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NOTES



WELDED PANEL REPLACEMENT - Headlamp Support

3-3

HEADLAMP SUPPORT

Symbol Operation description
XXX Spot welding
MIG plug welding
EEAA m indicates two panels to be welded
A indicates three panels to be welded
++++ MIG spot welding
HHHHHH MIG arc welding (continuous)
70000000000

Braze welding

Anti-corrosion agent applicatién Iocéiions
(Use access holes to apply liberally to
butt-welded joints.)

:Q\\

AR

\
(

3310002

3310003



3-4 WELDED PANEL REPLACEMENT - Fender Shield
FENDER SHIELD

Symbol Operation description

XXX Spot welding

MIG plug welding
EEAA m indicates two panels to be welded
A indicates three panels to be welded

++++ MIG spot welding
SHEHH MIG arc welding (continuous)
©a0a000000 Braze welding

Anti-corrosion agent application locations
i (Use access holes to apply liberally to

butt-welded joints.)
NS
)
“q ~N \ﬁ\
9‘\\%' )/

3310073

@ 3310143

For weld points with the headlamp support, refer to P.3-3 — Headlamp Support.

NOTE:



3-5

WELDED PANEL REPLACEMENT - Fender Shield




3-6 WELDED PANEL REPLACEMENT - Fender Shield

.L

Indicates weld points between the front floor side sill, inner, front and the sidemember.

NOTE:
For weld points with the front upper frame extension, reter to P.3-8 — Front Pillar.




WELDED PANEL REPLACEMENT ~ Fender Shield

3-7

Bt F Lﬁg

Uy 00 DD, \
olIIII/- < LI

m 3310139

El‘)\b\\t

= <
=) - CH

——A

la_ala a

— Y __A__/,“\ "r\ -

K

3310060

NOTES WITH REGARD TO REPAIR WORK
INSTALLATION

When installing the front upper frame, inner, apply sealant
to the spring housing panel in the places shown in the

illustration.
Bl : Adhesive
Adhesive | Type Brand
Epoxyresin adhesive 3M DP-420
Caution

sealant could ignite during welding.

Do not apply the sealant in the welding locations, as the



3-8 WELDED PANEL REPLACEMENT - Front Pillar
FRONT PILLAR

Symbol Operation description
eooce Spot welding
MIG plug welding
ENAA m indicates two panels to be welded
A indicates three panels to be welded
++++ MIG spot welding
HHHHHH MIG arc welding (continuous)
CODCO0O00 Braze weIdlng
Anti-corrosion agent application locations
i (Use access holes to apply liberally to
butt-welded joints.)

| REPAIR WELDS|

\

3210003

@ 3310121

upper frame extension,
outer removed

( Condition with front > @

3310122

Caution

Use equipment (such as a pneumatic saw) which does not produce heat when repairing locations
where foaming agent is used, otherwise the foaming agent may ignite.



WELDED PANEL REPLACEMENT - Front Pillar




3-10 WELDED PANEL REPLACEMENT - Front Pillar

3310123

3310124

3310126

NOTES WITH REGARD TO REPAIR WORK
INSTALLATION

(1) When cutting the front pillar, move the cutting position
up by 50 mm for both the outer side and the inner side
in order to maintain strength.

(2) Join the new front pillar, outer and front pillar, inner into
an assembly before installing them to the body.

(3) Apply body sealant in the place shown in the illustration
when installing the front pillar assembly to the body.

i - Body sealant

(4) When butt-welding the new front pillar inner and front pillar
reinforcement, inner to the vehicle body, grind the panel
cuts indicated by (A) and (B) in the illustration into a V
shape in order to make it easier to weld two panels together
simultaneously.

(5) When installing the front upper frame extension, outer,
apply adhesive to the panel and the foaming agent in
the places shown in the illustration.

Bl : Adhesive
Adhesive | Type Brand
Epoxyresin adhesive 3M DP-420




3-11

NOTES



3-12 WELDED PANEL REPLACEMENT - Center Pillar
CENTER PILLAR

Symbol Operation description
eseoe Spot welding
MIG plug welding
EEAA = indicates two panels to be welded
A indicates three panels to be welded
++++ MIG spot welding
HHHHHHH MIG arc welding (continuous)
©0oaEa0000 Braze welding
Anti-corrosion agent application locations
i (Use access holes to apply liberally to
butt-welded joints.)

