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BODY - ‘COMPONENTS PARTS
. CORROSION PROTECTION

_ BODY CONSTRUCTION ..
- -BODY “CONSTRUCTION

BODY ALIGNMENT,
~ BODY“CENTER MARKS.

“HANDLING PRECAUTI ms £9 FOR PLASTICS
oe LOCATION OF PLASTIC PARTS ......cacceeeseseveeeees 34

some nememnnnrmns mens PRECAUTIONS ore ora rat rrr

HOODLEDGE (Partial Replacement)
» FRONT. SIDE MEMBER =

FRONT SIDE MEMBER (Paria Replacement)
xs wFRONT: PILLAR = i bg

OUTER SILL ........ :
OUTER SILL (Partial Replacement)
REAR FENDER g

~ “REAR PANEL”
REAR-FLOOR=REAR
REAR SIDE MEMBER ........
REAR SIDE MEMBER EXTENSION

*? 228RQOF*PANEL®(COUPE)
ROOF PANEL (FASTBACK)
OUTER DOOR PANEL



HOW To USE THIS MANUAL
PLACEMENT OPERATIONS

-HOODLEDGE °poe ees HOODLEDGE oS
r {Work star rine cove suppart hat been emowed == + .

INSTALLATION NOTES ___ 144
© - 

Align locating holes following the figure. ©

mii 10:20 t0'0.24' in} ¢
lower dash panel will be

© Mig plug weld portion (e) from inside while
portion with * (asterisk) should be welded

reinforcement are installed on the. veh C
REPLACEMENT OPERATIONS.

® SERVICE. JOINT: ‘ i os
Welding methods and. No. of welding points for performing body feper work are described (replacement
of body parts). at
To maintain the integrity. of the vehicle body, work should be done, observing the instructions described
here (particularly No. of welding Points). moet :
[Example]

an 27 ; Rae Pe :
“Portion — Es 0. of welding points _ a

. MIG plug weld (See symbol mark on page 43.)

© Symbols aare used i in illustrations tto clearly icesittty welding methods. (See symbol mark on page 43.)
6) PORTIONS TO BE WELDED: > - ,-- ,
2 Portions to be welded are listed, - including descriptions ‘of those areas to which the portion under the

subtitle (ex. Hoodledge panel) will be welded...

) REMOVAL/INSTALLATION NOTES. 7 a Se
Main service points and special notes for body repair work are described.

—-2=



GENERAL: INFORMATION

IDENTIFICATION NUMBERS
Vehicle identification plate

F.M.V.S.S. certification labet

information label Vehicle identification number plate
SG1547

VEHICLE IDENTIFICATION NUMBER
ARRANGEMENT

SINT H2S

Manufacturer ‘s+ i
JN1: Nissan passenger vehicle : ;

Engine’ type - qf Bros “W: Kyushu

‘ = Model year

Vehicle line aE a i K: 1989 year model
S: NISSAN 240SX :

Check digit (0 to 9 or X)
Model change (0 to 9)

eussya aed ayyyd syThe codé'far the check’
: a Fy determined by mathematical

Body type a ae computation.

: =- Restraint system

be — _- aS Standard o
. : P: Automatic



-GENERAI

NUMBER

SGIS54

VEHICLE IDENTIFICATION NUMBER
ARRANGEMENT _ -

(For Europe)

JN1 : Nissan:

oO : Stopgap’ (no. meaning)
SE

r

R : Fast Back

xRX S133 U 2
i

R: Fast Back

‘Us For Europe

00001

=== Model

O : CA18DET ériginé

1: means no indication.

x

Vehicle seri

Mode!

ehicle. serial: numb



_—_________. GENERAL“ INFORMATION.

GARAGE JACK AND SAFETY STAN
WARNING: i
e Never get under the vehicle while it is supp

the frame when you have to get under the ve
@ Place wheel chocks at the front wheels when

. wheels when the front wheels are raised.

