for panel beating tools and anti-corrosicn protection eguipment.

FOR SUB-~FRAME COMPONENTS AND QUTER PANEL LININGS :

— The ecut lines to be used during the repair of damaged componehis have been determined
to reduce the risk of distorticn of the passenger compartment and the side members
outside the areas te which the mechanical units are secured (a risk arising from
the fact that the areas heated by welding set up thermal distortion stresses}.




DESCRIPTIONS OF SYMBOLS
Repair instructions 40

E = PREOTECTING REPAIRED AREAS

It ig wvery lmportant that the internal and external protection should be re—applied,
effectively, after repair or replacement of a body component, to aveid future problems
and to cbtain a specificaticn that is identical to that of the original components,
thus guarantesing the guality of the repair.

Varigus different types of protecticn are to be uzed, depending on the case

1. Butt welds {A} ar (B)

- before welding : stxip back the in-
ternal and external surfaces arcund
the area ko be welded,

~ after welding : in accessible box
sectlions, protect the weld area with
chrome phosphate primer, applied with
a4 brush followed hy chrome phosphate
aurfacer and finish ooat,

— after painting : in non-aceessible box
gections, inject a hollow section pro-
tection product into the unit.

2. Electrle spot welding (C)

- kafore welding : apply a fillet of
electroplastic mastic (D) between the
parts over the entire Joint area,

= after welding : on areas which have
keen stripped back to the bare metal,
apply & coat of chrome phosphate prim-
2¥ and then a fillet of 297 mastic at
the joint between the parts (B}, ox
Epray a coil of anti-chipping mastic
over the area. :




DESCRIPTIONS OF SYMBOLS
Repair instructions 40

For reasons of gsafety, it is FORBIDDEN
— o oot and butt weld or to heat, to straighten them :

- side members in those areas hetwesn the mechanical unit securling polnts and the
passenger compartment [only the ends of the side menbers, in fromt afF Chese
points, can be replaced by butt welding),

— the body pillars at the =eat belt anchor pointe

- to cut and butt weld any body component and its inner lining along the same line.

offset the joints by a few centimetres so that the thermal stresses set up by
welding are wigely distributed.

e _—

- to braze side members or any other of the body structural components (only external
panelling is to be hrazed at the peolnts laid down in the metheds described in this

section}.

when it is impossibkle to use spot welding, gas envelope welding methods can he applied
fMIG or MaG) =ither in the form of plug welds or flllets (see welding sectien in the
body repalr handbook) -



DESCRIPTIONS OF SYMBOLS

Repair instructions

40

3, Crimped joints and panel Joints

- protect crimped jointa by an exX-
truded fillet of anti-chipping
mastic (E)] cr a strip of sprayed
maztic (see paint section),

- protect the panel joints with a
sprayed strip of anti-chipping
mastic.

4, Bonded panels (F)

— use only structural adhesive e

mastic (adhesiwve mastic type 514,

— this permits one to bond a stiff-
ener to an external panel wWithout
- any geffect on the finlsh,

Frxamples : roof cross members, bothnet
ztlffeners, daor panel to door hody jeints -
(hiefore crimping). 3

5. Protection by spraying anti—-chipping
mastic

This 15 a two pot product (see paint
saction] and is to be used on all areas
priginally protected in thisz way : the
frant end panel, the radiator grille, the
body sills, inside the front wings, fxont
and rear wheel arches, the outer lower
surfaces of the front and rear wings, to
guarantes the guality of the repailr.

,?
ra

A7 TRR

LR TN

BS.803




DESCRIPTIONS OF SYMBOLS

Repair

instructions

40

F - EQUIFMENT AND LITERATURE

The panels can be cut at various polntz Jde-
pending on the size of the part to he re-
placed.

They can be cut with
- hand znips, a pneumatic or hand hack =aw
OF a pneumatic nibkbler.

¥ou will find all the necessary information
on this eguipment in MR 5Q0%** gaction 10.

lertaln sperations described on the following
rages invelve the use of neutral gas envelope
welding equipment (MIG or MAGH. We shall remind
you of certain of the main features of this
method {(for more details on adjusting the
aequipment, see the booklet entitled "Bedywork
checking and adjustment data')] :

- ¥We recommend that
-~ a few tests should be carried out before
starting welding on sheet steel off- cuts
of the same thickness to aktaln the correct
adjustment, _
- that a gas consisting of argon + 15% COZ2
should be used for the MAG operation.

- Using gas envelope welding equipment permits
one, amongst other things, partially to re—
place components impossible, up to the present,
unless one could gailn access to the area to
eliminate distortion caused by welding. This
"atraightening" or "planishing" that is essent-—
ial when oxyacetylenes butt welds are made,
iz not necessary with this method.
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DETERMINING THE EXTENT OF THE DAMAGE
Objet and methods

40

WHAT IS5 ACHIEVED BY THE DLAGHNOEIES
Efficient diagnosis permits ane :

~ to estimate, quickly, the approximate cost of boedy repalrs,

-~ to inform the customer of the length of time his wvehicle is going to be offf the
road for repair, )

- to provide guidance in the work teo be carried out,

— to determine the number of heours aso that the body shop work load can bhe efficiently
prianlsed.

THE USCERS COF BODY DAMAGE DIAGHNOSIS SYSTEMS:

- The recepticnist - Tha shop foreman or section leader
— The estimater - The perscon responsikle for buying in
— The operator used cars

PERSONS CONCERWEDR

~ Ipdgurance lnspectors — The custocher

HOW TQ DIAGHNOSE DAMAGE EFFICIENTLY

There are 3 ways, depending on the degroe of accuracy required :

1 - VISUAL INSPECTION
Z ="CHECEKING WITH A TRAMMEL GAUGE {Car.759-02) _
3 - CHECKING THE AXLE GEOMETRY (sSee the mechanical workshop manual)

Note : The areas to he inspected, wvisually, for aub-frame distorticn are described
as part of the rebuilding operatlon descriptions in =ach section.




DETERMINING THE EXTENT OF THE DAMAGE
Trammel gauge check - Front end collision

40

Checking tho side menkers
{loppares the aiagonals

1a = 7R

1o = 20

IE there is any dilference, the wvehicles is to be nlaced on the baody Jjig.

If there is no dillerence, compare the niaqgonals

EF = AR

Lf there is any differencs, the engine ¢radle must be replaced bob it is not necess—

ary bto place the wehicle on the hody jig.

Any distorlicn in khis
arca makes repailr
rEsenbial

|
oa—

1A 4
1L

points (1] and (2]

28
2C

88524

points 0 oand C




DETERMINING THE EXTENT OF THE DAMAGE
Trammel gauge check - Rear end collision

40

Comparn thoe diagoenals

Bl = B2

ED o= Bd

— If any difference is noted during the check, the vehicle will have to he placed on
the bhody jic.

Compare the diagonals

1l -5=2 -n8

- If ony Aiffevence is noted it is not necessary to place thoa wehicle on the body jig.

- But the axle gecmetry mizt he shecked.

hny distortion in
this area makes

ropgir essential
[2)
u oo

7

CHECETIMG THT DIAGORALS ]l = E2




DETERMINING THE EXTENT OF THE DAMAGE
Trammel gauge check - Rear end collision

40

DIAGNOEIS

BEE -
CHECKING THE DIAGONALS A3 = B4

The rear ends of the zide members are checked by comparing diagonals 1 - 5

fl

ha
[

i

1
k3
I
o

CHECEINGS THE DIASONALES 1 - &



DETERMINING THE EXTENT OF THE DAMAGE
Sub-frame dimensions
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BODY JIG
Using the body jig 40

MNote : for ;- a description of the body jig,

the positions of the wvaricus holes,
converting 01d body jigs to the modular system,
anchoring and jacking svatemns,

EEE MR 01 hodywerk section, section F OCL

SETTING UF THE BODY JIG FOR USE

Tmportant note

Before any checking, straightening or rebuilding operations on a vehicle mounted an
its body jig, the Jig itself must be set up without twist.

1. PREFPARATION

- FPlace the jiqg brackets required for the repair to ke carried ocut on the jig.
= Place the wvehicle on the jig brackets, only the mechanical units around the
area to be repaired need to he removed.

- Flt the anchor clamps.

g4 32441

2. STRAIGHTENING THE BODY JIG

Place a straight-edge (1) on the front end of the machined part of the jig.
Turn the screw {V) fto bring the splrit level bubble betwesen the two marka.

Take the straight-edge te the rear machined area on the jlg bench, leaving the
stralght—edge 1in the same pozition (with the adjusting screw V on the same side
of the jig).

Ivosen the lock nut (1), on the rear wheel., This can be adiusted by inserting a
tommy bar at {L).

Turn the wheel flange (&) to bring the spirit level bhetween the two marks.
Recheck the cother end and repeat these operaticns as described above 1f necessary.
When the jig is lewvel, tighten lock nut {(H).

Before using floor anchor points bring down the sorew Jacks (P) to take the load.



BODY JIG
Using the body jig

40

Special adlustments to be carried out on body jig MUr 7 R.C,

Ll

Body Jig MUF 7 R.C. i=s levelled in the same way and with the same satraight-sdge
as jig MUF & R.C., by turning the adjustable foot, no matter what working pos-
ition is to be used.

EEPATR OPERATIONS

- Sgoure the anchor clamps to the body s111s.

- Carry out the actual repair by straightening the distorted area.

- If the jig brackets are used, a permanent check is maintalned. _

= The body 1= rebuilt to the correct dimensions by positioning the components
replaced cn the jig krackets. '



BODY JIG
Jig brackets car. 1028 40

2le?

Jig brackets Car. 1028 are designed to be used with the modular system and fit on
the RENAULT - CELETTE MUF & R.C. or MUF 7 R.C. body tigx, egquipped with CELETTE
modular crosa memnbers.

They can alsc be used on BLACKHAWK body jigs with modulay cross tiembers.

For the method of using these jig brackets on other body jigs, see MR 501, bodywork
section - section F O0Ql.




BODY JIG

Setting up the modular cross members

40

to holes a and a',
the .jig-
- The Centre cross membek

te the modular holes on
space L5.

~ The Centre cross member
to the modular haoles on
space 24.

apace 3l.

and £ on

The Front cross members (A are secured
d and a4t

(MY i= secured
either aide of

(M1} iz secured
either side of

The Rear cross nember (R} is secured £o
the madular holes on elther side of
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BODY JIG
Positioning the jig brackets and checking dimensions

40
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BODY JIG
Using the jig brackets 40

To make repalr operations easier, we have designed jig brackets that permit one to

place a vehicle on the jig without remaving the FRONT or REAR mechanical units unless
they are in the area to be repaired.

These Jjig brackets are designed to it over the FRONT and REAR mechanical unit secur-
lng bolt heads or nuts, when the mechanical units are left in position and, further-

mere, locate on the datum peints that determined the original gecmetry, when the
mechanlcal units are remaved.,

They can be uged :

1. on CELETTE or REMEAILT-CELETTE MUF & R.C. and MUF 7 R.C. body jigs eguipped with
CELETTE modular cross members,

2. on BLACKHAWK jigs, with modular heole positicns, equipped with BLACKHAWK modular
cross members,

JIG BEACKET Mo, L

"

— When repairing front eollisicn damage : with the mechanical units removed, this
determines the position of the front end cross member, with the spacers in position.

— When repairing rear collisicn damage : this can be used with the mechanical units in
position and the spacers (&) remcved. They assist in aligning the vehicle on the
jig. In this case the front bumper shield must be removed.

= ©n the CELETTE modular system, this -~ On the BLACKHAWE modular system, this
support is secured to the end of the support i= secured o holes 3 apd 4 in
front ¢ross memxbers at space no. 1 the front cross membey pasitioned at

the BLACKHAWE modular heolez 1A and 24,
|



JIG BENCH
Using the jig brackets

40

JIG BRACKET No. 2

This is used ¢nly fobr repairing front end cellision damage with the mechanical units
removed : it correctly locates the shock absorber turrct when replacing a cowl side
assembly f{operation covered in the front end collisien secticn) .

Note : when straightening a cowl side, the upper part can be lowered by removing the
pirn.
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- On the CELETTE modular system, it i3 - n the BLACKHAWE moduolar system, ik 15
gecured by 4 bholts to the front cross secured to holes L and & on the front
memher extension, at space &, cross member, which is pogiticned at

modular holes no=. 70 and 2a.

JIG BRACKET HNo. 3
- when repairing front collision damege : depending on the extent of the damage, with

its spacers fitted, it permits one to align the vehicle on the jig or to position the

aide member [0r Ffront end unit}. .
- When repairing rear collision damage : it 1s used with the mechanical units in pos-
ition and the spacers removed, to align the vehic¢le on the Jig.

- n the CELETTE modular system, - On the BLACKEBAWKE modular system this
this support is sec¥ed to the support  1s secured to holes 3 and 4
front cross menmbars at space no. in the front croass member, positioned

2 at BLACKHAWE modular holes 9A and LOA.




JIG BENCH
Using the jig brackets 40

JIG BRACKET No. 4

- When repairing front oollision damage : deperdihyg on the cxtent of the damage, this

iz used to align the wvehicle on the jig ocr te pesition a side membher (or a Front
end unitkl.

= When repairing rear ¢ellision damage : it helps toe align the wvehielo on the jig and
supoort tts weight.

[
— On the CELETTE moedular svstem, it is - Cn the RBLACKHAWE modular sy=tem it is
secured to orass menber Space no. 1, secured to holes 3 and 4 in the cross
positicned at space no. 15 on the jig. member, oositioned a2t holos 158 and 164

on theo jig.
JIL BRACKET Na. &
-~ When repairing front collision damage it aligns the wehicle on the 3ig without ro-
moving the rear mechanical units.
- When repairing rear ¢oollisicn dasage : depending on the cxtont of the damane, it

aligns the wvehicle on the Jig or wositions the side meuber (or the rear end unit) .

-

m-ﬁv CICI
- Un the CELETTE modular syston it is - {n the RBITACKHAWE modular systewm it is
sorured to space no. 6 on the cross secured to holes 5 and 6 In the cross
nember positioned at space no. 24 on merbor nositioned ab maodular holes 248
tha Jig and A58 om bhe 379



JIG BENCH
Using the jig brackets

40

JI5 BRACKET No. ©

- When repairing front collision dawage : it assists in aligning the wvehicle on the
jig. Fitting it involves removing the exhaust (and the additional fuel tank an
gports versions) .

- When repairing rear collision damage : 1t positicns the side member (or rear end
unit} .