A Foam filling agent

! Vehicles for
General Export

3310011

3310133

[Vehicles for General Export]

P 3310013
B

[Vehicles for Europe]

@ 265 mm + 40 mm 250 mm + 20 mm
3310014

A A A A A
—ﬂr-

; I

- A A A A a3 =
A s I
I_A_l’flAl IAI*’A—'I'AI A_A A A_A

-

3310012

3110094




WELDED PANEL REPLACEMENT - Center Pillar

3-13

Q
=3 N\ Center pillar
Q / seatbelt

reinforcement

Side roof rail,

inner 3210008

Center pillar
seatbelt

é reinforcement

3310132

3310009

NOTES WITH REGARD TO REPAIR WORK

[Vehicles for Europe]
REMOVAL

(1)

@)

Separate the weld points so that the side roof rail, inner
can be bent as shown in the illustration.

Cut the center pillar outer panel, center pillar outer
reinforcement and center pillar reinforcement above the
center pillar seatbelt reinforcement.

INSTALLATION

(1)
(2)

(3)

(4)

The side sill reinforcement and side sill bulkhead will not
be replaced, so remove them from the new part.
When installing the center pillar, inner, apply adhesive
to the rear door check bulkhead in the place shown in
the illustration.

Hl : Adhesive
Adhesive | Type Brand
Epoxyresin adhesive | 3M DP-420

Apply adhesive to the body side of the side sill
reinforcement.

Il . Adhesive
Adhesive | Type Brand
Epoxyresin adhesive | 3M DP-420

When butt-welding the new center pillar outer rein-
forcement and center pillar reinforcement, inner to the
vehicle body, grind the panel overlapping sections
indicated by (A) and (B) in the illustration into a V shape
in order to make it easier to weld two panels together
simultaneously from inside the passenger compartment.
Weld the center pillar outer panel from outside the vehicle.
After welding the center pillar, return the side roof rail,
inner to its original position and weld it.



3-14 WELDED PANEL REPLACEMENT - Center Pillar

Side roof rall,
inner

(1)

Center pillar
seatbelt
reinforcement

3210008

\

(2)

Center pillar
seatbelt
reinforcement

3310131

Butyl rubber (1)
tape
(@)

3)

3310130

3310134

)

3310127

[Vehicles for General Export]
REMOVAL

Separate the weld points so that the side roof rail, inner
can be bent as shown in the illustration.

Cut the center pillar outer panel and center pillar
reinforcement above the center pillar seatbelt rein-
forcement.

INSTALLATION
* The side sill reinforcement and side sill bulkhead will not

be replaced, so remove them from the new part.
When filling the center pillar, outer with foaming agent,
seal the gaps with butyl rubber tape to prevent any foaming
agent from leaking out.

When installing the center pillar, inner, apply adhesive
to the rear door check bulkhead in the place shown in
the illustration.

Bl : Adhesive

Adhesive Type Brand
Epoxyresm adhesive | 3M DP-420

After installing the center pillar inner panel, insert bolts
into the holes in the weld nuts used to install the door
hinges, and cover over the other holes and the flanges
with sheet metal aluminum tape.

Stand the center pillar up so that it is instalied to the
body, and then fill it with foam filling agent through the
hole shown in the illustration.

Foam filling agent: 3M Super Panel Filler



WELDED PANEL REPLACEMENT - Center Pillar 3-15

W) (7) After filling the center pillar with foam filling agent, the
" 5 agent will flow out from the hole, so catch it in a box
0 or similar item. If the foam filling agent leaks out of any
’\K gaps, these gaps should be covered over.
\ After two hours have passed, remove the aluminium tapes
= and bolts, and solder the hole so that the clips are inserted
securely.
ﬁ 3310128

(8) Apply adhesive to the body side of the side sill
reinforcement.

Bl : Adhesive

Adhesive | Type Brand

Epoxyresin adhesive | 3M DP-420

(9) Weld the center pillar outer panel from outside the vehicle.
Weld the center pillar reinforcement securely from inside
the vehicle. After welding the center pillar, return the side
roof rail, inner to its original position and weld it.

3310135




3-16 WELDED PANEL REPLACEMENT - Side Sill
SIDE SILL

Symbol Operation description
soooe Spot welding
MIG plug welding
EENAA m indicates two panels to be welded
A indicates three panels to be welded
++++ MIG spot welding
HHHHHH MIG arc welding (continuous)
000000000 Braze welding
Anti-corrosion agent application locations
i (Use access holes to apply liberally to
butt-welded joints.)