CAUTION: —
Place a wooden or rubber. block between safety stand and vehicle body when the supporting body is fla

Garage jack points

contact the brake tubes.and_fuel Jines. .

the slit Of the lift pad to
he ‘sill ftom deforming: Jf the pad. a]

the slit, prepare a suitable attachime:

“SGI553



VEHI IMENSIONS
Unit: mm {in}

Europe Except Eurdpe’
Overail length

$ “Overall. width, tt

Overall height

4,535 (178.5)

1.290 (60.8)
1,465 (57.7)

4,520 (178.0)

FRONT WHEEL ALIGNMENT (Undaden*1)
REAR WHEEL ALIGNMENT (Unladen*)

For U.S.A. Exept for U.S.A. oe Except for U.S.A,
& Canada & Canada { & Canada i

Camber degree —1°30' to 0° —1°25' to 5’ Camber degree 1. 40' to 0° 4g"
Caster 7 degree a j

mere Y ae ta

Toe-in (Total)
mm (in)

degree

Kingpin inclination 42°30" - 14°0
» degree

Front wheel turning angle

Full turn*2 © 439 /99°

inside/outside 39° - 43° 133degree
36° - 40°/32°*3 /
39° - 43°/33°*4! /

i

*1; Tankful of fuel, radiator coolant and” engin full. Ses
jack, hand tools; mats in designated positi

*2: On power steering models, wheel turning force. fat circum-: ~
ference of steering wheel) of 98 to 147 N (10 to 15 kg,
22 to 33 Ib) wi ic .

*3: Europe L.H!
*4A: Except -



PONENT:PARTS —BODY -COM

UNDERBODY COUPE
FAST BACKARTSINENT-
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-Ni alloy

Chromate

EN Organic film

MMM

Stést sheet

corrosi effect, are employed on ail ll body components. : ; ‘
CAUTION: ; y : ~ ;

Genuine Service. Parts also’ are: treated in the same: ‘mann r. Therefore, it is recommended): hat

~10—



——— — CORROSION PROTECTION:

|_____ANTI-CORROSIVE WAX_ |
In.order to improve corrosion -resistance;: anti-corrosive..wax is applied -inside the -body sill:and:inside other”
closed sections. Accordingly, when replacing these parts, be sure to apply anti-corrosive wax:to the ‘appro: +
priate areas of. the:new:parts. Select an excellent anti-corrosive wax vie will:penetrate :after application
and has a long shelf.life..; .

‘Section c-c°
Rear floor rear

7 Rear floor Rear floorInner sill~ .
4 .side

_ 
N

Front -
fender ~

Hoodledge Rear side
reinforcement Outer Outer-door " Front floor | member
Front side member sill lid Rear fender

Section B—B Section D—D Section F—F Section H-H Section J—J

Outer rear Fastback mode!
wheelhouse Outer trunk lid ve hood Rear floor rear

a
Rear Inner trunk Sg Inner hood Center
fender lid erossmember



catalytic converter which are ‘subjectitt to heat).
2. Do not undercoat the exhaust pipe, other parts which become hot, and rotar Parts...
3. Apply bitumen wax aftet applying undercoating.



In order to prevent d he lower outer body pane}
additional. layer. of St ne Gua oat over the ED primer coating /
‘panels, apply underco; to the same-portions as:before. Use a coat
‘resistant-and-has.a long shelf-life: aaron

Section B—B
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BODY. SEALING

The following figure shows the areas which are sealed at the factory: Sealant which has been, applied’to these
areas should be smooth and free from cuts or gaps. : ~ o ae :
Care should be'taken not to apply an excess amount of sealant and not to allow other unaffected parts to
come into contact with the s