HAIA

é,at-h;;y.;-;..ﬁq%:-w-' S

N——- niﬁl‘ﬂ“’i&

- 0On the CELETTE modular system it is - On the BLACKHAWK modular system it is
secured to space no. > on the rear crozs secured to holes 4 and &5 in the cross
memher positioned at space no. 31 on the memher positioned at holes 314 and 322

jig. on the jig.
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FRONT AND COLLISION

Description of parts

UPPEER STRUCTURE

1l - cowl side panel

2 - zimplified cowl =2ide assepmbly

31 - bonnet
4 - door

rillar lining

5 - front wing

& — cowl side to shock aksorber turret. connection

T - complete cowl side

E - headlight support panel

4 — upper crass neilber

i, —t

AR

T




FRONT AND COLLISION
Description of parts

42

LOWER STROCTURE

- side menker closing panel
- zide menmber front section
gide cross member

- pomplete side member

- lowar cross memher

e R
|




FRONT AND COLLISION
Replacing a bumper shield

42

Eemaving

= Remove the four bumper shield securing
bolts.

Etripping

- Take off the two zide brackets and
the two lower Lhrackets.

Refitting

Carry out the removing cperations
in reverse.




FRONT AND COLLISION
Replacing a headlight

42

Eemcving

— Pull the ring on the direction indicator
seCuring spring tao remove the directicn

ilndicator.

- Remove the four headlight securing screws.

Note : The beamr-unit cannet e dismantled.
Ontly the bulbs can be re-used, if in good
condition.

BE532




FRONT AND COLLISION
Replacing the radiator grille

42

Remawving

- Open the bonnet.

- Remove the upper Securlng sorews using a
cranked torx T wrench.

- gnelip the twe lower fastenings.




FRONT AND COLLISION
Repairing the bonnet

42

~ Carry out paint segquence No. & (See "Painting" sectiond.

— After painting, apply the hollow section protective treatment to the inside
face of the area which has boen repaired.




FRONT AND COLLISION
Replacing the bonnet

42

Removing

— Drill out the head of the rivef which
secures the bonnet retaining cable te
the headlight support panel, with a & mm
drill.

- Eemove the four bonnet securing bolts.

Stripping

- Take off : the prop,
the retaining cable,
the prop ¢lip.

Refitting

- Fit the accessories removed from the old bonnet to the new bonnet,
fit the bonnet and screw up the securing boalts without tightening the.

— Bacure the retaining cable to the headlight support panel.

Adiusting

= The clearance=s around the bonnet are
adjusted at the four hinge securing
bholts.

- Itas height is adjusted
- at the front by shims= between the
hinges and the bonnet,
- at the rear, at the clearances on the
2 lock aseguring bolts.

Note @ Under no circumstances are the clearances round the bonnet to ke
adjusted at the lock. The lock adjustment is only for re-aligning the
iock with its striker after the bonnet has heen correctly adjusted at
the hinges.




FRONT AND COLLISION
Repairing a wing
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— Carry out paint seqguence No. 5 (See "Painting" section]

farg of fhe repalred area.

— After painting, apply hollow section protective treatment to the

inside




FRONT AND COLLISION
Replacing a wing

Bemowvinog

shield

42

— Support the vehicle on axle stands and remowve
{see corresponding section)

-
-

the wheel and the bumper

|Il .I .'-II
' l'lll __.-:-:"\- .'I. 7
Hﬂn'r..-.-- ol |
i |||I

2, !
| 111 -'ﬁ:‘- ! I|
| || I I“IIIIIII'IH o ,-'{n R |
_—"-.:F"';IT f D .I.-' -'||| I
| S R L
- Remove the sccuring bolts aon the front
door pillar and on the hody sill.

— Drill out the rivets securing the wing
to the wheel arch with a2 € mm @ drill.
Hote : If the wing is to be re-used

froem the wheel arch with a flame torch or a hot ailr gun.

itz upper edge will have to be freed



FRONT AND COLLISION
Replacing a wing
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PRIMNTING

Carry cut paint segquence MWo. 1 (Sec "Painting" section).

Note : We recommend that the wing should he refitted to the vehicle before
its external zurface is palinted.




FRONT AND COLLISION
Cowl side panel

42

STRIPPING
Eemove
- the bkonnet, - thng radiator grille,
- the headlight, - the bumper shield,
- the direction indicatar, — the wing.

Note : For more detalls on removing the various parts, see the section
dealing with the part in guestion.




FRONT AND COLLISION
Cowl side panel

42

CUTTING = JOINT SEPARATION

_—ﬂ'\_r .-"3 .-.--.-- -...m"\-\.
a2 : o PN T
S A

= Eemowve the damaged part by following
the methods represented by the above

symbols.

- Grind back the pieces of spot weld
adhoring ta the support panels.

FPEEFPAFATION PRIOR TO WELDING

— 3trip back, to the barce metal, the inner and
the areas to be welded. {(Both on the wshicie

— Apply a ceoat of electroplastic mastic to the
[see description of symbols at the heginning

ol .

cutelr facez of all
and on the new parts).

areas Lo be zpot welded
of this section).

— Adjust the new part and gecure it with grip clamps.

WELDING

— aApply the spot welds. The corresponding
values of {(e] and (H) are given under
each drawing.

— x _ |
«* L f:fqﬂﬂ R

o e B

¢ 2=-14mm; H=55 mm

@ e=22mm:' H- % mm




FRONT AND COLLISION
Cowl side panel
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PATNT ING

68556-1
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FRONT AND COLLISION
Headlight support panel - Part of upper cross member

42

ETREIFPING
Rerowa :
— the bonnet, — the raditor grille,
- the headlight, - the bumper shield,
- the direction indigataor, - the wing.

Hote : for mere detalls on remowving the various parts, see the secticn
that deals with the part in question.




FRONT AND COLLISION
Headlight support panel - Part of upper cross member

42

CUPTING = JOINT SEPARAT ION

- Remove the damaged part by following the metheds represented by
the above symbols (see description of symhols at the beglnning of

this section).

~ gGrind back the pieces of spot weld adhering to the support panels.

PREPARATION PRIOR 1O WELDING

- Cut, from the new part, a length approi-
imately 30 mm largex than the part cut

ot on the wehicle. |

| e Ly ’:—.(3;1
| f . |—;r -,_MH.H- - -./f.




FRONT AND COLLISION
Headlight support panel - Part of upper cross member

42

Fittling frame 4ig : Car.1027

Doints L=B-C-D-E arc the jig locating points on the wehicle. Before Filting it
ensure, with the trammel gauges, that these points are correctly pusitioped+
When one of the voints & or B cannct he used as a jig location (as iz tae Case
for this cperation] use securing peints G-J or F-=H, Aenending on the side,

instead.

Foints F-G-H-J are the securing and
locating points for the parts Lelng
replaced.




Headlight support panel - Part of upper cross member

FRONT AND COLLISION

42

Fit the new part zo that 1L overlaps the

origindal part, on Lhe vehicle, anc socure

it with grip clamps.

Zaw throagh bolh thicknessos of motal s=im-

clianecsusly o make adjusting tae joint
CAGIOY.

Sbrip back, to the bare metal, the inner
and cuter faces of all the areas to be
welded., fBoitth an Lhe wehicle and on the
new part) .

Apoly a ceat of electroplasLic mastic to

the areas to be spot welded {ser descrip-

tior of symbels at the beginning of this

ST ezcticon] .
I." )
I;;EFE'
1 1

. o

WELTI T

Mackx the butt welds Lo secure them in
place.

tpply the spot welds. The correspondlng
values of {e] and (H] crc glven under
rach drawing.

Aoply Lhe stitched filleis using the gas
envelope wolding process. [Thesec joints
may alzo be gas welded using a 73 to 140
noszle] .,

Srind flush the bButt welds and £ill them
with soft solder.

N =

[#] :

g-22mm; H -5 mm
e~ 14dmm: H- 52 mm

"

.-".._:F.n:"'x
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FRONT AND COLLISION
Headlight support panel - Part of upper cross member

FAINTING

A

o i) S &




COWL SIDE PANEL - HEADLIGHT SUPPORT PANEL
Part of upper cross member

42

= TRIFPP TG
Remoye
= The honnet, = the direction indicateor,
— the radiataor grille, - the humper shield,
- the headlignt, ~ the wing.

Nate @ For more detslls on removing the various parts, zees the sectivn
that deals with the part in guestion.




COWL SIDE PANEL - HEADLIGHT SUPPORT PANEL
Part of upper cross member 42

CIITTING = JOINT SEFARATION

i 1) L f___ixf:\
o s S0 | =
| F 'fq_mf |ff JL LME_

- Remowvo the damaged part by following the methods reprezsented
by the above symbols (sec the descriptien of the symbels).

- Grind back the pieées ocf spot weld adhering to the support panels.

-PREPARATION PEIOE TO WELDING

~ Cut a length from the new part approx-
imately 20 min larger than that cut out on
the vehicle.

A

- Y . "
Sy =
e




COWL SIDE PANEL - HEADLIGHT SUPPORT PANEL
Part of upper cross member

42

Fitting frame jic : Car. 1027

reints A-=2-C-0-E are the Jjig locating polnts on the wehicle., Before fitting it
ensure, with the trammel gauge, that these points are corrcctly positioned.

When one <f the points A or B cannot be used as a jig lecatieon (as is the case
for this gperatlon)

1n=taad,

use seguring points G-J vr F-H, depending on the side,

Points F=G-=I=J are the securing and
locating peoints for the parts being
replaced.




COWL SIDE PANEL - HEADLIGHT SUPPORT PANEL
Part of upper cross member

42

- Fit the new part so thal it overlaps the
original part, on the wvehicle and segure
it with grip clamps.

- Saw through both thickness of mwetal sim-
nltanesusly to make adjusting the joint
=agler,

- Strip back, to the kare metal, the inncor
and outer faces of 41l tne areas o be
welded. (Poth on the wehicle and on the
now parts).

- Apply a coat of electroplastic mestic to
the areas to he spot welded [see descrin—
tion of symkols at Lhe begirning <f this
soction) .

-~ =,
I." )
-l

WELDING

- Tack weld a4ll Lhe bult joints £ secuke
Fhem in place.

— Apply the sopot welds. The corresponding
values of (o) arnd (H) arc given uander
each drawing.

— Apply the stitched fi1llets using the gas
envelope welding progfess. (1hese joints
may alsc he gas welded using a 75 to 100
nozzle).

« Grind flush the spot weolds and fill them
with soft sclder.

l' u,
o
I- Y
" VAN
I A
* 1; f ufj (#:ea - 2.2 mm: H =50 mm
il —— Kf{,ﬁf e e -1Amm; H-55mm

BUars. ¥




COWL SIDE PANEL - HEADLIGHT SUPPORT PANEL
Part of upper cross member

42

EATNL ING

' '—' ol /j 2 v
L ~ _I_lj g _J_"-:f'; <_l 1 _—W B .

- Carry oub paint scquence No. & {see "Fainting" secticn).

e

88557-2

5§538-3




SIMPLIFIED COWL SIDE ASSEMBLY
Part of upper and lower cross member 42

DaMAGE DIACNOSIS

The side membker closing pane) has an aper-
ture at one end which acts as a “"crumple
point”.

If the damage does not extend past this
reint, the end of the side menber can

ke replaced (the osperation is de=scribed
in the next sub-secticn]) ar straightened
and its ¢losing panel reolaced, as iz
the case for this operation.

Thiz operation can be carried out without the bordy Jjig, however it i=s very
important to gheck that the engine cradle is sguare and, if it is not, to
use & new cradie to align the end of the side mermber and to adjust the
pozsikian of the cross member.

STRIFEPING
Bemove :
- the bonnet, - the radlator grille,
— the headlight, - the bumper shield,
— the directisn indicator, - the wing.

_ Note : For more details on removing the variocus parts, see the section that
dzals with the part in question.



SIMPLIFIED COWL SIDE ASSEMBLY
Part of upper and lower cross member

SIITTING — JOINT SEPARATION

- Ramove the damaged part by following the
methods represented by the abowve symhols
{sea description of symbals}).

- Grind back the pieces of spot weld adher-
ing to the support panels.

h
r ] “-.
P ‘b ’

88457



SIMPLIFIED COWL SIDE ASSEMBLY
Parts of upper and lower cross members

PREPARATION PRIOR TO WELLING

- Cut a plece, from the new part, approximately 50 me largoer than that cut
cut on the wohicle.,

s f"l J\' .'f T E‘.
S =
- , R

Fitking the front end Frame qig

Points A-B-C-D-F are the jig locating points on the vehiclo. Before fitting
it ensure, with the trammel gauge, that these points are correctly positioned.

When one of the polnts & or B cannot bo used as a Jjig location {as is the
case for thi= cperation) use seCuring points G-J or F=H, depending on the ide,
instead.




SIMPLIFIED COWL SIDE ASSEMBLY
Parts of upper and lower cross members

42

Points F-G-H-J 4re the securing and
locating points for the parts being
replaced.

- Fit the new part so that Lt overlaps the
original part on the wvehicle and secure
it with grip clamps.

— Saw through both thicknesses of metal sim-
ultanecusly to make adjusting the joint
cagier.

- 8trip back, to the bare metal, the loner
and cuter faces of all the areas to be
walded. (Both on the wehicle and on the
new parts).

- Apply a coat of electroplastic mastic to
the areas to be spot welded (see descrip-
tion of symbela at the beginning of this
=ection}.




SIMPLIFIED COWL SIDE ASSEMBLY

Parts of upper and lower cross members 42

WELDING

@ :e—2.2mm; H- 50 mm
e :e—T,4mm; H- 55 mm

.’bﬁ%§%? D: 5Smm

o
., xi.

- Tack weld the butt joints to secure them
in place,

- Apply the spot woelds. The corresponding
values of {c} and [H) are given under
cach drawing.

- Apply tho stitched fillets using the gas
cnvelope welding process. (These joints
may also be gas waelded using a 75 ta 100
nozzle) .

- Apply the plug welds= using the gas envel-
ope welding process. To do thiz, drill
holes in the top panel to the diameter D
stated under the drawings.

- & . . .
-ll _-. l"/ .l__.:,:r.{%"‘,l ’ PH;E. a = 2'2 mm

B0 mm

I
I



SIMPLIFIED COWL SIDE ASSEMBLY
Parts of upper and lower cross members

PLINTING
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Carry out paint segquence MNo. 5 [ses "Painting' section).

After painting apply hollow secticn orobecllon treatment.