AN Y
i) w Y
‘/ A +20 mm / {
| ]
‘ E r\f [ /= dea m"i/“ Eﬂ}
N \ P S )
TR — S HHA, i
' A Q:_A.A_A._A..A_:.,A__A_A_A_A-A_AiA,‘ 0 L e
A A [ [ L
s %% aa ° o i, A 4 aada m o /o
A A A A =
a ¥ ] e
A " . "
T lamamraAmaA.

3310039

< PO : /
Q - l‘,_'_
Af‘;;:f

LA:| 3310089 3310040 @

3310043

@ 3310042 IE E 3310044



WELDED PANEL REPLACEMENT - Side Sill

3-17

NOTE:

Caution

side outer panel.

Replace parts in accordance with the extent of the damage.

: Area that can be cut

(View with side outer panel removed)

The side sill reinforcement should be cut 50 mm away from the butt-weld between it and the

3310048

3310048

3310047

3310046

NOTES WITH REGARD TO REPAIR WORK

INSTALLATION

(1) When installing the side sill reinforcement to the body,
apply adhesive in the places shown in the illustration.

Il : Adhesive

Adhesive | Type

Brand

Epoxyresin adhesive

3M DP-420

(2) When installing the side outer panel, apply adhesive to
the front pillar reinforcement in the places shown in the

illustration.
B : Adhesive
Adhesive | Type Brand
Epoxyresin adhesive | 3M DP-420

(3) When installing the side outer panel, apply body sealant
to the quarter inner panel in the places shown in the

illustration.
: Body sealant



3-18 WELDED PANEL REPLACEMENT - Quarter, Outer

QUARTER, OUTER <Sedan>

Symbol Operation description

eoeoe Spot welding
MIG plug welding

EEAA m indicates two panels to be welded
A indicates three panels to be welded

++++ MIG spot welding

FHHHHHH MIG arc welding (continuous)

0000000000 Braze welding

salecss Anti-corrosion agent application locations
i (Use access holes to apply liberally to

butt-welded joints.)

160 mm

3310085

3310106

Caution 3310086 & 3310087
Do not heat the places where foaming agent has been D]
used, otherwise the foaming agent may ignite.



WELDED PANEL REPLACEMENT - Quarter, Outer 3-19

3310088

NOTE
Parts can also be replaced depending on the extent of the damage.

Caution

(1) Avoid cutting the fuel filler neck bracket

(right side).
(2) Use equipment (such as a pneumatic
3010012 saw) which does not produce heat when

repairing locations where stiffener is
used, otherwise the stiffener may ignite.

NOTES WITH REGARD TO REPAIR WORK
REMOVAL

To remove the quarter corner panel, cut away the side outer
panel in the place shown in the illustration, and then separate
the quarter corner panel weld points.

Quarter corner panel

3310050

INSTALLATION

(1) Apply body sealant to the body in the places shown in
the illustration.




3-20 WELDED PANEL REPLACEMENT - Quarter, Outer

T -AETT T 3310054

Foaming agent

3310052

Cross-section [A]

\ 3310053

3310056

(2) After installing the side outer panel, fill the section shown
in the illustration with foaming agent through hole (B).

(3) After replacing the side outer panel, attach stiffener to
the place shown in the illustration, and then use a hair
drier or similar tool to heat the stiffener so that it hardens.

(4) When installing the quarter panel support trunk side, apply
adhesive in the place shown in the illustration.

Il . Adhesive
Adhesive | Type Brand
Epoxyresin adhesive | 3M DP-420




NOTES



3-22 WELDED PANEL REPLACEMENT - Quarter, Outer

QUARTER, OUTER <Wagon>

Symbol Operation description
XXX Spot welding
MIG plug welding
EEAA m indicates two panels to be welded
A indicates three panels to be welded
++++ MIG spot welding
HHHHHHH MIG arc welding (continuous)
0000000000 Braze welding
Anti-corrosion agent application locations
szi0040 i (Use access holes to apply liberally to
butt-welded joints.)