_ Sve
of : Portion N



Witen
es

sss BOD Ve SE AE ING ic ences

___|, Detail D .

Detail E

Detat G

= 16—



——_ BODY SEALING —____

Detail K ~~~ >
a=] Deel DO ST TTT

S ur2¢3-| Detail R



i

a BODY SEALING wasn en

Detail So Detail
Fastback model A Fastback model

= =



“BODY ALIGNMENT

BODY*CENTER “MARKS

‘A mark has been placed on each part of the body to-indicate-the:vehicle center. When repairing parts dam-
aged .by,;an accident. which might: affect the. vehicle frame (members, pillars :): more accurate;: efféctive
repair will be possible by using these-marks together with body.alignment dat

~ "Portion C

Detail A . Detail B Detail C Detail D, E

® Upper radiator core @ Lower radiator core
support . support © Cowl top © Front and rear root

Detail F Detail G Detail H Detail |
x

ER RR ;

—=j ° = 0. _———

oo
@ Rear waist panel ®@ 2nd crossmember e@ Rear ficor front extension © Parcel shelf

=19=



-BODY) ALIGNMENT.

DESGRIPTION

gauge itself to make sure there is no fei plagd
© When a measuring tape is used, check to be sure there is no o elongation, twisting or r bending.

~~Measurements should be taken at the center of the mounting holes” ~~~ oe

ring point indicates that the measuring point on the other
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“Y" and “Z".

agu

": Vehicle center
: Center line of front axle| . so te : “Z" + Imaginary base linei GD: LH. side / [200 mim below datum line

; @H : CR H. side . (“OZ" at design ptan)]
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BODY ‘ALIGNMENT:

Unit: mm |

~. SBFIQ3E;

Cowl top side

$BF220E



inivsionlat
anecelt

Strut tower Front side mem

SBF223€

SBF224E

SBF222E

—22-~



BODY ALIGNMENT ___

UNDERBODY :(For:.U.S.Az «

|__——s. ~MEASUREMENT___|

Un
it: 

mm

“1,6
00

1,43
4*

993
* 

-

416
*

393
*

L.H
. 

sid
e

o5
t*

452
*

* 
684

*

1,01
5*

nga 4ne 

SBF194E

23>...
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BODY ALIGNMENT a et

-UNDERBODY. (For U.S:A2) *“Ganada

Front and rear strut tower centers : Front side member and fr

Coordinates: >. {,Coordinates:©.@ *|@.X: 542.2 
“| X: 132.9Y: 63.5 

Y: -582Z: 725:7 
Z: 1890.8 ,

X: 474.5
Y: 2,500 Front: ©), ‘
Z: 658.9 Rear: (1),@ 48 dia.

Rear suspension member front mounting bolt threaded
fend 

j i
Coordinates:

@.0
X: 535
Y: 2,050
2: 116.3

‘| Center side

_ {Rear suspension member rear mounting bolt threai
end H : . =Coordinates: Saat ee Oe ee = : == 0,0 ya!(ORO) ri : tdX: 303

Y: 2,635

Z: 65.8

SBF227E

SBF272E



SBF389E

: ALIGNMENT
ia. BOD)

Y.

MEASUREMENT:

jar

U-ale 
843Y 

L
) |.

Sauo.jenjoe.aue-
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—— BODY ALIGNMENT.

UNDERBODY. (Except forsU.S.A: &

SEF390E



Front and rear strut tower: center:

-| Coordinates: |. Coordinates:

©.@ @.@
X: 542.2 X: 132.9
Y: 635 | a Y: 582.
Z: 725.7 : Z: 189

x: 4745 X: 370

Y: 2,500 Front: ©) ;@ 87 dia, Y: -304.57'
Zr 658.9 Rear: (1),@ 48 dia. :

Coordinates:

@.®
X: 535 |
Y: 2,050

Z: 116.3

threaded end
Coordinates:

d.O
X: 303
Y: 2,635

Z: 658
Lf ®D

Rear suspension member rear mounting bolt

M12 bolt

Of

SBF227E

SBF391E

28



TBODY ALIGNMENT

PASSENGER COMPARTMENT AND REAR:BODY ~ COUPE

[|___s MEASUREMENT______|



wi BODY ALIGNMENT

feES

MEASUREMENT POINTS coe
Unit: mm

COUPE

of center position

| center (6 dia.)

jing mark

Front pillar outer upper joggle

©®© :} Outer front pillar standard hole

© : Front pitlar outer upper joggle

- oom- 

- “S. Cowl topside

a 2 :

©© : Outer front pillar standard hole
center (14 dia.) z

Outer fro
‘center | /

nt pillar indentionTM

©: Extension-rear floor fr:
center (8 dia.)

‘ont hole

ender standard hole aso

@@ _: Rear fender indention center

Rear fender indention center

©
® : Roof center position
@ =: Rear fender joggle

jing mark @@ : Rear fender joggle
QM (XO) : Rear fender joggie

ae

Qa

Rear fender

Rear fender -

@:
Rear waist mold hole center
Rear waist flange end .

®) :_ Rear panel reinforcement striker hole © : 2nd-crossmember indention center

” = 2nd crassmember
’ indention center

hole (10 dia.) S
@®@ _: Suspension mounting absorber @@® : Rear floor rear bumper stay hole

_ enter (30 dia.) ~=



- _—_—____ BODY. ALIGNMENT

PASSENGER COMPARTMENT AND REAR BODY
FAST BACK[_—weasurement_—_——1



BODY ALIGNMENT.

PASSENGER COMPARTMENT AND REAR BODY

[____ MEASUREMENT POINTS___|
Unit? mm

: @ :. Roof center positioning mark
@® ;, Front pillar outer upper joggle

©© + Outer front pillar star
* center (6 dia.)

© @ : Front pillar outer upper joggle

Outer front pillar upper

Cowl! top side |:

©®© : Outer front pillar standard
hole center (14 dia.)

: OOF Outer front Pillar indention.
center ~~

(6 dia.)

@: Rear floor front extension hole
center (8 dia.) .

: Rear_fender standard hole center ~
(6 dia.)

@Q : Rear fender indention center

@© : Rear fender. indention center

® : Roof center positioning mark
© : Rear fender joggle ., Rear fender ~~

<>" flange end ..-

“Rear fender
corner joggle

“ ©©

mae |

@®: Rear panel upper reinforcement
Positioning mark"

Reinforce rear
Pane} upper

;

Ce
am, /

©: 2nd crossmember indention center

2nd crossmember 4,
indention center ‘

@®@ : Suspension mounting absorber
hole (10 dia.)

® © * Rear floor rear bumper stay hole
center (30 dia.)

—32-—

. FAST BACK



HANDLING PRECAUTIONS FOR PLASTICS.

HANDLING: PRECAUTIONS FOR PLASTICS ~
; Heat resisting Resist to gasoline and

Abbreviation Material name temperature esistance to gasoline Other cautionsOn 7° solvents ~c (CF)

, i idPE Polyethylene 80 (176) Ser rmeendiawast SObrerRy Fe amableLe “, are harmless.

Gasoline and most solvents
PVC Polyvinyl chloride 90 (194) are harmiess if applied ora Poison gas is emitted

Pog ay Bee very short time (wipe up when burned,

: quickly). _— :
: “or jiesy | Gasoline and most Solvents .PI 7%P Polypropylene ; 90 (194) © | are harmless. Flammable

ABS Aarylonitrile butadiene 90 (194) © ~|:Avoid gasdling and'solvents. | Avoid brake fluid.styrene resin s Fie A

AES Acrylonitrile ethylene 90 (194) ” | Avoid gasoline and solvents... | Avoid brake fluid.”styrene : Se ike 2 eee

PMMA | Polymethyl methacrylate «| - '90 (194) _ | Avoid gasoline and sélvents. , Avoid brake fluid.” ;

PUR Polyurethane 90 (194) Gasoline and most solvents :

are harmless.