__“‘*T
88557 -3 M-

T " BB556-4




PART OF SIDE MEMBER
Additional to above operation 42
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DAMAGE LIAGNOSIS

Tne zide mewker closing panel has an
aperture at ¢one end which acts as a
"crumple point™. If the damarge does
not extend past this point, the end of
the side member can he replaced.

This ¢peration can be carried cut witheut
the hody Jjig., However it iz wvery important
te check that the englne cradle is square
and, if 1t is neot, to use a new cradle to
align the end of the zgide member and to
adjust the position ofF the cross member.

BR424

The side member zan be cut at a nunber of ALfferent pointes, when
martially replacing it. The operation described on the following
pages uses the cul line which is the farthesk back. Past this
poinlk the entirce zice merber will have to he replaced, an the bhody
11g.

STEIPPING

Thi= is identical to the previous operation described.

C'UTTING — JOINT SEPARATION
- Remowve the uwpper section
= the simplified cowl side asgembly,
— parts of the upper and lower cross mamhers,
by following the instructions given in the preceeding sub-section.

— Remove the end of the side member as shown in the diagraws cverleaf
(see description of =yvmbols).



PART OF SIDE MEMBER
Additional to above operation 42

- Remove the damaged part by following the
methoeds represented by the akbove symbals
(gee doscription of symbols).

- Grind kback the pieces of gspot weld adher-
ing 2 the suppert panels.

- Cut a4 plece from the hew part approx-
imately 50 mm larger than that cut out
ol the vehigle.




PART OF SIDE MEMBER
Additional to above operation 42

- Fit the new engine cradle and lower
Cross member.

- Fit the new part so that it overlaps
the original part on the wehicle and
secure 1t in place with grip clamps.

- Saw through both thickness of metal
simultanecusly to make adjusting the
joint easier.

PREPARATION PRICE TDO WELDIMG

- Gtrip back, to the bare metal, the
inner and ocuter facea of all the areas
to be welded. (Both on the vehicle and
on the new partsh.

— Ajust the new part and secure it in
place with grip clamps-

WELDIMNG

- Tack weld all the butt Joints to securs
them in place.

- Apply the spot welds. The corresponding
values of (e) and. [(H) are given under
s2ach drawing.

- Apply the stitched fillets using the gas
envelope welding process. [(These joints
may also be gas welded using a 75 ko 100
nozzle) .

- 3rind Flush the butt welds and £ill them
with soft solder.

aB512 -1

RVAR e NI




PART OF SIDE MEMBER
Additional to above operation
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ANTI-CORRO510Y PROTECTICN

§8528-4

After painting, and bhefore refitting the other components, apply hollow

section protective Creatment.




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER

Upper and lower cross members

42

DAMAGE DTACNOSLE

e zide mermber closinc penel has an aperturc at one end which acts as

a "crunple point'. Dependindg

on the axient of the damage past this point,

either the ernd of the side member can be replaced or the entirc side

merber dsing the hady iig.

BE424

Distorticn in =Eection &.

SEE14 2 \"S g

Distorticon in section B : replace
o distartion in section B : replace the complete side momber.
51de membeor fronl secticn.

STEIFPEING

support the wekicle on axle stands and remave

- the
- — the
— Lhe
- the
- the

- the

bonnet,
radiatoyr grille,
headlights,
burpecr szhield,
wings,

power unit assembly {see mechanical workshop

the

manuall




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE
Upper and lower cross members

MEMBER

42

STRIFPFING

Hote

Remove

- the baonnet, = the radiator grille,

- the headlight, - the bumper shield,

= the direction indicator, - the wing.

For more details on removing the varilous parts=, sce the socticon
that deals with the part in guestion.

Wl gt

AVL TTIRRTTTRAR




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER
Upper and lower cross members 42

FITTING TIIE JIG BRACEETSE T TRE DRODY JIG

rront section

gl
=

:_!_".‘:\._-::_:;_-_-: s

AR198-4




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER
Upper and lower cross members

42

Lear sectlon
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FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER

Upper and lower cross members 42

CUMITHG — JOINT SERFARATICON

Bga24
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— Remove the damaged part by following thne methods repreozented
by the abhove symbals (see descriotion of =symhals).

- Grinc back the pieces of spot weld adhering to the support
panels,



FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER
Upper and lower cross members
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- Remove tne remaining piece of the side
Mestlza1 .

[ Y

Bgsil:-2

FREELEAITION PRICE TO WELDING

>
3 lh
uﬂ K

- Free the rear part of the zide member from the front half section.



FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER

Upper and lower cross members 42

Fit the jig brackets to the wvery [ront of
the body jig.

Strip back, Lo the kare metal, the inner
and outer face=z of all the areas to be
weldaed., {(Both on the vehicle and on the
new oarts).

Arply & coat of electroplastic mastic to
the areas to be spot welded [(see descrip-
ticm of aymbols at the beginning of this
sectiaf} .

Apply 2inc paint to the area to be plug
wilded.

Adjust the new part and secure it with
grip clamps.

Fitting the fvont and frame jig :

Points B-B—C-D-T are the jlg logating points on the wehloie. Eefore
fitting it ensure, with the trammel gauge, tnat these polnts are
correctly positioned.

when onc of the puints A or B cannot he ucsed as a Jjig locatlon {as

is the caze For this operation) usc securling points G-J oF F-E,
depending on the side, Instead.




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER
Upper and lower cross members

42

Foints F-G-H-5 are the securing and

lecating points for the parts bkeing
replaced.

HR423.-Z

®




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER
Upper and lower cross members

42

e=14mm: H= 55 mm




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER
Upper and lower cross members

42

s e=14dmm: H=55mm
me—-22mm; H=50mm

#4241

- hpply the spot welds. The corresponding walues of {e) and [(H) are
given under each drawing.

- Apply the stitched fillets using the gas cnvelope welding process.
(These joints may also be gas weldec using a 75 to 100 nezzie).

— Apply the plug welds using the gas envelope process. To do so drill
holos in the upper panel to the diameter shown under the drawings.




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER
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PATHNTTING

88339 2

g -Ll'r '.__- F_ it ¥ _,.'I -.___1! [ |_,-': . [ ﬁ!._ ¥ .;I
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— Carry oot paint seguence Ho. 5 (see "Painting" section).

BE336-4

After pailnting, but before fitting the cther COmpanents,
apply hollow section protective treatment.

_ L R d




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER
Upper and lower cross members

42

additional ba above operation

CAMAGE DIAGHOSLE

The sice membher closing panel has an aperture at one end which acts
as a "crample point". Depencing on how far the damage extends past

thiz point, either the front end of the side rember can be replaced
or Lhe complete side member, using the hody jig.

33428

Distorticn in sectiocn L.
Mo distortion in section B : replacc the
gido member front sectiomn.

STRIFPPING

Support the wehicle cn axle stands and
remove

-~ the bonnet,

- the radiatocr arille,

- the headlights,

- the bumper shield,

- e wings,

- the power unit assembly {see
mechanical weorkshop manual) .

g8514.2

Diztortion in section B : replace the
complete side member.

- the
- the
- the
- the
- the

ffmnt seat on the =side concerned,
rear =seat cushison,

zide trim on the side concerned.
centre conscle,

floor covoring.




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER
Upper and lower cross members
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STEIPPING

N be

+
-

Hemove

- the bonnet, — the radiator grille,
- the headlight, = the bumper shield,

— the Zirection indleator, - the wing.

For more delalls on remeving the wvarious parts, sec the seckion
that deals with the part in guestion.




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE
Upper and lower cross members

MEMBER
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FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER
Upper and lower cross members
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Z1TTING THE JXG RBRACKETS TC TIIR RBODY JIG

Front secticn

BLI8E-4




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER

Upper and lower cross members 42

Hear section

HA1RE-4




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER
Upper and lower cross members
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CUTTING - JOINT SEPARATION

~ Remove all the cowl side parts and the cross members by following
the instructionsz given in the previous sub-section.

- Rewcving the underfloor side menber :

Remowve the damaged part by following
the methods represented by the above
gynbols {(see description of svmbols).

Grind back the pieces of spot weld
adhering to the support panels.

FEPREPATTION PRICH TS WELDRING

Strip back, to the bare metal, the innerx
and cuter facesg of all the area=s o be
walded. [(Both on the vehicle and cn the
new parts).

Coat the parts to be plug welded with
zinc paint.

Adjust the new part and secure it with grip
clanps.

Tit the front end frame jig.




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER
Upper and lower cross members
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WET, DI NG

— Weld the oowl side parts and che ¢ross members in ntace by following
the instructions given in the previcus sub-section.

- Welding the underfloor side membor in placeo.

- Apply a numbcr oI plug welds, side Dy
side, in a -piral pattern.

L™, A
S

885141




FRONT HALF SECTION WITHOUT UNDERFLOOR SIDE MEMBER
Upper and lower cross members
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FPAINT IMNG

- Carry culk paint scguence MNo. 5 [see "Painting" section).

~ afler painting, apply hollow section proetective treatment.




SIDE COLLISION
Description of parts

] - windscreen frame 5 = door pillar lining
Z - guarter panel lining ¥ - body sill
3 ~ complete door g2 — front door
4 = door panel 9 = door frame cover
S — wneelarch 10- upper body side
1 2 3

F LT T T L Lt T Lt




SIDE COLLISION

Door latch mechanisms

— Removing the latch mechanism,

- Remowve the door handle. fastening and
take 1t out as shown,

\\ [

88599-1

- Remove the handle asz shown.

- Disconnect the lock connector.

- Unglip the links from the lock.

- Remove the lock fastenings and take
out the lock through the aperture in
the door. ) '

HNOTE;

— The handle can be removed with the
trim still in place. :

= The door latch is adjusted at the
gstriker plate, using a "torx" type
screwdriver.,




Door

SIDE COLLISION
latch mechanisms

- Remowe the trim.

i H1iH

=

the rear wview mirror
control vrim,

~ the upper trim strip,
- the map pocket.

- BeEmove: -

it ] .
I.l-ll'k"- . ———" o 1
'

~ 88597

= the geopr handle bezegl and
the map pocket atiffener,

= Removea;

-~ Remove the trim with tool Facem D115,

- Remove the handle and the wvinyl
sealing sheet,



SIDE COLLISION

Door

lock barrels

43

- Remove the trim.

S

St

=
=

- hRamowve ;

— the rear view mirrory control

trim,
- the upper trim strip,
- the map pockest,

~ Remove: = the door handle bhezel and

the map pocket stiffener,

SR LY

it

- Remove the trim, using tool Faccom DL15,

- Remove the handle and the vinyl
sealing sheet.



SIDE COLLISION
Door lock barrels

43

~ Unclip Iink (R) at <lip (B}, on the
lock,

- Remowe 1ink (00,

- Take out the lock haryel from the
cutside of the door.




SIDE COLLISION
Door windows and window-winders 43

DOORS WITH ELECTRIC WINDERS

- Femowve the trim,

- Remove: - the rear view mixrror controcl = Remove the Lrim using tool Facom D115,
trim,
- the upper trin atrip,
- the map pocket.

- Remove: the door handle hezel and the - Remove the door handle and the vinyl
map pocket stiffener. sealing panel,




SIDE COLLISION

Door windows and window-winders

43

- Remowing the rear view mirror,

485

- Remove the rear view mirror control
support fastenings,

- Removing the window,

Wwind down the window.

Remove the lower part of the innexr
wiper strip.

warning: this part has a metal frame-
work which 1s very fragile,

88552

- Remove the rear view mirror control

fastenings,
- Remove the mirror securing screw.

- Remove: - the upper part of the inner

wiper strip,
- the ocuter wiper strip.
Take the came precautions as above.




SIDE COLLISION

Door windows and window-winders

43

- Pogltion the window so that the

window suppert RH securing screw 1s
in line with hole (1)

- Remove the 2 window support zecuring
sCrews,

- Lower the window=winder mechaplsh
- and take oot the windeoew from outside
the door.

- Removing the window-winder
mechanism,

- Diaconnect the connector fxrom the
motor,

~ Remove the window-winder pillar
fastenings {(rivets).

- Remove the motor fastenings {(nuts).

~ Take out the mechanism through
aperture (2] in the door.

OGRS EQUIPEED WYXTH MAMNUIAL WINDOW-
WINDERS

ap5a2 5

- Remove: — the map pocket.,
- the window-winder handle
using tocl Facom D115,

- Bemove the door handle bezel and the
map pocket stiffener.




SIDE COLLISION

Door windows and window-winders 43

- Remove the trim, using tool Facom
D115,

= Remove the handle as shown.

- Remove the vinyl sealing sheet and
the cover from the rear view mirror
fastenings.

- Wind deown the window.

- Remowve the inner wiper strip,
starting at the bottom end,

- Take care when removing the wiper.,
It has a metal centre which is wvery
fragile.

- Continue the operation from the other
end, finishing at the lower rear
COINEY .

- Remove the rear wview mirror,

— Remove the outer wiper strip, taking
the same precautions as ahove.



SIDE COLLISION

Door windows and window-winders

43

- Fosition the window so that the
window support RH securing screw L1s
in line with hole {1}

- REemove the 2 window support securing
SOrews.,

- Lower the window~winder mechanism
arnd take out the window from outsElde
the door.

- Remove the window-winder pillar
fastenings (riwvets),

- Remove the windew-winder gear
securing rivet.

- Take out the mechanism through the
aperture in the door.

- If the window support 1s to be
replaced, the new one is to be
fitted in tha position shown abowve,




SIDE COLLISION
Replacing the windscreen

43

PRODUCTS REQUIRED
FIT: {avallable from the Partc Department) Part Nes, 7701 202 273
7 ~ Cartridge of GURIT MASTIC Ref. GURIT BETASEAL 71 204 HV 2.

8 = Cartridge nozzle,

4 — Tin of glass primer Ref, GURIT B4 132 11.

10 - Bottle of degreasing solvent Ref.
GURIT VP U4 &04,

11 = Cloth for degreasing solwent,
12 - Pads for primer.
13 ~ Piano wire (steel}.

14 - Can of primer for o
sheet steel FRef, GURIT 435—4511

CARTRIDGE QF MASTIC + 1 NOZZLE 12 7
SUBPPLIED SEPARATELY [available from
Parts Department) Part Ho. 77 01 202 234

EQUIPMENT
Supplier’s Ref, Approval No.,
MR 500 xx
a-'-‘..ﬁ'h
Puller handle L
=5 T
-\.-'.- -g"'\-\._\_{i:l
g7t 270
Pricking tool E’Eff_-jj
STW 10351 BB 70 00
Eoll of piang wire
Pair of suction pads _ﬁ;rf
for handling the j)—ﬂ"‘ ,,tji .
windscreen - e S
- = STW 10352 55 70 01
87 274
Wire puller needle ﬂ BEEF, Fenault: Car.1033
ﬁ""’mﬂ* : "




SIDE COLLISION
Replacing the windscreen

43

STRIPPING

JRE5H

- Remowe the windscreen wiper arms.