N—

3310105

@ 3310106

3310107



WELDED PANEL REPLACEMENT - Quarter, Outer 3-23

iy o)

3310108 [E

3310109
NOTE
Parts can also be replaced depending on the extent of the damage.
Caution
(1) Avoid cutting the fuel filler neck bracket
(right side).
3010010 (2) Use equipment (such as a pneumatic

saw) which does not produce heat when
repairing locations where stiffener is
Area that can be cut used, otherwise the stiffener may ignite.

NOTES WITH REGARD TO REPAIR WORK
INSTALLATION

(1) When installing the quarter outer panel, apply body sealant
and structural adhesive to the places shown in the
illustration.

% . Body sealant
Bl : Adhesive

Adhesive | Type Brand
Epoxyresin adhesive | 3M DP-420

(2) After installing the quarter outer panel, attach stiffener
to the place shown in the illustration, and then use a
hair drier or similar tool to heat the stiffener so that it
hardens.

3310104




3-24 WELDED PANEL REPLACEMENT - Rear Floor

REAR FLOOR <Sedan>

Symbol Operation description

XXX Spot welding

MIG plug welding
EEmAA m indicates two panels to be welded
A indicates three panels to be welded

++++ MIG spot welding
HHHHHHH MIG arc welding (continuous)
0300000000 Braze welding
Anti-corrosion agent application locations
5210041 i (Use access holes to apply liberally to

butt-welded joints.)

|

|

: [ ' Shipping
' | . .: Vow bracket
I I ) l.' '.'
Ll | o)
! [ W e Spare tyre
: It l.: L bracket

[ ]
1B L A
- | [ ] .| I-i l.‘

| u’in) n a Garage jack - Shiooi

7 ipping
i I bracket branket
} S Rl
B = a/m: m e ac e
-~ (WA -2 -]

A A AT AT ATATCA

\ Jack bracket 3310112

Left side = ®
1.2
\A—:“‘ﬁ A L *
NV —
it e -

3310113
Left side 4 Right side only

NOTE:
For weld points with the rear end panel, refer to P.3-30 — Rear End Panel.



WELDED PANEL REPLACEMENT: - Rear Floor

[VhI s for GCC)

(Indic t th Idp s bet w n the rear floor sidemember
and the rear floor side m mb f ment)



3-26 WELDED PANEL REPLACEMENT - Rear Floor

290 + 20 mm

3310103

3310103

3310145

NOTES WITH REGARD TO REPAIR WORK
[Except for GCC]
REMOVAL

(1) In order to make cutting of the rear floor pan easier,
separate the weld points on the garage jack bracket before
cutting.

(2) Cut the rear floor pan 290 + 20 mm from the seat back
brace extension, lower.

(3) Cut the rear floor sidemember behind the drain hole
indicated by (=) in the illustration.

[Vehicles for GCC]
REMOVAL

(1) In order to make cutting of the rear floor pan easier,
separate the weld points on the garage jack bracket before
cutting.

(2) Cut the rear floor pan 290 +£ 20 mm from the seat back
brace extension, lower.

(3) Cut the rear floor sidemember together with the rear floor
sidemember reinforcement 40 mm or more behind the
drain hole indicated by the arrow (e=) in the illustration.

INSTALLATION

(1) Cut only the rear floor sidemember 40 mm forward of
the rear floor sidemember cut on the body side.

(2) Measure the new part so that it fits to the body side,
and then cut it.

(3) Butt-weld the rear floor sidemember reinforcement from
the inside, and butt-weld the rear floor sidemember from
the outside.



3-27

NOTES



3-28

WELDED PANEL REPLACEMENT - Rear Floor

REAR FLOOR <Wagon>

3210040

Symbol Operation description
XXX Spot welding
MIG plug welding
EEAA m indicates two panels to be welded
A indicates three panels o be welded
++++ MIG spot welding
HHHHHHH MIG arc welding (continuous)
0000000000 Braze welding

Anti-corrosion agent application locations
(Use access holes to apply liberally to
butt-welded joints.)