AAS Antylonttrite servic 95 (203) Avoid gasoline and solvents.rubber styrene Le re Ss

PPO Polyphenylene oxide 110 (230) Avoid gasoline and solvents.

POM Polyacetal ” 120 (248) Gasoling 2 Avoid battery acid.me A harmless. .-

PC Polycarbonate a

PA Polyamide {Nylon a haifniess, Avoid immersing in water.

FRP ‘ein foreed plastics 170 (338) - | Gasoline “and | thos soli bite
: me ia v2 are harmless. .

. ; wo? | Gasoline and most sPPC Polypropylene composite — 115 (239) are harmless: Flammable .

PBT Polybutylene terephthalate | 140(284) _| Gasoline and most Adalee are harmless.

TPR Thermoplastic ru ber oS _ 80 (176) Avoid gasoline and solvents.

TPE Thermoplastic elastomer 80 (176) Avoid gasoline and solvents..: =| ~

When repairing and painting a portion of the body adjacent to plastic parts, consider their characteristics
(influence of heat and solvent) and remove them if necessary or take suitable measures to protect: them.
Plastic parts should be repaired and painted using methods suiting the materials. ~

-—33-



isher (PP)

Rear trunk nishey
sss ppp errno mens

acs grive 27 Door handle (POM)

Front fender :
-- protector (PP)

nstrument panel “~~ “""""
(PUR PPG.| RR CE SSP Dye Rear pillar PG.

5 ? finisher (PP}\ ABS PVC PC) wl :
i H eee - $f Door mirrors wee

i spoiler (FRP)

Dash’side finisher (PP) ~
~© Kicking platé (PP) - ;

i_Center console box _Rear-combination
+ «lamp lens (PMMA)

NOTE: Arrows “ t *" (in enlarged portions) indicate the location of symbols used to identify plastic
. material used.

—34_—



HANDLING PRECAUTIONS:FOR PLASTICS

:Rear grille spacer
“ (PPC)
ys jé weatherstrip (ABS)

Ock pillar finisher:
{ABS)..

* Finisher
: ius ours. et: PP)

° an _— . Rear pillar °

: finisher (PP) ;\,
Front pillar finisher “Luggage tear
(PP) trim (PP)

Door finisher —

~ «PVC

° ‘Front finisher
sere ~ ow (TPR)

Back-up lamp

lens (PMMA) . i - Instrument panelRear air spoiter (PUR) PUR, PPG

ij Hi-mounted stop ABs, PUC
sampjens {Penna Rear roof garnish (PP} Side turn

Signal lamp lens
(PMNA)

ey

Roar b P { " Center console box
ear bumper fascia (PUR! -: pe (PPC) Kicking plate: Rear combination (PP)

~~ Rear-finisher __lamplens _. Dash side finisher-

(PMMA) (PMMA) {PP)

NOTE: Arrows “ > "(in enlarged portions) indicate the location of symbols used to identify plastic
material used.

~35—



—— - _ «PRECAUTIONS.

|____ WELDING PRECAUTIONS___|
\ Goggl1. Wear protectors joggles S22

© Be sure to wéar “goggles, earplugs, respirator,

Respi-
rator

Safety®
goggles

Working
clothes

Earplug

Gloves
(for
welding}

oe

a

When welding venereal the fuel tank, be’sure
to remove the’ fuel tank... Plug, the filler. port of
the tank. :

e Plug the fuel pipe and brake pipes to avoid
leakage when removing connectors from the
pipes.