- Unclip the trim (1} from its support,
=tarting at one of its ends which are
at the bottom centre of the acreen,

— Warning: the trim is very fragile,

T

- DProtect the windacreen frame with a
strip of masking tape S0 mm wide.

- Femove the upper part of the trim
support, starting at one end, Do not
pres=s down on the roof as this could
canse distorticn.

~ Remove the lowey part of the surround
maction in the same way as the upper
part.

- If the support 1a coated with mastic
and will not come cut of ita lecation,
ds not foree it (there iz a risk of
breaking the windscreen and damaging
the windscreen frame) .

- Continue the cperation with the trim
—spppeyt still in place
f : :

! I !

! 10§51

-~ Remove the anti-run seal or seals from
inside the wehigle,

— Protect the facila panel with a dust
sheet or by masking it.

- Mark the point, on the windscreen



Replacing the windscreen

SIDE COLLISION

43

periphery at which there is the largest

clearance hetwesn the edge of the wind-

screen and the edge of its frame.

- From inside the wehicle, push the
wire puller needle through the mastic
fillet.

- Cut a length of wire (13}
aporoximately SO0mm 2oncg,

— Pass the wire through the hole made
by the needle, from ocutside.

— From inside, pull the needle s¢ that
the wire pazses through the mastic
fillet,

WA= )k

4

- Bercure the pricker togol to the inside
end of the wire and the puller handle
to the cutside and,

One operator, Inalde the wehicle, 19 to
foree the pricket (18] ints the mastic
approximately 300mm from the peoint at
which the wire has been passed throcugh.

The other ocperator, outside, pulls on
the handle (17), without 1lifting it,
around the edge of the windsereen, to
cut the mastic (1).

This operation is to he repeated at
3I00om intervals uantil the masztic 1= cut
arcutid the entire windscreen,

= Take ghorter cuts in the corners.

- The operator inalde the wehicle 1= to
continually watch the wire to ensure
that it dees not cut the trim.

There should ke sufficient clearance
between the windscreen pillar trim and

the windscreen to insert the pricker,

If there is net, it can be foreed in,
although care must be taken not to
damage the trim, If there really i=
not sufficieant room, remove the trim. -

The windscreen i= now removed.

CLEAMING THE WINDSCREEM APERTURE

- With a spatula, approximately 20 to
28mm wide, the edge of which has
baen sharpened, cut and swmocth down
the maztic to leawve a thickness of
approximately 0.5 to Imm on the frame,

- MOTE: Under no circumsktances are yon
to cut back to the paint., It is
eszential that a film of mastic ahould
bhe left on the frame to act as a bond
for the new fillet,

- Wipe the frame with a clean dry <loth,.

- Generally speaking, no cleaning ar
degreasing product shbiould ke used on
the film of mastic.

UOnder no circumstances is alcohol to
he used. Exceptionally, the "5Z5"
(heptane) solvent 1s acceptable,

Part No, 7701 407 08&: 0,51,
TG 407 DET: 0,251,

PREPARTING THE MNEW™NINDSCREEN

~ Carefully clean the enamelled surface
{2} around the entire periphery of
the windsoresn.
Tnitially with, 1f pessible,;
demineralized water and then a ¢lean
Ary cloth,

BE1ED

Secondly, with a deqgreasing solvent
f10Y and cloth {11).




SIDE COLLISION

Replacing the windscreen 43

- Apply the glass primer {9} using pad
(12} to the enamelled surface to
wlthin a few millimetres of the
zhaded area, After this operation,
do not touch the cleaned area with
the fingers.

CLEANTMG A WINDSCREEN AFTER REMOVAL

- Uzing a sharpened spatula approximate=—
1y 20mm wide, smooth down the remain-
ing mastlc, leaving a thickness of
approximately lmm. It is not
necasgary to remove all the mastic
mless it comes unstuck by lbself,
Mewver damage the black enamel.,

PREPARING A FEMOVED WINDSCPREEN

~ When applicable, lightly degreases the
area where the mastic hazs not adhered
to the primer, Do nck touch the
remaining film of mastic.

PREPARING THE WINDSCEEEN FHAME

- Mark the points at which the frame
has been damaged back to the bare
metal during removal or <leaning, and
the points at which the mastic has
not adhered to the paint,

- Uzing the szame felt pad asz for the
windscreen, apply the =heet steel
primer only to the areas concerned
{detail a}., Do not apply it to the
film of mastic.

Note: It is absolutely forbidden to
protect damaged areas with phosphate
pPrimeyr, '

= Fit the new anti-run seal or ==als
ta the aperture flange.

REFTITTIMNG

- With a rukber mallet or a tightly
rolled claoth pad, push the trim
support onte the windscreen, avaiding
touching the primer with the fingers.

NOTE: Be ready, before fitting the
geal, to apply a8 second cartridge of
mastie {the part number for spare '
cartridges is given oh page 2], IF the
two ends of the fillet cannot be joined
during the first ocperation, it will be
too late to order an additicnal
cartridage.
- Clip the trim to its support before
fitting the windscreen to the wehlele,

7

e
" o

Py

by
Ak

65
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- Take the cartridge (7], pierce its
diaphragm with a screwdriwver and screw
an hozrzle (&Y



SIDE COLLISION

Replacing the windscreen

43

- Remowve the bottom of the cartridge
- and take sut the damp absorblng
material.

- With a pneumatic¢ gun, apply a mastic
fillet to the windscreen aperture,
starting at the top, in the centre of
the frame,

) ——

BaLaxto

- The fillet is to be applied to the
flange as shown in the above diagram,

- Make it as even as pozasible, except 1n
the corners where 1t can be increased
in diameter £o 10 mm, Smookh out the
joint at the ends of the fillet with
a spatula.

- Fit the windscreen, using the suctien
pads, immediataly after the
application of the mastic,
centralizing it in the windscreen
aperture.

- with a tightly rolled ball of cloth,
push the windscreen Intoe its frame by
tapping it evenly round its periphery
until the trim is flush with the
windsecreen pillars and the roof.

—~ NOTE: Do not apply excessive force to
any particular point (thexe ia a risk
af breakage] .

~ Immediately after fittlng the wind-
sCreeil, remove any excess masntic from
bBoth the inside and outside of the
windscreen, If necessary, clean the
paint and the windscreen, using only a
clean cloth and "227" {heptane).

- Tha wvehicle Iis not to be driven for
approximately 2 1/2 to 2 hours.
Paring this time, hold the windscoreen
in place with one or two straps.

« Reflt the windscreen wiper arms.

MOTE -
If the windscreen breaks on fitting.

- Leave it, 1f poszible for 1 172 to
2 hours before removing it. The
mastic will then have started fo
cure, and removing the windscreen
will be a much cleaner cperation than
if carried out immediately.

- Fully protect the inzide and ocutside
of the wvehicle,

~ Apply the suction pads to the
gutside of the windscreen.

- me operator is to push the windscreen
from the inside to free 1t whilst the
ather supports it from the outside. -

- Repeat the operating segquence from
cleaning the windscreen aperture,
avoiding ztaining the vwehicle with the
mastic,

Tf the external parts of the windscreen
frame have been Jdamaged, we strongly
recommend that the frame should be
masked-off up to the edge of the wind-
screen flange, Thiz will protect the
mastlc film from any paint OVELSDPIaY.
Do neot stick the adhesive tape to the
retmaining film of mastic.

34678 2 1

1 = masking paper
2 - wastic film
3 - masking tape




SIDE COLLISION

Replacing an external rear view mirror

43

CoVver .,

Bi541-1

- Bemovwe the 2 control support
serurlng screws,

- Femove the rear view mirror control

SCrew,

- Remove the control knob securing

EB591-3

- Remove the mirror securing screw and
take off the mirror and lts control,



SIDE COLLISION
Repairing a front door pillar

43

Carry cut palnt sequence no, 5 (see
"Painting" section).

After painting, apply hollow =section
protective treatment.



43

SIDE COLLISION
Replacing a front door pillar

STRIPPLING

Fomoiha =

- the hurper shield
- the front wing

- the AdAsar

- the door pillar interior trim

- the deoor seal




SIDE COLLISION
Replacing a front door pillar

43

COTTING - JOINT SEPARATICN

» VY "
" e

~ Remoye the damaged part by fellowing the methods representad by
the abowve symbols {see description of symbols),

- Grird back the pieces of spot weld adhering to the support
panels.




SIDE COLLISION
Replacing a front door pillar

43

= Cut, from the new part, a length approximately SO mm larger than
that cut out on the wehicle.

- Fit the new part so that it overlaps the ocriginal part on the
vehicle and secure it with grip clamps.

= Saw through both thicknesses of metal simultaneously to make
adjusting the joint esasier.

PREPRARATICMN PRIOE TO WELDING

- Strip back, to the bare metal, the
inner and ocuter faces of all the areas
te be welded, (Both on the vehicle and
on the new parts).,

- Apply a ceoat of electroplastic mastic
to the areas to e spot welded (see
description of symbols),

- Adjust the new part and secure it with
orip clamps.

T
|

W
y

- Grind a chamfer (A} at the upper cut
onn the-pillar, using a bakelite
grinding disc 3 mm thick, sc that beoth
thicknesses of metal are welded.

Q\ N
%
N

AR,

b

88695




SIDE COLLISION
Replacing a front door pillar

43

WELD NG

g = 1,4mm; H = 55mm

WELDING
- Securs the butt joints with tack welds.

- apply the spot welda, The corresponding values of (e} and (H)
are given under each drawing.

- Apply the stitched fillets, using the gas enwvelope welding process,
(These joints may alsc be gas welded, using a 75 to 100 nozzlel.

- 2rind fluah the bPatt welds and £il]l them with soft salder,




SIDE COLLISION

Replacing a front door pillar 43

FATHTING

- P
s R

~ Carry ouat paint sequence No, 5 [(see "Painting™ section] .

= After painting, apply hollow section protective treatment.

—

R




SIDE COLLISION
Repairing a door panel

43

PAINTING

= Qarry out paint seguence Mo, 5 (see "Painting"™ section).

— After painting, apply hollow section protectiwva
treatment.




SIDE COLLISION
Replacing a door panel

43

STRIPP IR

- remove the trim from the door
- remove the external rear vwiew nirrer and the trim strip
= ramove the door

Note: For more details on removing the various parts, see the section which
deal= with the part in question.




SIDE COLLISION
Replacing a door panel

43

COTTING - JOINT SEPARATION

Gﬂ J‘- -|'_',.- ’f- A ™

i ] . ~ o 1

a® —I.r’} : i?'r . l_%'
gu -, v " -

- Remove the damaged part by followling the
method represented by the above symbols
{zee description of symbols).

~ Grind back the pieces of spot weld
adhering to the support panels.

- Remenre the ztrip of metal remaining on
the inside of the door body.

- tut, from the new part, a =section
approximately 50 mm larger than that
cut cut en the wehicle,

- Fit the new part zo that it overlaps
the original part on the wvehicle and
secure it with grip clamps.

- Saw through Emth thieknesses of metal
elmultanecusly to make adjusting the
Jjoint easier,




Replacing a door panel

SIDE COLLISION

43

VeRS:

PEEPARATIOQON PRIOR TOC WELDING

D

Strip back, to the bare metal, the
inner and outer faces of all the areas
to he welded, {Both on the vehicle
and on the new parts).

Apply zine paint to the areas to be
plug welded,

aAdjust the new part and securs it with
grip clamps.

Crimp, evenly, round the periphery of
fthe panel.

= 4.5 mm

apply the plug welds, using the gas
envelope welding process. To do this,
drill holes in the upper panel to the
diameter D stated wnder the drawings.

Apply the gtitched fillets, using the

gas envelope welding progess, (These

Jeints may alseo be gaz welded, usiag a
75 to 100 no=zzle)l.

Gringd flush the butt welds and Fill
them with soft solder,

et L A e e




SIDE COLLISION
Replacing a door panel

43

PAINTINiS

BG4S

"

- Rafit the door to the wvehigle,
- Carry out palnt sequence No. 1 (=e=e "Paintipng™ section).

— After painting and refitting the trim, apply hollow section
oroteckive treatment . :




SIDE COLLISION
Repairing a body sill

43

PATHNTING
— Carry out paint sequence No. 3 (see "pPainting"” section).

- After painting, apply hollow cection protective treatment
to the inside face of the repaired area,




SIDE COLLISION
Replacing a body sill

43

STRIPPING

= Bamowe :

the door

the front seat

the interior trim

the deoor meal

back the floor cowvering

For more details on removing the various parts, see the

gection which deals with the part in questien.

[




SIDE COLLISION

Replacing a body sill 43

CUTTING - JOINT SEPARATION

- Remove the damaged parxt by followling
the methods repreasented by the abave
aynboels (see description of symbols).

— Grind back the pleces of =Zpot weld
adhering tao the support panelszs.

- Cut, from the new part, a sectien
approximately S0 mm larger than that
cut out on the wehicle,




SIDE COLLISION
Replacing a body sill

43

_

; b

' _Hxﬁ

p

- Fit the new part so that it overlaps

the original part on the vehlicle and
secure it with grip clamps.

- Saw through both thickneeses of metal

simultaneocusly to make adjusting the
Joints easier,

PREPAPRATION PRICE TO WELDING

~ Skrip hack, to the bare metzl, the lnner and outer faces of all the
areas to be welded (both on the wehicle and on the new parts).

— Apply a coat of electroplastic mastic to the areas to be zpot
walded [see deseription of symbols),

- Adjust the new part and secure it with grip clamps.

WELDING

Secyre the butt joints by tack welding
-them,

apply the spot welds. The
corresponding values of (e} and {H)
are given under each drawling.

apply the atitched fillets, using the
gaz ehvelope welding process,

[These joints may also be gaz welded
using a 75 to 100 nozzle) .

Grind flush the butt welds and f£ill
them with =oft szalder,

RS e 22




SIDE COLLISION
Replacing a body sill

43

PATINTING

Lo

A T HI

7P S o

- Carry out paint sequence ¥Wo. 3 {zee "Painting” section).

s -l Y

. e e o

— After painting hut before refitting the txrim, applv hollow section
protective treatment.