/_’_ N

—AT _A‘.:A:A"A—A— wihy' &
> “l o

A—__

]
E-
)|l
I |
] |
il
[ II
|
| : |
| |
P
e
ol
I '
=) !
Il ¢ \
I
I |r‘
1
a O o o
-7 3310092

NOTE:

\J. /A u"\J'\
Al a Shipping
I‘ 1 bracket
b A
A
i 3
IA |A_,‘ Spare tyre
[| = bracket
A 1
A
I\
A Al ™~ Shipping
\ X bracket
A ) -
[ el - -L/. w-w--al
: ;‘i e W e
~ < < ©
Y A-—A—-A/»A —A—:——A— Al A
\ /
3310114

Jack bracket

For weld points with the rear end panel, refer to P.3-31 — Rear End Panel




WELDED PANEL REPLACEMENT - Rear Floor

3-29

A AT
p% 1‘.—.:;5—_‘.‘

( Left side a

/

Right side only [ —~
3310148

/ |

Provisionally attach

at 4 points 3310098

NOTES WITH REGARD TO REPAIR WORK

\

j:‘ S-S

Hw

15£20 mm

SN

3310102

3310101

REMOVAL
(1) In order to make cutting of the rear floor easier, separate

== the weld points on the garage jack bracket before cutting.
) ) (2) Cut the rear floor pan 115 =+ 20 mm behind the rear floor
L &\ crossmember upper.

(3) Cutthe rear floor sidemember behind the drain hole shown
in the illustration.



3-30 WELDED PANEL REPLACEMENT — Rear End Panel

REAR END PANEL <Sedan>

3210041

Symbol Operation description
XXX Spot welding
MIG plug welding
EEAA m indicates two panels to be welded
A indicates three panels to be welded
++++ MIG spot welding
HHHHHHH MIG arc welding (continuous)

Braze welding

| REPAIR WELDS|

Anti-corrosion agent application locations
(Use access holes to apply liberally to
butt-welded joints.)

3310004




WELDED PANEL REPLACEMENT - Rear End Panel 3-31

REAR END PANEL <Wagon>

Symbol Operation description
XXX} Spot welding
MIG plug welding
EEAA m indicates two panels to be welded
A indicates three panels to be welded
++++ MIG spot welding
HHHHHHH MIG arc welding (continuous)

Braze welding

3210040

Anti-corrosion agent application locations
(Use access holes to apply liberally to
butt-welded joints.)

3310005

3310006




3-32

WELDED PANEL REPLACEMENT - Roof

ROOF <Sedan>

Symbol Operation description
XXX Spot welding
MIG plug welding
EEAA m indicates two panels to be welded
A indicates three panels to be welded
++++ MIG spot welding
HtHHHHH MIG arc welding (continuous)
2000000000 Braze welding
Anti-corrosion agent application locations
i (Use access holes to apply liberally to
butt-welded joints.)
| REPAIR WELDS |
Standard roof
[ BB 3 b g
L[t 5o i G
@ | 0 ':“‘_‘ HH ey 3 S
i Vi H & A % fg ::‘l
i oA H i
L] [l T v bigt )1
BI\_§ i | o o i
] A i b ] L
. D] W by il
I : E é UD
ban ; il ;"?-"ﬁ‘/
A VA ] & | :_: i ! Al
A AN AT AT AN AT A A A AR A A A A A A e/
A A A A —al
//)" - YT T
S § 3310023
unroo
T 'l g
oo PoBH % ]
. EVv _i \_% :'.'.ﬂ G|
o LA -
(] Lt 1 1 ! [
TR P Y
Bl i i ]
P i ‘
;W ' g /
G 5 ; g§ L
\\‘\\-ﬁ,\ \\ i\ " %l ".15-'. - A[l
‘\ \\‘\‘ \\\ PN s :::’ ______ /l,’l /AAI
A - ,:‘_f‘f‘:‘,A_A__I_AIAA,AA.A_A.I‘I_A-A;A_A‘_A ‘AZN‘\
} IL YT T
lE 3310024
. Adhesive Ml : Adhesive
Type Adhesive | Type Brand
Adhesive E in adhesi 3M DP-420
Chloroprene-base drying sealant poxyresin adnesive '




WELDED PANEL REPLACEMENT - Roof 3-33

3310029 3310027

Foaming agent
3310031 @ 3310032

SS

33M0013

E

Foaming agent

3310033

3310034

G|

Caution
Use equipment (such as a pneumatic saw) which does not produce heat when repairing locations

where foaming agent is used, otherwise the foaming agent may ignite.



3-34 WELDED PANEL REPLACEMENT - Roof

ROOF <Wagon>

Symbol Operation description

XXX Spot welding

MIG plug welding
EEAA m indicates two panels to be welded
A indicates three panels to be welded

butt-welded joints.)