4. Working environment _

operators. ;
° Paint and. -sealant ma

us¢ ‘a’ gas welder. for ‘cutting off'd
tions. Use an air saw or ait ‘air chisel. .

e@ Use a belt’ sander or rotary wire brush for ré-°
moving paint. from the panel. : ;

—~ 36—



PRECAUTIONS: : i i

PRECAUTIONS’ IN OPERATION:

5. Vehicle body straightener
e Be sure to use correctly according to the in-

struction manual prepared by the manufacturer
_ of the straightener. When straightening a dam-

aged portion, never stand in front of the
machine in the direction that the body is to be
straightened. Equip, with a safety chain in case ©
of emergency. :

Never stand
in front of the
machine.

C PROTECTION OF BODY AND
EXTERNALLY ATTACHED PARTS -

~ Protection of body =~
~ Remove “or , cover. interior components (seats,

instruments, carpet). 7
@ When welding, cover glasses, seats, instruments
and carpet with a heat-resistant matel ial. (This

ono exterior parts .
moving external parts (moldings ind finishers) attached to © the body. apply, loth |, or.protection
the body to prevent scratching.

- If the painted surface is scratch
may cause corrosion. :

“PRECAUTIONS IN REPLACING
OPERATION -_:

Use of genuine parts >
e In order to maintain the original functions and high quality of the vehicle, it is recommended that you |

use genuine Nissan parts. :



WELDING PRECAUTIONS —__|_

velding methods
umber. of we

ches) for. each body

| sistance spot welding be used.wt enever_possi- '
a 0) (- :

Further, use of mig welding is recommended

for locations where resistance spot weldi

CAUTI

Gas welding
be used because. it causes a decline in strength of

areas surrounding the welded parts.

There are a variety of resistance spot welders on

—_——- PRECAUTIONS __

ferform welding :

(oxyacetylene gas welding) must not

the market. Be sure. to: use:a

- 38-—



. PRECAUTIONS.

PRECAUTIONS: IN: G PERATION:
Spot welding ~ me . aa Loo N8 Eo Aas A.
1. Spot welder s : ae Se

To obtain sufficient strength at the spot welded portions, perform the following. chooks and adjustment
on the spot welding machine before starting operation. : : “32

(1) Adjustment of arm__
a. “Keep. “the ‘gun arm as short as i$ possible to obtain '

the maximum pressure for welding.
b. Securely tighten the gun arm and tips so that

they will not become loose during operation. ;

. Use the minit
S MEED 2 8 SO 0 Jength’of arm: ©

Uneven
length ofinsufficient. pressure, resulting: in: insufficient gun arms

current ‘density and insufficient strength at the Maladjusted
weld. electrode

tip length

‘Maladjiisted’

“incorrect ' ©

(3) Diameter of elect as tip.

cleanly to remove burnt or foreign mnattar from ( y 2 are foaial
~the. surface of-the-tips-——-— ee ed

een eae monn ome [ODS Tip diameter TM..° 2%

T = Plate thickness. _
Unit: mm (in)

Thickness (T) | Diameter (D) | | Thickness (T) | Diameter (D)

0.6 (0.024) | 4.2 (0.165) 1.0 (0.039) | 5.0 (0.197) : ac
0.7 (0.028) :| 4.4 {0.173} 1.2 (0.047) | 5.4 (0.213) | i
0.8 (0.031).:| 4.6 (0.181) 1.4 (0.055) _} 5.8 (0.228)
0.9 (0.035) ~"|""4.8 (0.189) 136 (0,063) -| 6.2 (0,244)

2. Condition of the panel

reduction i is spo area. ‘and these lead to unsuccessful welding,
Before beginning, it is necessary to thoroughly check the condition of the panel, and make any. necessary
corrections... ~ -».- co ete see mee ~ :



ee
e

PRECAUTIONS ‘IN ‘OPERATI
(1) Clearance between welding surfaces:

Any clearance between the surfaces to be
elded® caises' poor current flow. Even if weld=-:

ng can: be* made without removing such gap,
thé Welded area ‘would become smaller, result-

| ihg in. insufficient strength

| Flatten the two surface remove the gaps,
| and* clamp | them tightly with a. clamp. before

Welding.