SIDE COLLISION
Partially replacing the windscreen frame

43

STHRIFPING
Bemove ;

— the facia panel

- the windscreen

- the windscreen frame and front deoocr pillar trim.
Note:- For more details on removing the various parts, see the

section which deals with the parts in.guestion.
- Place all these parts in a trolley bin.




SIDE COLLISION

Partially replacing the windscreen frame 43

CUTTING = JOINT SEPARATION

- Remove the damaged part by Folleowing
the method=s represented by the ahave
symbels [see description of symbols).

~ Grind back the piesces of spot weld
adhering to the support panels,

s G =
2 — ,-f_‘.':"* i '._ [
!L':/f.- . l\\\-_}) lﬁtr & .-"'H____P__./

= Cut, from the new part, a secticn approximately 50 mm larger than
that cut out on the wehicle. :

- Fit the new part so that it owverlaps the original part on the
vehicle and secure it with grip clamps.

— Baw through both thicknesses of nmetal zimultaneocusly th make
adiusting the jointa sasier,



SIDE COLLISION
Partially replacing the windscreen frame 43

PEEFPAFRATION PRICGE TO WELDING

WELDING
.#
|
r ....

Strip back, to the bare metal, the inner and cuter faces of all
the area= to he welded. [(Both on the vehigle and on the new

parts] .

Apply a coat of electroplastic mastic to the areas to be spot
welded {see description of symbols).

Adjust the new part and secure it with grip clamps.

Secure the hutt joints hy tack welding them.

Apply the spot welds, The corresponding values of (e) and {H] are
glwven under each drawing.

Apply the stitched fillet=, ufing the gas envelope welding process.
(These jolnts may alsc be gas welded, using & 7% to 100 nozzle).

Grind flush the butt welds and £fill them with soft aclder,



SIDE COLLISION
Partially replacing the windscreen frame

PATHNTING

- Carry out paint sequence No. 3 {(See "Painting" section}.

- After painting, but before refitting the trim, apply hollow section
;rntective treatment.



SIDE COLLISION
Door

43

Benowitig the trim.

Remove:= the rear vilew mirrory control
trim,
-~ the uppey trim strip,
- the map pockst,

~ 88557

Remove :— the door handle bezel and
the map pocket atiffener,

- Remove the trim, uging tool Facom D115,

- Remoye the door handle and the wvinyl
gealing sheet,




SIDE COLLISION
Door 43

- Removing the window.

Femowving the rear view mirror,

e —
lI'I ..II
Do
Do
IIl z;;;%;j::_
P R =
SESONI ._--—_'!'.—','r'l'

= Remove the reay view mirror control
gupport fastenings, .

) 88526

wWind down the window.
Remove the lower part of the inner

wiper strip.
Take care: the strip has a metal centre

cand is very fraglla,

Remove :~ the upper part of the inner

the rear view mirror contrel
wiper strip,
~ the guter wiper strip.

Take the same precautions as for the

= BEemoye
fastenings.

— Remove the mirror securlng screw,
praceding cperaticn.




SIDE COLLISION
Door

43

~ Position the window so that the window
support B sacuring serew is in line
with hele {1].

- Remove the 2 window support securing
SCYaws ,

- Lower the window=winder mechanism
and rake ont the window from the

putside.

~ Remowving the windew-winder machanism,

—-__I"\-I .

~ Disgonnect the connector from the

metor,
- Remowe the window-winder pillar

factenings {riwvets].

- Femowe the moteor fastening= (nuts).

- Take gut the mechaniszm through the
aperture in the door (2].

Removing the latch wmechanism.

™

- Remcve the door handle fastening and
take it out as shown.

ik

|
| 11l

38559-1

- Remove the handle as shown,
- DMegonnect the door lock connector.,
- Unelip the links from the lock.
- Remowe the lock fastenings and take
it out through thexaperture in the

door.



SIDE COLLISION
Door
*Removing the door,
[ . |
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- Repoye the door =top pin, EEFITTING
- Remowe the electrical wiring from
the door body.

38594

tm this wehicle, the door hinges are
welded to the bkody components,

Heither the clearances round the door
nor ita depth can ke adjusted mechanic-
al)ly.

When replacing a door, therefore,
it mast be offerred-up to the body

befsare palnting to check ita alignment
and correct it 1f nececssary.

- Remove the door

BIG93
gpecial tool,

hinge pins with the

5859
AAjusting the depth of the door:

This is adjusted by pushing or pulling

ong ar two of the hingesa, using tool
Car.956 fitted to 1lmpact extractor
MS REO.




SIDE COLLISION
Door

43

85500

Adjusting the Door Upwards {or
DowWnwards)

This 1s done by lowering ar lifting the
two male sections of the hinge by the

game amount (maximum 3 om) .
REefit the dogr ta chogk it.

Lengthwize and Angular Adjiustment:
This iz done by bending the male
sections of the hinge= with a claw
lesoer,

WILMONDI Hef, :BHRL

HNote ;

This adjustment <an be carried out
without removing the door,




SIDE COLLISION
Front seat

43

stripping the Seat Rack.,

- Remewe the sgat after first

REemoye :

removing the =sllide soccuring sCrews., - the 2 sorews from the cover on the
lever which allows the =eat to
frld farward,

- the lever, by oulling it.,

BAG B




SIDE COLLISION

Front seat 43

- Take out the side llnks from the
lowetr seation and fold the cowver

uDwards,

— Remowve the two clips (A) from the
bottom of the seat kack.,

— Ineglip the tak which scourocs the
battom of the cover.

- BRemove the clips which secure the
cover to the seat back support,

~ Remove the two plastic riwvet= frow
the bcttom of the cover,

- Unelip the Ewo side covers and
remove them.



SIDE COLLISION
Front door

- Adjusting the Seat Back,

— Remaowe the <lipsa which secure the
upper part of the seat back cover,
- Remove the seat back cover.

Moise from the Seat Back.

This 1s caused by excessive play-in the
seat back retalning heck. This play
can be eliminated by unscrewing the 2
stops (B) .

Special points, on refitting

Seat Back Difficult to Lock.,

The stopa {B) are too far out and are
preventing the feedback locking hook
froem fully engaging.

I1f the stops (B} are screwed in, the
lock will ke akle to engage properly.,

Impossible to Unlock the Seat Back.
The ccat back look release cable

may be broken or the cabkle cover stop
{C) out of place.

- Place the cover over the seat,
starting at the top of the seat back
and securing it to the frame,

- When refitting the side sections,
«1lip them to the seat back inner
links through the holes in each
cide of the coaver.,



SIDE COLLISION

Front seat 43

— Boplacing the Beat Back Contrel - Stripoing the Cushign.
Cable.

BBLZ B

-BEGZE
— Remowve the threo screws which secure

~ Belcase the lock haok return sprinag. the =zlide control to the cushian

- Take out the cakle cover ond staop caRLing.

gJrom its location,

Msconnect £he end of the cable from

the hook,

28E2a

BEGZT
- Bemove the four <lins (D) which =meonure
the cowver to the casing,
- Froe the cover front link with a
- Disconnect the cabkle cover cnd =top screwdriver.
Trom its location. - Rewove the two zide lLinxs,.
- Disconnect the end af the lack control - Fold the goyer over onto the cushicon
cable, _ and cut the ¢lipa which maintain the

shape of the centre of the cushion,
-~ These are hooked onto a 1link which i=
emhedded i the foam.,



SIDE COLLISION
Rear seat

43

= STRIFPING the rear s=at back,.

HEHEHIP

i

z B

88630

- Tilt the seat cushlon forwards. - Swing the hinge bar and push it to
one side to free the parcel shelf
- Remowve the seat back side =zecuring from the seat bkack hinge,
BOFSWs .

- Carry out the same operationsa on the
other =ide and take out the shelf.

.-\.-.-_-

- Swing up the parcel shelf and remove ~ [melip the side lock protectors with
the clips from the hinge bar by a screwdriver and remove them by
talling it upwards. pulling them upwards,




SIDE COLLISION
Rear seat

43

- Free the retalning tab from the top
of the =meat back.

- Free the trim from round the edge
of the seat bhack and remove it,

88E13

= Remove the two screws which secure
the locks to either =21de aof the rear
seat back.,

Mote: Two=plece rear seats are stripped in exactly the same way
except for the cperations invelvwed in removing the rear
parcel shelf which, in thisz case, iz not secured to the
seat backs,




INTERIOR TRIM

Body side 43

- Bemove the body =ill trim securing = Remove the 2 rear door plllar trim

SoOrews ., SECUrlng SCIeWsS,

- Remove theo seat belt lower securing
bhalt,

- Pull the trim to release it [it is
secured by clipsl. The trim can

pivaot round 1ts centre, . ] o
— Pull tho trim to relea=e it (it is

decured by clips).

— Renrgve the 2 screws which secure the
uppcr Dart of the trim,



INTERIOR TRIM

Body side 43

Remove the & screws which secure the = Bemowve the rear seat belt zecuring
rear side shelf in place, kolt, HNote the ordey in which the
parts arc assembled to refit them
in the same order,
~ Remowe the side panel trim securing
SCYew,

_ bagiz g
- Remoyve the scorews from the roof — Remove the 2 rear grab handle securing
rear trim strin, SCYews,

- RFemove the front seat belt securing

- Tilt it dbwnward=s to remove it,
bholt,

— Remove theo rear seat belt anchor
noint cover.



INTERIOR TRIM
Body side

43

- Remove the =ide txim by pulling it.

- It is ¢lipped into the window frame.

e i,
A D R e R



INTERIOR TRIM
Roof console

43

BHGNE

= Unglip the light casing with =&
sorewdriver.

- Diseonnect the casing switch.

- Remove the 2 condole securing screws,

= Free the console from the head
lining and disconnect the infra-red
recelver,




REAR END COLLISION
Description of parts

44

UFPER STRICTURE

l1-tail gate

Z2~wheel arch assembly
3=-rear half secticn
d-whegl arch

S-wing panel

t-drip channel

T-roof ocroass member




REAR END COLLISION
Description of parts

44

LUWER STROCTURE

l=floor assembkly (side members, cross members)
Z2-floor (without stiffeners)

3-rear end panel gusset

d=-rear end panel cross member

S=-rear end panel

b-Lloor ztiffeners

7=-side member

- g-floor longltudinal member

O=-floor gross member




44

REAR END COLLISION
Replacing a bumper shield

BR4T
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Pemove The scrows at the aides.

88456

Remove the screws at the bottom and take off the bumper shield.



REAR END COLLISION
Replacing the tail gate 44

. mrh oL

Remove the following parts : - the nut cowver (3},

~ the nozzle (1}, -~ the nut {(4) that holds the rear screen
wiper in place.

- the rear sScreen wiper arm (2],

BEADS ““MMH

Remove the tail gate trim (5]. Disconnect the number plate lights.



Replacing the tail gate

REAR END COLLISION

44

 BEPAIRING THE HEATING ELEMENT

Tha heating is 211K screen printed on o=
inside face of the glass.

It can be repailred with & special wvarnish
part nc. 77 Ol 400 Thd,

NOTE

whan the break i= not wvisible to the
naked eye, it <an be located with & volt-
moter [dee method described in the aleo-
trical section of the mechanical workshop
manual) .

REFPAIRLNG

Clean, locally, the part to be repaired,
te remove any Jdust or grease,. It is pref-
erahle to use alcohol or a glass cleaner
for this purpose. Wipe it with a clean
dry cloth.

Tor ohtain a neat repair, apply adhesive
tape, such as cellotape, te either side
leaving a gap of the same thickness as
the conducting area. '

Before applving the warnlsh, shake the
fiask to avoid the silver particles being
left as a deposit at the bottom of 1t.

Touch up the element, with a small brush,
ensuring that the coat is sufficiently
thick., If more than one ocat has toc be
applied, leave sufficient time between
coats for them to dry and never apply
mare than three.

Any rung can be cleansd off with the
point of a knife or a razor blade but
leave the product to dry for several
hours before doing so.

The adhesive tape which acted as guidas,
is not to be removed until approximately
one hour after application.

The taps is to be pulled off sguare with
the element, in the direction shown by
the arrow. The wvarnish, whenuapplied at
an arhbient temperature of 20 ¢, iz fully
dry after three hours. At lower temperat-
ures it takes slightly longer.

FE=1- VLT

I




REAR END COLLISION
Replacing the tail gate

44

88464

Unhook the oorda from the rear parcel
shelf.

1-push the ball jeint parallel with the
tail gate.
Z=twist it to disconnect the ball joint,

Fencve the following components
- the placstic trim (&),

- the lock (7Y%.

88463

Femove the cord anchor points on the tail

qate.

Fenove the lower seal.




REAR END COLLISION
Replacing the tail gate

44

Digconnect the following electrical -~ the numher plate ilight terminal.

terminals
E ] .
- the rear zcreen wiper terminal, smove the rear screen wiper motor (B)
= the heated rear screen terfninals, with
a palr of pliers, freeing the numher
plate light terminal,

Femove the wiring and the rear zcreen
washer pipe from the tall gate uprights.




REAR END COLLISION
Replacing the tail gate 44

Remove the real Sereen.

68473 cn e —me

If the rear screen is broken and all or part of it 1s atill in position,
removing the tall gate and cleaning up afterwards will be made easier by
sticking a sheet of paper to either side of the broken glass.

Using & spoon ended spatula or a £lat screwdriver with rounded edges,
push the inner lip of the aesal under the rear screen flange, starting at

the top.

Bammove the rear screen and l1ts seal.

REemove the Year light assembly, Discornect Its connector.



REAR END COLLISION
Replacing the tail gate

44

Femove the gas strut.

______?___.7/"5?5:’“ -

-
-~
-
-
-~

BR4TE

Disconnect the gas strut from the ball joint

Fracautionsa to be taken with gas struts.

The cylinder and, in particular, the piston rod are to be protected from any

possikle damage or penetration by foreign bodles (protect it from acoring,
traces of paint or grease on the piston rod). The consequence would he

damage to the seal owver a glven period.

o
The gas strut system 1s not to be subliscted to tamperatures of 120 C for
more than 20 minutes. Take all the neceasary precautions, therefore, to

protect them against heat exposure when using infra-red panels.

The gas struts are pressurised to & high pressure. We strongly advise you

not to attempt to dismantle them.




REAR END COLLISION
Replacing the tail gate

44

Removing the roof cross menber trim. Removing the tail gate.

: [
Femove the cover and the screw. Remowe the 2 scorews at the =ides apnd

remove the tail gate from its frame.
I

| END OF OPERATICN.

If the tail gate iz to be replaced, take off the plastic trim clips and the
wiring.