++++ MIG spot welding
- MIG arc welding (continuous)
6000000000 Braze welding ”
Anti-corrosion agent application locations
i (Use access holes to apply liberally to

| REPAIR WELDS |

Standard roof

»

ot s X 3

»

>
b

i L3 H_ B
-LP B

PEBEEDN

T
It i

[y

1
[l o 3
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=

N
2

____________
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Y L <

Il : Adhesive

-
Sunroof @ H 3310149
l : .

E 3310150

Type Adhesive | Type Brand

Adhesive

Chloroprene-base drying sealant

Epoxyresin adhesive 3M DP-420




WELDED PANEL REPLACEMENT - Roof 3-35

Foaming agent Foaming agent
@ 3310030 3310028

ﬁ/
~<ur
Dl 15

3310035
3310032

3310036 @ 3310037

3310038

3310151

Caution
Use equipment (such as a pneumatic saw) which does not produce heat when repairing locations
where foaming agent is used, otherwise the foaming agent may ignite.

. Foaming agent NOTES WITH REGARD TO REPAIR WORK
N INSTALLATION

Heat the foaming agent which is used between the map lamp
bracket, roof rail front, inner and roof panel with a hair drier
until it foams.

3310045




3-36

WELDED PANEL REPLACEMENT - Quarter, Inner

QUARTER, INNER <Sedan>

3210041

| REPAIR WELDS |

4 points at right ~

Symbol Operation description
XXX Spot welding
MIG plug welding
EENAA m indicates two panels to be welded
A indicates three panels to be welded
++++ MIG spot welding
HHHHHHE MIG arc welding (continuous)
Braze welding

Anti-corrosion agent application locations
(Use access holes to apply liberally to
butt-welded joints.)

N\
4 points at left

VL.

3310077

3310076
(Condition with quarter outer removed)

3310078




3-37

WELDED PANEL REPLACEMENT - Quarter, Inner

Provisionally attach at 4 points

3310080

3310079

3310081

(Left side)

'E]

3310083



3-38

WELDED PANEL REPLACEMENT - Quarter, Inner

QUARTER, INNER <Wagon>

Symbol Operation description
XXX Spot welding
MIG plug welding
EEAA m indicates two panels to be welded
A indicates three panels to be welded
++++ MIG spot welding
HHHHHH MIG arc welding (continuous)
3000000000 Braze welding

3210040

Anti-corrosion agent application locations
(Use access holes to apply liberally to
butt-welded joints.)

“

N2
(o)

\

4 points at left

— L J -

0 0,9 .

3310110

{Conditions with quarter outer removed)
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3-40

WELDED PANEL REPLACEMENT - Front Door Outer Panel

FRONT DOOR OUTER PANEL

3110039

Symbol Operation description
XXyl Spot welding
MIG plug welding
EEAA = indicates two panels to be welded
A indicates three panels to be welded
++++ MIG spot welding
HHHHHHH MIG arc welding (continuous)

Braze welding

Anti-corrosion agent application locations
(Use access holes to apply liberally to
butt-welded joints.)

3310015

Vehicles for Europe

: Adhesive

Type
Adhesive yp

Chloroprene-base drying sealant

3310146

NOTES

(1) Weld point*

50 mm

Vehicles for
Europe

3310020

3310019

indicates manufacturer’'s welding point.

(Unnecessary at repair work)
(2) After hemming the door outer panel, MIG spot weld the
flange overlap section at a pitch of approx. 50 mm.



WELDED PANEL REPLACEMENT - Rear Door Outer Panel 3-41

REAR DOOR OUTER PANEL

Symbol Operation description
AR N Spot welding
MIG plug welding
EWAA m indicates two panels to be weided
A indicates three panels to be welded
++++ MIG spot welding
HitHHHHH MIG arc welding (continuous)
000000000 Braze welding
Anti-corrosion agent application locations
3110039 i (Use access holes to apply liberally to
butt-welded joints.)

50 mm

33IW0013

O

3310021

3310016

3310022

C|

3310147

#& . Adhesive NOTES
(1) Weld point* indicates manufacturer’'s welding point.
Type (Unnecessary at repair work)

Adhesive

(2) After hemming the door outer panel, MIG spot weld the

Chloroprene-base drying sealant flange overlap section at a pitch of approx. 50 mm.
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