Incorrect

(2) Metal surfaces to be welded:
, Paint film, rust, dust, or _any other contamina-
| tion ont oe rear surfaces to be welded cause
insufficient current flow and poor. results, = .—-
Remove. all. foreign. matter from. the surfaces to.
| be welders

| corrosion agent that has higher conductivity.
L It is important: to apply the agent evenly even |
_to the ‘end face: of ‘the panel.

Before operation . ” poly agent to the whole.
> surface including the end face.

3. Precautions in performing sot nt welding:
(1) Selection of spot welding machine —

' Use the direct’ ‘welding method... (For the por-
‘tions to which direct’ welding cannot be
applied, use plug welding by mig welding.)

(2) Application of electrode tips —
Apply electrodes at right angle to the panel. If
the electrodes are not applied at right angle,

othe .current ‘density will beslow résulting-in: ¢ =
insufficient welding strength.

{3} Eap:welding of more than three metal sheets =>

i

Lu

: _ Spot-weld twice ‘if three oor,
“more metal sheets overlap.”

For portions where three or more metal sheets
are overlapping, spot welding should be done
twice. -

~ 49 —



PRECAUTIONS—

(4) No. of points of spot-welding: ooo Sef. td hake 8
Generally, the capacity of spot welding machines available ‘in :repair shop is smaller than that of welding

machines at the factory. Accordingly, the number of points of spot-weldingTM should bad increased by 20 to
30% in a service shop compared to Spot- “welding i in the factory. a 2 7

(5) Minimum welding pitch: he
The minimum welding pitch varies with the thickness of plates to be welded.-In general, the valués given *
in the following table- must be observed. Note that excessively small ‘pitch allows the current to “flow *
through surrounding portions, and this results in insufficient welding strength of the metal.” ° %

Unit: mm (in)

Thickness (t)} Minimum pitch @)

0.6 (0.024) 10 (0.39) it
0.8 (0.031) 12 (0.47) i
1.0 (0.039) 18 (0.71)

~ 1.2 (0.047) ~~} * 20 (0.79)
“4:6 (0.063). > » 27 (1.06) 8 % eo

1.8 (0.071) © osfe Gli, 814.22) Ct poe rk

(6) Minimum lap of panels:
Observe the following values for the lap distance of panels. If the lap. dist
insufficient strength and also i in a strained panel. .

is too small,’

Unit: mm (in)
Thickness {t) © | *Minimum pitch (¢)> - *

: EP 11: (0.43) * * |
0.8 (0.031) “|... 11 (0.43) |

1.0 (0.039) =|“ 42-(0,47) ® ‘
1.2 (0.047) 14 (0.55)
1,6 (0.063) _ 16 (0.63)
1.8 (0.071) 17 (0.67)

Be sure to spot weld at the center of the overlapped
portion.

(7) Spotting sequence:
i Re eee ee soe. WeldingDo not spot continuously in only one direc: sequence —>

tion. This-method provides weak: welding due 4 5 '
:. to the shunt effect of.the current. If the weld-. Good 5 2 4 3

ing tips become hot and change their color, f oo 4 4 : 4
stop welding and allow the tips to cool.



.PRECAUTIONS:___

“PRECAUTIONS IN ERATION:
(8) Welding corners:

ortion-= results:, in: stress; concentration

which leads to cracks. “vt
Examples. _

Upper. corner of front and:center pillars
-ront upper. portion. of rear. fender:

Corner portion of front and.

4.

sure eto perform this destructive inspection to check the strength ot the welded portions.
The welding spots should be spaced equally and arranged at the center of ‘the Flangé to be

(1) Check by using test piece (Confirmation before
ion), .

are test p g the same thickness as
the panel to be welded and weld them togeth-
er. Break the welded portion: by: twisting and
examine the condition of the ruptured portion.

Clamp: ‘both-t test- ~ pieces~ togethe ‘so that they will
not slip or move during welding.