Before painting the new tail gate, drill the holes forxr the rear scresn
wiper hearing and its nozzle, if the vehicle is to be fitted with one (for
the dimensicns see the section dealing with repairing the tail gate}.

PLINTING

- farry cuk paint sequence no. 1 {(see "Painting" section}. Refit the tall
gate after having repainted its inside surfaces.

Adjusting the tail gate
— The tail gate i= to be adjusted before refltting the gas strut.

- Use the slots in the roof cross member to adjust the clearances round the
tail gate.

- To adjust its height, place shime between the hinge and the roof crosa manber.

~ To adjust so that it is flush with the sides, use the clearance at the
tail gate striker plate, on the rear end panel.

Paint the outside of the tail gate.

Lfter painting and before refitting the trim inject hollow sectlon protect-
ion compound into the heoles already in the tail gate.




REAR END COLLISION
Replacing the tail gate

44

PRECAUTIONS TC BE TAKEN WHEN FITTING THE WIRING

——y

813121

Fefitting the rear screen.

Fit the rubber seal (&) to the scresen (E)
and insert the cord {(C) into groove (D)
a0 that- itz ends hang out of the groove
at the bottom of the screen.

Wrap the comnector blocks with adheslive
tape to asslst them to pass through the

upright. Cross the ends of the cord by approx—
imately 200 mm.

88466 -1

Place the assembly agalnst the tail gate frame {take care with the heating
elament connectors (E) (passing the ends of the cord intc the car and push
the screen assembly firmly downwards from under the tail gate, which should
be ocpen. Start pulling one end of the cord to place the lip on the seal
over the panslling flange. As the cord is pulled cut, push the rear =creen
to help 1t to enter. When the cord i1s at the centre of the scraen, repeat
these operations, pulling the other end of the cord {take care with the
heating element connectors (E) when pulling out the cord).



TAIL GATE PANEL
Repairing

44
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PATINTLNG

— Before palnting, apply hellow section protective treatment to the inside
face of the repalred area.

- Carry cut paint sequence No. 5 (see "Painting" =section].




44

REAR END COLLISION

Replacing the rear end panel

SETRIPPING

211 these parts are to be placed in a trelley bin,




REAR END COLLISION
Replacing the rear end panel

CUTTING — JOINT SEFARATION

o -
\ §8351-1

——————

B3352-1

e BE354-1

NOTE

e+

Carry out the cutting and joint separation on the 3ide to be replaced.

- Remove the damaged part by following the methods represented by the above
symbols (see description of symhols).



REAR END COLLISION
Replacing the rear end panel

44

PEEPARATICHN PRIOR TO WELDING

- Strip back, to the bare metal, the inner and cuter face=z of all the
areas to be welded (both on the vehicle and on the new parts}).

- Apply a coat of electroplastic mastic to the areas to be spot welded
{sez description of symbols at the beginning of this section).

- Adjust the new part and secure It with grip cliamps.

WELDING

NN Y}
e-1dmm
H:Eﬁmm

BE3N-2

BR352-2

~ Apply the s=pot welds. The corresponding values of (e} and (H] are given
wnder each drawing.



REAR END COLLISION
Replacing the rear end panel

L

PAINT ING




REAR END COLLISION
Replacing the rear end panel

4a3x-1

Spray anti-chipping mastic on the jeoint between the floor
and the rear end panel.

'L o

aB 134

Carry ocut paint sequence No. 5 (See "Painting" section] followed
by palnt =equence No. 3.




WING PANEL
Repairing

44

483361

= Before painting, apply hollow section protective treatment to

the inside face of the repaired area.

Carry out paint sequence No. 5.




WING PANEL
Partial replacement, cutting it at the door pillars

44

There are several ways of replacing the panel, depending on the extent

of the damage -

il BB360-1

1 - Partial replacement by cutting at 2 ~ Complete replacement.

the door plllars 20 mm below the
seat belt anchor points.

3 - partial replacement of rear section.




WING PANEL
Partial replacement, cutting it at the door pillars

44

STRIFPING

R11l these parts are to be placed 1ln a bin trolley.




WING PANEL

Partial replacement, cutting it at the door pillars

44

CUTTING = JOINT SEPARATION

58387-1

Jaanz




WING PANEL

Partial replacement, cutting it at the door pillars 44

B9360-1

FPREFARING THE PANEL

- Cut a section from the new part approx-
imately 50 mm larger than that cut out
o the vehicle.

PREPARATION PRICE TQ WELDING

BB3SE -3

Fit the new part so that it overlaps the
orlginal part, on the wvehicle, and secure
it in place with grip clatmps.

adiusf it to fit the deoor.

Zaw through both thicknesses of metal
gsimultaneously to make adjusting the
Joints easier.

Femova the new section and take off thosze
parts remaining on the wehicle at the
points where the secticns overlap.

— Btrip back, to the bare metal, the inner and outer faces of all the
areas to be welded. {Both on the vehicle and on the new parts).

- Apply a coat of electroplastic mastic to the areas to he spot welded
{see descripticon of symbols at the beginning of this asection).

— Apply zinc paint to the areas to he plug welded.

- Adjust the new part and secure it with grip clamps.



WING PANEL
Partial replacement, cutting it at the door pillars 44

WELLING

BEISE -4

V)
.’ \ -e:1dmm
"-.- j> ‘i%' ’EH;E mm

~ Tack weld the butt jointz to secure them in place.

- Apply the spot welds. The corresponding values of (2] and (H] are
given under each drawing.

- Apply the stitched f£illets, using the gas envelope welding process.
{These joints may also be gas welded using a 73 to 100 nozzle}.

- Apply the plug welds using the gas envelope welding process. To do
this, drill holes in the upper panel to the diameter D shown under
the drawings.

- grind flush the butt welds and fill them with soft solder.
Q :
- The soft solder can be applied using a 630 hot air gun.



WING PANEL
Partial replacement, cutting it at the door pillars 44

PAINTING

BRAG6-5 BEIST=3

N g f:"“a R |_h Ahf

carry out palnt fequence No. 5 {(See "painting” section} and then
paint ssgquence No. 3.

A0 A
A

After painting apply hollow section protective
rreatment through the internal holes in line
with the welds.



WING PANEL
Partially replacing the rear section

44

STRIPPING

All these parts are to be placed in a trolley bin.




WING PANEL
Partially replacing the rear section

44

28355

- Remove the damaged part by following the methods represented
by the above symbols (see dezcription of symbols).




WING PANEL

Partially replacing the rear section

44

FEREPARING THE PANEL

- Cut a section, from the new part,
approximately 50 mm larger than that
cut out on the wvehicle.

PREFARATION FRIOF TO WELDIHG

- Fit the new part so that i1t overlaps
the original part on the wvehicle and
gsecure 1t with grip clamps.

Saw through both thickness cof metal
aimultanecyus=ly to make adjusting the
joints easier.

Remove the new section and take off
the parts remaining on the wehicle in
the overlapping arsas.

Strip back, to the bare metal, the inner and outer faces of all

the areas to be welded. (Both on the vehicle and on the new parts).

- apply a coat of elegtroplastic mastic to the areas tc be spot welded
{sea description of symbols at the beginning of this section).

- Apply zinc paint to the areas to be plug walded,

- ad}ust the new part and secure it with grip clamps.



WING PANEL

Partially replacing the rear section 44

WELDIMG

- Carry cut paint sequence No. 5 {aee
"Fainting"asection].

— After painting, apply hollow =zection
| protective treatment.

- Aapply the etitched fillets uslng the | |r Py
gas envelope welding progess. (These
Joints may also be gas welded usintg
a 7% to 100 nozzle).

- Apply the plug welds, uaing the gas
envelope welding process. To do this,
drill holea in the upper panel to the
diameter D stated under the drawings.




WING PANEL
Completely replacing the panel

44

STRIPFING

"
All these parts are to be placed in a trolley bin.

-——




Completely replacing the panel

WING PANEL

44

JUINT SEPARATION

B3356 -6

BEI5E-1

-

LIS
i S
P N

|
Bax61 -1

NOTE

Drill through two thicknesses in the seat belt anchor

arsa (l).

The new part ls supplied complete with the seat belt

anchor point.

- Remove the damaged part by following the methods
represented by the ghove symbols {see description

of aynmbols).

Grind back the brazed fillet (2).




WING PANEL
Completely replacing the panel

WELDING

LRSS BE3SE 2

e:-14dmm

H-35 mm

P
B =i D-45mm
N

|
B83d41-2 @

FPREPARATION PRIOR TO WELDING.

~ Strip back, to the bhare metal, the inner and outer faces of all the
areas to be welded. {Both on the wehicle and on the new parts).

- Apply a coat of electroplastic mastic to the areas to he =zpot welded
{(see description of symbols at the beginning of thiz section).

- Apply zinc paint to the areas to be plug weldad.
— Adju=st the new part and secure 1t with grip clamps.



WING PANEL
Completely replacing the panel

44

PAINTING

Carry out paint sequence No. 5 (See "Painting"sectiﬂnjand then
palnt segquence No. 3.

After painting, apply hollow section protective
treatment through the internal holes in line
with the welded areas.




WING PANEL
Replacing with part of the drip channel

44

STRIPPIHNG

All these parts are to be placed in a trollsy bin




WING PANEL
Replacing with part of the drip channel

44

CUOTTING — JOLNT SEPARATION

B84 -6 BRISH-1

Grind back the brazed fillet (Z}.

BEI61-1

NOTE

Drill through two thicknesses in the area around the
sgat belt anchor point (1).

The new part ls supplied with the seat belt anchor
point already fitted.

— Remove the damaged part by following the methods
representad hv the ahowe gsvymbols (see descrioction of swholal .




WING PANEL
Replacing with part of the drip channel

44

HE3M9-1

NOTE :

prill sut and remove the drip chanmel and seat belt anchor
point assewbly (1).




WING PANEL
Replacing with part of the drip channel 44

agx9-2

‘ut A zsection from the new part 20
targer than the =sectlon cut out on
~he wehiecle.

FEEPARATICON PRICE TO WEL

= 5trip back, to the bar
the arsaz to be welded

- Apply a cocat of electr

mm — Fit the new part so that it overlaps
the orlginal part on the wehicle and
gecure 1t with grip clamps.

- BAdjust the wing panel and the tail
cate.

- Saw through both thicknesszes of metal
slmuitanecusly fto make adjusting the
Jjoints raziar. '

- Remove the new section and take off the
parts remaining on the wveahicla, at the
overlapping areas.

DING

e metal, the inner and outer faces of all
» - (Both on the wehicle and on the new parts).

aplastic mastic to the arsas to he spot welded

{=ee dJdescription of symbols at the bheginning of this section).

- Apply zZinc paint to th

& areas to be plug welded.



WING PANEL
Replacing with part of the drip channel

WELDING

I s6361 2 @

PREFARATION PRICE TO WELDING

- strip back, to the bare metal, the inner and outer faces of all the areas
to be welded, (Both on the vehicle and on the new parts).

- apply a cecat of electroplastic mastic to the areas to be spot we lded
(see description of symbols at the beginning of this section).

- Apply zinc paint to the areas to be plug welded.

— Adjust the new part and secure it with grip clamps.




WING PANEL
Replacing with part of the drip channel

44

WELDING

RS LN N g e:14mm
S \ﬁ ' E H-35 mm

Apply a hrazed fillet in the corner (2].

- Apply the stitched fillets using the gas envelope welding process.
{These Jjcinte may alac be gas weldad using a 75 to 100 noszle).

— Apply plug welds using the gas envelope welding piocess. To do this,

drill holes in the upper panel to the diamster D ztated under the
drawings.




WING PANEL
Replacing with part of the drip channel

PAENTING

BB356-3

Carry out paint sequence No. 5 (See "Painting" section) followed by
palnt seguence Ho. 3.

| |]
' |
e _J_.

After painting, apply hollow sectlon
protective treatment through the

interior holes in line with the welded
BAreas.




REAR END PANEL
Replacing an gusset

44

STRIFFPLING

BEll these parts are to be placed in a bin trelliey.




REAR END PANEL
Replacing an gusset

44

ANTI-CORROSION PROTECT ION

- Remove tThe damaged part by following the methods represented
by the above svmbols (ses description of symbolsh.

PREFLRATICN PRIOR TO WELDING

- S5trip back, to the bare metal, the inner
and outer faces of all the areas to be
weldad. (Bocth on the wehicle and con the
new parts}).

- &PRly a coat of electroplastic mastic to
the areas to be spot welded (sce desecrip-
tion of symbols at the beginning of this
saeotion) .

- Adjust the new part and secure it with
grip clamps.

- Apply the spot welds. The corresponding
values of {e] and [(H) are given wunder
each drawlng.

BE352-4

W o a
RN l\‘. ' Q‘L e=14mm
VoA T T e H35mm

This operation can be combined with the following operations
partially or completely replacing the wing panel and drip channel.



REAR END PANEL
Replacing the rear end panel and part of the floor

44

STRIFPING

All theze parts are to be placed in a bhin trolley.




REAR END PANEL
Replacing the rear end panel and part of the floor

44

COTTING — JOINT SEPARATION

oH JEL-

NOTE :

Remove the floor panel and its
stiffener (l).

13351

— Remove the damaged part by follewing the methods represented by the
above aymbols {see description of sywbols).

PREPARATION PRIOE TO WELDING

- Strip kack, to the bare metal, the inner and cuter faces of all the
areas to he welded.




REAR END PANEL

Replacing the rear end panel and part of the floor

44

Cut, from the new part, a section 20 mm larger than that cut cut on the

vehicle.

- Apply & coat of electroplastic mastic to the areas to be spot weldad

{gea description of symbela at the beginning of this section).

= Apply =inc paint to the areas to be plug welded.

Weld the stiffener to the new floor panel.

Q} @ ’_—:55 :;: :::

- Adjust the new part and secure it with grip clamps.

- Apply the spot welds. The corresponding values of (e} and
under each drawing.

(H)

are glven




REAR END PANEL
Replacing the rear end panel and part of the floor

44

WELDING

BE38Z-2

1934

ﬁli\!_ . & g J_\.M__ I
VA SNV | /

2833%-1

-

—

B T

. 3 - -__"‘—\-\___
] e T
T
--_-- —

gl € =14mm

AL

. H-33mm

{Sea the section “"Replacing the Rear End Panel" for the continuation of this operation).



REAR END PANEL
Replacing the rear end panel and part of the floor

FATINTING

[T otasa 2

Carry out paint seguence No. 5 [(see "Painting"” section) followed by
paint sequence No. 3.

BEAET -2 e ]

o -_-__.'K__
J"'-._ ; .\'-JIT'.,. 3 B

-‘l " "
b

NV

Spray anti-chipping mastic teo the undergide

of the floor. |L C et
- After painting, apply the hollow section i p :

! S
protective treatment in the aide members ~77 7 77T

and the_crﬂss member,



REAR END PANEL
Replacing the panel and the wheel arch

44

SIRIPPING

A1l these parts are to be placed in a trolley bin.




REAR END PANEL
Replacing the panel and the wheel arch

44

REMOVING THE WING FANEL

ow wh o ol
FOE W o g o w

.

AR
1,
L
|T' _.-I
ll' A

B ow o o w

ol B o A )

e

-

f?:%gm-@ .

BE336 -6 AB55-1

Grind back the brazed
joint (2). '

NGTE

Drill through two thicknesses In the area round the
seat belt anchor point (Ll).

The new part la supplied with the anchor point already
fitted.

- Remove the damaged part by following the metheds represented
by the above symbols (see description of syuwbols).



REAR END PANEL
Replacing the panel and the wheel arch

44

CUTTING — FREEING THE WHEEL ARCH

NOTE

S50 as not to distort the support panel, uze a 76 um @ grinding wheel
3,2 mm thick to grind hack the apot welds on the strips of panelling
remaining cn the wvehicle.

A8ITE 1

—— EB4UT 1

— Remove the damaged part by fellowing the methods represented
by the gbhove svmbols (cee dezcription of symbols) .




REAR END PANEL
Replacing the panel and the wheel arch 44

WELDING

O3 -2

g3401-2

R PP N
. E“'EE y ﬁ J ’ . ’ %.
A wd R

..'."|_I'L‘ . —1 E:‘,Bmm
R @ A% H=35mm

PREPARATION PRICR TO WELDING

~ Btrip back, to the bare metal, the inner and cuter faces of all the
areas to be welded. {Both on the vehicle and on the new parts).

- Applv a coat of electroplastic mastic to the areas to be gpot welded
(aee description of aymbols at the beginning of this section}.

- Apply zinc paint to the areas to be plug welded.
= Adjust the new part and secure it with grip clamps.



44

REAR END PANEL
Replacing the panel and the wheel arch




REAR END PANEL
Replacing the panel and the wheel arch

WELDNNG

343567 §8358-2

L i

o
, |
[ BAIR1-2

PREFAFATICHN FRIOR TO WELDING

- Strip hack, to the bare metal, the inner and outer faces of all the
areas to be welded. (Both on the wehicle and on the new parts).

— Lpply a coat of electroplastic mastic to the areae to be spot welded
{see description symbols at the beginning of this section).

- Apply zinc paint to the areas to be plug welded.
- Addust the new part and secure 1t with grip clampas.




REAR END PANEL
Replacing the panel and the wheel arch

44

PAINTING

‘ BB356 -3 B835T-3

Carry out paint segquence No. 5 (See "Painting”
by paint sequence Ho. 3

I i M. L

section) followed

After painting apply hollow sectlon protective
treatment through the inside holes near the
areas which have been welded.

HNOTE =

It i= important to spray anti-chipping mastiec under the new wheel arch.




REAR SECTION
Side member - Rear end panel - Part of floor - Wing panel - Drip chanr44

DAaMACE DIAGMNOSIS

Compare the following diagonals

Al - BZ

Al = B4

- If any difference is noted during this check, the wvehicle must be plaged an the
body jig.

Compare the diagonala :

1-5 = 2-¢

- If any difference is noted, it is not necessary to place the wvehicle on the bady

Jig.
- But 1t is necessary to check the axle gecmetriles.

88524

CHECE ING THE DTAGOMNALS A1 = B2



REAR SECTION
Side member - Rear end panel - Part of floor - Wing panel - Drip chan

44

DAMAGE DIAGHNOS1S

CHECEING THE DI1AGONALS 43 = 244

The pogsitcions of the ends of Lie side menbers are Lo he cheched hy comparing diagonal
1-5 = -

CHECK.ING THE DIRGONALS 1-3 = 2-&

3




REAR SECTION
Side member - Rear end panel - Part of floor - Wing panel - Drip chanr44

THIS OPERATION IS CARRIED OUT OM THE BODY JLG

FRONT SEECTION

i BATEH- §




REAR SECTION
Side member - Rear end panel - Part of floor - Wing panel - Drip chan

44

STRIPFING All thesze parts are to be placed in a trolley hin.

[ S




REAR SECTION
Side member - Rear end panel - Part of floor - Wing panel - Drip chan

STRIFEING fAll thege parts are to be placed in a troliey bin.




REAR SECTION

Side member - Rear end panel - Part of floor - Wing panel - Drip chan

44

STRIPPING

All these parts ares to be placed in a trolley bin.

L e

L TR

-




REAR SECTION
Side member - Rear end panel - Part of floor - Wing panel - Drip cha

44

After flrst removing the rear end panel, part of the floor, the wing panel and the
wheel arch [(see corresponding sectionj.

This operation i= additional to the combined replacement of the rear end panel-floor
type 2 — part of the rear wing.

COTTING -~ JOIMNT SEPARATION

SHIEE-

BEIHE-1

ik

™ ié
KA
— r,f"'ll , I_f"ﬁ - ~,
N B e
A D
i -| [ "'“"“;1__ -

Mote : Part [l)] is to be removed cleatly az it will bhe refitted at the end of the

operaticn. To do this, ¢ut cut the spot welds with a conical cutter.




REAR SECTION
44

Side member - Rear end panel - Part of floor - Wing panel - Drip chan

..._‘__\_._.'-"3:';:-{-'.;
.'-'"i";-
AR38T 1 T S v
e T T .
L B -:_ .-f__ﬂ::"
3 e
M"n s i .
Q A — N BRI9G-1

Note : this part of the cross member
iz algg toc bhe retained.

& i - »3 -..-"F-_"_':r: .
m Ji,_‘ ; I-'_'-:.:I ; ) 1 "
uﬂﬂ A v.-":l I'.. i’F N . ’ ’ - _'_i:'-'__.'l
> ~ e el
{2y e lrf"_"“‘x
A
#7D ID) B e
™ G VuoR T woo LW
ﬂ—l ' "_i N “"-\.,\_\______..-'
{3) U=e a conical cutter.
233631




REAR SECTION
Side member - Rear end panel - Part of floor - Wing panel - Drip chanr44

PREFARARTICON PRIORE TO WELDING

~ Strip back, to the bare metal, the inner and outer faces of all the areas to be
welded. {Both on the wehicle and an the new parts).

- Bpply a coat of electroplastic mastic ta the areas to be spot welded {=ee descrip-
tion of symbols at the beginning ‘of this section).

- Apply zinc paint to the areas to be plug welded.

- Adjust the new part and secure it with grip clamps.

Fit iig bracket no. 5 Fit jig bracket no. &



REAR SECTION
Side member - Rear end panel - Part of floor - Wing panel - Drip chanr44

WELDTNG

E3388.2

HE38R-2




REAR SECTION
Side member - Rear end panel - Part of floor - Wing panel - Drip chan

44

E#3al-2

RS A ™
o0 ﬁ N
i ~L L

=
FAINTING : after refitting the rear end panel, part of the floor, the wing panel and
drip channel (see corresponding section), spray on a coat of antl-chipping mastic.

ARfter painting, apply hollew section protective treatment inside the side member and
the cross member.




PART OF SIDE MEMBER
Replacing

44

If it is found, on inspection (see this section] that the mechanjical
uhit securing points have remained intact, this operation can be carrled
out without using the bhody jig.

BE391 1 88391-2

NOTE
if the disztortion has extendead past the cross member {1) it 1s essential that
tha entire pide members should be replaced.

- Remove the damaged section by followlng the methods represented by the above
gymhals {(gee description of symbols).

PREFARATION PRIOE TO WELDING

- 5trip back, to the bare metal, the innex and ocuter faces of all the areas to
he welded.




PART OF SIDE MEMBER

Replacing

PREPARING THE NEW SIDE MEMRBER

Cut a gection, from the new side membar,
20 mm longer than the part cut out.

- Fit the new part 8o that 1t overlaps the
original part on the vehicle and secure
it with grip clamps.

Superimpose the two side members. Check the
height and length againat the zide menbsy
on the oppeosite side eilther with a rule,
over a flat floor, or wisually.

— %aw through both thicknesses of metal
simul tanecusly to make adjusting the
Jjolnt gasier.

[,,_ N

=~ Rdjust the new part and secure it with
grip <lampesa.

WELDING

— Apply the stitched fillets using the gas
envelope walding process.

’_..“’ﬂ"‘} . " N

BEI®1-3

fg3m 4




PAINTING
Paint identification

90

A/INK STLMP

B W mry M
m

The Faint applfed in production iz identified Ly a code stamped on the
upper part of the right hand cowl side.

o

17 - One or more letters indicate the paint type

5 Synthetic VR ESuper gloss [(HERBOL)
A Acxylic (sclution) VER Super gloss {(RENAULT)
N High gquality acrylic YRV Super gloss (VALENTINE]
(NAL dispersion} VRU Super gloss {(URUZOLA)
EG — B pumbey {1 or 2 flgures) which is the supplier's reference number
]l Renanlt 11 Sikkens
2 Nitrolac 12 Rinshed Mason
3 Valentine 13 Corona
4 Ripeolin 14 Herberts
5 Duco 15 Semelac
& Villemex 1é Glasurit Herbol
7 Dbupont de Nemours 17 Bolling Kemper
3 Scudee 18 Blancome
o Astral 19 Lewis
10 ICI 20 TTruzola

3" - A letter showing where

Flins
sandouville
Creil

Haren
EBillancourt
Maubeudge

w2 B OSSO

HHa =X

the wvehicle was built :

Douai
Valladolid {Spain)
Palencia {(Spain}

Nowo Mesta (Yugoslavia)

Eetubal (Portugal}
Batilly

.3 Dunstahle (RVI)

L.P Ideppe

.V Villa Verde {Spain)
E.L Blainville (BVI}
B.G Bourg [(BRVI)




Paint

PAINTING

identification

90

4° - a3 figure nurkber shows the colour reference
OPAGUE NAD
WHITE 365
'SCHIST 402
L2URE BLUE 466
MOGE 314

The first figure indicates the colour :

1 - Beige
3 - Yellow, white, orange
4 - Blue

50 — For certain

EXAMELES

High grade
acrylic palnt

factories, dots ildentify the assembly line

Supplier Corona

Assembly factory
DOUAT '

High grade

acrylic paint

Renault super gloss

Valentine bhase

Herhol super gloss

Bopnault baca

High grade
acrylic paint

& — Grey and black
7 - Red
O - Green

M .A, 13 1" 63 Butter cup
Yellaw
}” \\k hsgsembly factory : Maubeude
D MNA 1 725
Jaspar Red
)’r \\\ Supplier : Renault
VRR 3 F 153 Topaze Belge
/ \ Agsenbly factory : Flins
VR 1 L 417 Saphire Blue
J{f \\\ ascembly factory : Sandouville
M A 1 F o2 Line &
Supplier Factory Grean
BaTault Flifa



PAINTING

Paint identification 90

BE/SELF ADHESIVE LAEBEL

From the 1% 83 model year, the paint identification code is no longer applied
by an ink stamp. A self-adhesive label is now used stating the paint reference
and the factory at which the car was assembled. The label is stuck in the =ame
place as the former ink stamp.

Paint reference —*FLM~+——41—— —ﬁb+—4d~—<ﬂssambly factary

HEALTH AND SAFRETY LNSTRUCTIONS

A/HEALTH
- The speclal polyurethane mask must be worn.

— The paint booth must be clean and fulfil the regquirements of current legls-
lation (air flow velocity ©,% m/zec.).

— Clean, dust-free overalls must be worn for spraying.

- Never ufe thinnersz for washing the hands {cracking, allergy etc.).

B/SAFETY

— If the wehicle ia to be stoved or 1f paint {ia to be dried with infra-red
ranels, we recommend that plastic trim {radlator grille, door handles, rear
lights, drip channel trim etc.}) be protected either with covers or with
damp cloths, or should be removed.

- Rarth the wvehigle.
- No pots of thinners or paint should he stored in the spray booth.

- Nevar smocke in the spray booth.,
NOTE -

The fuel tank must be removed from the vehlcle before Lt 1s taken 1lntoc the spray
booth.

BODY COLOURE

DPAQUE EUPEE GLOEE METAT.LIC SUPER GLOSS
White 355 Black 24 Granada 761
Bordeaux 721 Airora 116
Grege 159 Zchist 402
Red TOR Silver €20

Cloud g2

Alpine Blue 48%

Turguolse 4453



PAINTING
Standard abrasives

90

Very careful preparation is reguired 1if a good finish is to be cobtained with
poilyurethane paints.

The correct cholce of abrasive paper for finishing purposes is of the utmost
impartance.

There are standards governing the grain slzes of abrasives and these must be
atated by abrasive suppliers. There iz the American standard and, very
regently, a European standard (F.E.P.A.) has been introduced, with a convers-
ion table showing the equivalent, in the two standards, for 3 M abrasive paper.

American Standard Europsan Standard (F.E.FP.A.}

am P 120

120) mlan
mm P 150

150 =i
w= P 180

180 -
umm P 220

270 wim
me P 240
240 e P 280
F 320
280 = P 360
320 F 400
P SO0
360 P 600
A00 P 800
500 E‘II]IJlJ
500 1200

If we consult this table we can see that

5 paper classifled as PE0O0 in the European atandard 1s the eguivalent of a
360 grain paper in the American standard.

To cbtain the reguired finish for two coat aysatems, abrasive PL20D (the equiv-
alent of &600) iz to be uzed.

The American standard iz still used, by all suppliers, in thelr data sheets.
Converzion 1s thersefore necessary to obtalin the correct abrasive,




PAINTING
Protection applied to replacement parts

To abtain effective corrosiocn resistance, our replacemsnt parts are protected
according to a SPECIFICATICN that requires that they should resist 4030 houxs

exposure to salt spray, no matter what type of paint ayatem iz used (cata-
phoresi=s or any other process).

- These parts can be identified by the
reference letter "C" applied to the
part nutber label.

- However, evehn parts that are not
identified by the letter "C" are pro-
tected to an eguivalent quality standard. Geaninns Spars Paris

Fuarthernore all external components are pro—
tacted by a heat shrunk film against poss- 77 99 679 014

itle damage during handling (scoring,
impact etc.} as this would make it necessary

to y¥ub the parts back to the bare metal
and thus destroy the protection.



PAINTING
Protection applied to replacement parts

90

CONSEQUENTLY TO MAINTAIN THE ORIGIMAL ANTI-CORROSION PROTECTION, ON
REFLACEMENT FARTS, IT IS5 FOREIDDEN TV RUB THEM BACEK. TO THE EBARE METAL.
SIMPLY "FEYING'" THE SURFACE WITH P240, USED DREY, IE SUFFICIENT PRIDE
TC APPLYING THE SURFACER COAT.

If it is abzolutely essential, because of accidental damage to the
aexternal undercoating, carry out the following segquence

- Degredase.

- Rub back, dry with #150,

~ Blow off - degrease.

— Apply phozphate primer to the stripped areas.

- Apply a coat of surfacer (zingle or two pot).

~ Rub down with P800, wet, for opague finishes,
PLOOO to PLl200, wet, for super gloss {inishes.-

- Apply two pot paint (Polyurethane}.

NEVER STRTP BACEK, TO THE BARRE METAL, ON INTERNMNAL SURFACES, EVEN IF THE
FINIZH I5 POOR (RUNS, INCLUOSIONS eto.).




PAINTING
Preparing replacement parts (removable, cataphoresis base)

90

Degraasa.

REuly down both faces with PL120, PLSD or P240, dry.

Blow off - Degrease.

Apply chrome phosphate primer to the atripped areas.

Apply corrozion inhibiting surfacer (single or two pot) to hoth faces.
Spray on antl chipping mastic.

Protect crimped areas and panel joints (Adhe=zive mastic).

Paint the inside faces (Door apertures, door plllars etc.).

Match the colour on a 200 x 200 mm plate, finisghed with surfacer.

FITTING THE PART TO THE VEHICLE

Lightly rub down the surfacer with PSCQ (400 paper, wet, for opague
paints. PIOOD (500) PL200 (600) paper, wet, for super gloss.

Blow off with compressed air.

Mask-off (after checking and determining the colour).

Flace the wvehicle in the spray booth (fit the cover and the earthing
lead).

Degrease - Blow off. _

Wipe down with a chemical pad.

Apply two pot paint (Polyrethane),

Apply hollow section protecticn (Box section compeonents) .




PAINT APPLICATION SEQUENCE No. 2
The painting of stylized areas

90

After repainting the hase ceolour to original specification simply take
an asroscl of the reguired colowr and =pray the areas concerned in the

usual way.

Silla.
Front and rear wheel arches (Inaide).

BE434

Front and rear lower sectfiosns.

s0434




PAINT APPLICATION SEQUENCE No. 3
Preparing parts for blended-in repairs

90

Cegrease.

Fub down the area to be repaired, dry, with PL20.

Blow off - Degrease.

Apply chrome phosphate primeyr to the bare metal.

Epply surfacing mastic with a palette knife.

Rub down with a block and P800 (400) paper, wet.

Apply corroaion inhibiting surfacer (single or two pot).

Polish the entlre area with slightly abrasive pelish in the case of copadgque
paints.

Key the entire part with ultra fine abrasive polish or PL200 (600} paper,
wet, in the case of super gloss.

Blow off - Degrease.

Magk-off (after checking and determining the colour) .

Place the wehicles in the zpray booth (Fit the cover and the earthing lead).
Degrease — Blow off.

Wipe down with a chemlecal pad.

Apply the two pot paint {(Polyurethane).

Stove for 30 minutes at 60 C.

Polish the blended-in area (to hours after stowving) with silicone polish.

—_—

G434




PAINT APPLICATION SEQUENCE No. 4
Preparing plastic parts

90

FLEXIBLE PLASTIC FARTS
(Radiator grille, trim, apcilers eto,)

Carefully degrease.

Lightly roughen with a grey rubbing pad.

Blow off - Degreasce. '

Wipe down with a chemical pad.

Spray on a plastic bonding primer.

Apply two pot paint mixed with a flexible additive.

Do not mix the flexible additive with the matt bhase but 1t is essential for

the super gloss.

THESE PARTS CANNOT BE REPAIFED

30434

RIGID PLAZTIC PARTS

{Example : Bumper =hislds)

Carefully degrease.

Roughen with a grey or red rubbing pad.
Elow off - Degreass.

Wipe down with a chemical pad.

apply the two pot paint (Polyurethane).




PAINT APPLICATION SEQUENCE No. 5
Preparing plastic parts

90

Preparing welded replacement parts {cataphoresis paint base)
Preparing removable and welded parts (original paint base)

Degrease.
sand back the areas which have been welded or repalred with PEBEQ paper,
dry (Orbltal sander, sanding pad).
Rub down hoth faces with PLl2Q, Pl50 or P 40, dry (Cataphoresis palnt base).
Fuh down round the sanded area with P120 or P150, dry (Original paint
bhase).
Blow off -~ Degrease.
Apply chrome phosphate primer to the bare metal (On hoth faces).
Apply surfacing mastic with a palette knife or a gravity fed gun.
oL
Apply two pot flller primer (Eg : Polyurethane).
Fuh down with a pad and P10 paper, dry.
or
Rub down with a pad and PA00 paper (360), wet,
Roughly mask-off the area, if necessary, bafore applying the aurfacer.
Apply corrosion inhibkbiting surfacer (single or two pot] toc both faces.
apply the spraved antil-corrosion £inish {Anti-chipping mastic).
Frotect the crimped areas and panel joints (Adhesive mastic).
Faint the inside areas (Door frames, door plllars etc.).
Match the paint on a 200 x 200 mm plate to which surfager hag been applied.

$0434

REFPITTING ADJACENT PARTSH

¥ey the surfaces with PHGO {400} paper, wet, for opague paints.
P1OOa (503 PLZ0O (600) wet, for super gloss.

Biow off with compressed air,

Mask-off {after chacking and dﬂtarmining the colour match) .

Place the vehicle in the spray booth (Fit fhe cover and the earthing

lead).

Degreage — Blow-off.

Wipe down with a chemical pad.

Apply the two pot paint (Polyurethane).

Bpply the hollow sectlon protection.




ANTI-CORROSION PROTECTION
Anti-chipping mastic

90

MARETTIC 56l (6018)

This mastic is aprayed on to the following sections to provide anti-

chipping protection

- the hody sills,
— the inside= of the front and rear wings,
- the front and rear lower sactions.

Tt i= alsg used as anti-corrosion protection on the following areas

- erimped joints,
- panel joints.

Bg4l4




ANTI-CORROSION PROTECTION
Anti-chipping mastic

90

Preparation
Thoroughly mix the two campcneﬁts {parts & and B}.

For the products optimum gualities to ke maintained, it i1s impertant that
the two cotponsnts should be mixed in the correct proportions, that is to
=ay -

- atl part A mixed with all part B,

— half part A mixed with half part B.

For life
The mix remains usable for 1 hour at amhient temperature.
Application

Far the mastic to adhere properly, to bare panslling, it must he praceaded
by ocne coat of c¢hrome phosphate primer and one coat of surfacer.

Apply the masztic in successive coats 1 to 1,5 mm thick uslng a pressure pot
type gur.

‘.1_:-.. III
s II.-““- ;
For Pressure pot mastic gqun (type Pipo )
"
] |
e BaDud
A 1 23 .
A éﬁxm . | Adjusting the mastic gun pressure (type Pipo 2).
B 10
T Jv-[- %
reopyen i+ M| The air pressure reducing valve is to be set at 3 bars.
n
ui |—|—‘_I'| 1o

(&) An extruded fillet of mastic is obtained by sdjusting the gun as follows
- unscrew screw (1),

- olose the alr delivery scraw (2],

- unscrew the product delivery screw (3} by three turns.

To spray the mastic on to body sills, rear and panels, radiator grilles,
wheel arches, adjust the gun as follows :

~ unscrew screw (1],

— unscrew screw (2} by one and a half turns,

- uynscrew screw (3} by three turns.

{B] To spray the mastic on to any type of joint, adjust the gun as follows :
. — unscrew scraw [l},

- ungorew =crew (2) by one turn,

- unscrew screw (3} hy two and a half turns.

The gun is to be cleaned after application.

Drying time

Stove the product for 15 minutes. at Boc, using infra-red pansls.
After drying, apply the finizh paint.

This product takes a very long time to fully curs. It is in no way lncorrect
to spray paint on to the product whilst it 1s still slightly flexible.




ANTI-CORROSION PROTECTION

Crimped joint and panel joint mastic 90

MASTIC 514 (6015)

APPLICATION - Structural bonded joints on hody components :
stiffeners, Joints between wings and wheel
archeas, reoofs and bonnet and hoot 2tiffenere.

— Protection of crimped joints on doors and lids.

PACK SIZE 210 gr kit (base + hardeper)! comprising :

= One 135 mm rigid cartridge containing part & -
=t gr,

=~ 1 flazk containing part B - 20 gr,

- 1 flat neczzle,

- 1 piston,

- 1 set of instructions.

USIRG THE FPEODUCT

-

1 - Retove the adhesive tape that 2 - Mix the twe components, in the cart-—
secures the plastic cap to the ridge, using for example a long
cartridge and pour the contents screwdriver, until a theooughly
of the glass flask intoc 1t. mixed paste 1s ckhtalned.

3 = Insert a thin wire, max. @ 1 mm, d - Flt the piston as shown and press it
for exanple a welding rod, piece dewtt with a tool handle.
of steel wire or a paper clip,
bent at one end as shown here, into
the cartridge. It should enter by
at least B co1m.




ANTI-CORROSION PROTECTION
Crimped joint and panel joint mastic 90

J
5 = Aiy will escape frxrom the cartridge & — When no further air is escaping,
past the gap made by the wire. remove the pressure from the platon
and take out the wire with pliers.

——— T Y

7 - Cut off the end of the cartridge. 8 - Fit the specis]l flat nozzle and apply
the mastic using Tercsen gqun S3-DE +
APPLICATION adaptor & 135. The bond, and seal, thus

formed will be touch dry in approx. 40
mln. It can then be painted and stoved.
any conventional nozzle, that will fit
on this type of cartridge, ¢an be used
to form other typesa of joint.

C

Faa1)

FALIRE)
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ANTI-CORROSION PROTECTION
Hollow section protection after repair

Frotecting hollow sections

This protection usually has to be applied "blind" and therefore great care
mast be taken o ensure that the protection is effective.

The areas toc be protected are, in the main, crimped or welded body Jjoints.
The operations to be carried out are as follows, depending on the type of
component being protected

The product is injected into the heollow section affer painting but before
the interior {rim iz refitted. '

Applicaticn

In the case of deoor, tail gatas, bonnef and boot lida, engine compartments
or hoots, where the areas to be protectad can be aseen, a cranked nozzle is
usad to apply it, at a minimum pressure of 3 to & hars.

These operations are represented, on the application drawings, by arrows
showing the directicn in which to point the nozzle.

For "long" hollow secticns such as side members and cross members, in which
the injection oparation cannot be seen, directly, it is preferahle to use a
vertical nezzle which is inserted into each hols =o that the protectiwve
film iz thercughly distributed. '



ANTI-CORROSION PROTECTION
Repainting parts of panels

90

The ridges on the body panel= of this wvehigle make it possible to

repaint part of a panel.

Fallowing small body repairs to scoring etc., just the area con-
cerned cann be repainted by masking—off at one of the riby on the body,
thus making repainting the entire component unnecessary. Great care,
howewer, must be paid to correctly matching the colour

al Upper part

b} Lower part

FEak

Bad3d

- Prepare the area to be repalred.

- Degrease and polish the rest of the component hefore masking it off

ready for painting.

— Mask-off along the upper or lower edge.

(&) Masking-off folding the masking tape

over the edge

Masking paper

Masking tape

ovexr

Masking tape folde

(B) Method of masking-off folding both the matking tape and paper over the adge

Masking paper

Rib or edge

Masking tape

Ribh oy gdge

Masking paper folded
over well away from
the rib or edge




ANTI-CORROSION PROTECTION
Blended-in paint repairs 90

Local paint damage can be repaired by blending in the area concerned.

8434
Blending-in an area on a door and a front wing without repainting all
these two parts.
without repainting all these two parts.

Blending-in on a door and a rear wing

plending-in just the lower sections of twe doors.
PFrepare the aresa to be blended-in (See PAINT APPLICATICH SEQUENCE MNo. 3

and sSection TOOZ2 of MRSO1Y,

We recommend that the edges of the repair should be magkad-off with
masking tape, folded over, before stoving the paint.



ANTI-CORROSION PROTECTION
Basic colour matching theory

90

A/THE COLOUR

— This is the impression that the eye detects when daylight £alls on
coloured objects arcund us.

-~ Daylight conaista of the mixture of colours that can be seen in a
rainkow (Red - Orange - Yellow - Green — Blus — Violet}).

Example
A coloured object {such as an orange) when illuminated by daylight,

gbsorbs all theses colours and reflects back just its own (QOrangs) and
this is the one sean by the eye of the choerveaer.

B/THE CHROMATIC CIRCLE

The chromatlc circle 12 a simplified representation of all these colours.
The centre of the cirele appears as colorimetric black.

PRIMARY COLOURS SECONDARY COLOURS

These cannot be obtained by mixing. These are obtained by mixing two primary
oo lours,

RED + YELLOW = (QRANGE
RED + BLLUE = VIQLET
BTLITE + YELLOW = REPEN



ANTI-CORROSION PROTECTION
Basic colour matching theory

90

THE ROLE OF 'THE SECONDARY COLOURS

CREEN - ORANGE and VIQLET are saild to be sacondary to the primary cm;uurs
that are diametrically opposite one another on the chromatic clrcle ino
that they are made up of two of the PRIMBRY colours.

_ If we mix three PRIMARY colours we obtaln BLACK (colorimetric black}.

!l

Example YELLOW + VIOLET BLACK

BLUE+EED

ELUE + CRANGE BLACK BED + GREEN = BLACK

EED+¥ELLOW BLUE+YELLOW




ANTI-CORROSION PROTECTION
Basic colour matching theory

90

C/COLOUR MATCHING

= Carry out the basic principles of application (see wall chart).

- Spray the paint on to a sample plate, paintad with surfacer,

— Pelizh an area of the vehicle alongside the repaired araa.

D/CORRECTING THE MATCH

- A colour &nnsists of 4 to 5 basic colours.

= Aoy oolour difference is corrected by using the basilc components
of the formula otherwise there is a risk of metamerism occurring.

E/WHAT IS METAMERISM 7

Visually, metameriswm results in any difference between the basic
colour and the matching ceclour heing accentuated by a change in
the composition of the light under which it is cheerved.
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