With this test, a hole_should be made on one
test piece by tearing at ‘the-welded portion. If
no hole is formec icates:that the welding
conditions are incorrect. Adjust the pressure,
welding current, current passing time and other
conditions; and repeat cfest t until the best result
is obtained. mS

- Do: not. weld the corner. radius: portion: Welding::

ctive inspection: The destructive
ing. Before and after welding,: be

Clamp securely . vy
, both test pieces.

““"" Good” ~

A hole of approx. 3 mm (0.12 in) dia. must
be formed by tearing.

Sy

3

Wrong

—42:—-



PRECAUTIONS

PRECAUTIONS’ IN ‘OPERATION
(2) Check by using chisel and hammer (Confirma-

tion after welding) __ ; a : LW Eg ead
® Insert the tip of a chisel between the welded

plates, and tap the end of the chisel until the ©
clearance of 3 to 4 mm (0.12 to 0.16 in) [when
the plate thickness is 0.8 to 1.0 mm (0.031 to
0.039 in)] is formed between the plates, If the
welded portions remain normal, it indicates
that the welding has been done properly.

tobe. nis i Reference value :
“ S15-2.0mm~ ~
+ =2 s.-{0.059 = 0.079 in)

This clearance varies .with the location of the
welded spots, length of the flange, plate thickness, °
welding pitch, and other factors. Note that the

~ Reference valuevalue shown above i is nly a reference value, 3-4mm
; 7 -s Beis : (0.12 -0.16 in) 5 2

Tap with a hammer

@ If the thickness of the plates is not equal, ‘the ;
clearance between the plates must: be limited to «
1.5 to 2, 0mm 0.059 to 0. 079 in). Note that ;
further, opening of. the Plates can/ ‘become a de-
structive test. 2

©. Be sure to repair the'd formed pureon of the

. Tap with a hammer

Mig welding ~ -
1. -Condition of panel to-be welded -—-

Paint film, rust, or oils attached to the surface |
of the panel reduces the welding conditions, '
causing blowholes and ; : spatter. Thoroughly i
remove any foreign matter from the ‘surface to
be welded, d.by using a belt sander or wire ‘brush.

. Surrounding

2. Precautiéps in welding _
(1) Plug welding
a. Open a hole of 5 to er mm (0.20 to 0.24 in) | Plug welding Butt welding

diameter on one of the two metal plates to be ;
welded .and .keep .the upper. plate-and lower :
plate in tight contact.

b. Apply the torch at. right angle to the plate and
fill metal into the hole at a stretch. Note that.:.
intermittent welding leads to the generation of
oxide film on the surface and this causes blow-
holes. If this occurs remove the oxide film with
a wire brush.

c. Make sure that the upper and lower plates are
welded together tightly.

ae End faces

Hole of 5to 6 mm i
(0.20 to 0.24 in) diameter

7 Weld hare
tightly

Upperlat Lower
plate plate

Section A~A



and to align two metal |
etal .pieces~ by: -placing :

Welding . 7
movement

as a whole

welded con-
tinuously.

3. Inspectiofi of: welded Portion
- Refér.tothe inspéction method desé



— REPLACEMENT OPERATIONS __ —
. 

SYMBOLS FOR CUTTING AND“> DESCRIPTION | weLvine,BRAZING OPERATIONS
The identification of the cutting and the welding/brazing symbols used throughout this guide is given in thefollowing pages. -- Sos ~ oe ~ ~ Mo

Saw cut or ~
air chisel cut

eeco5e. os |” 2-spot welds - an
aaa . - =| | (2-panel overlapping portions)2-spot we a ne :

welds 0 TF ‘ :
Spot aa . : : 5weld © ® ©@ ‘

S-spot’
welds ~

3-spot welds
(3-panel overlapping portions}

MIG (metal inert gas) =plug weld LJ (4

om
Mig seam weld/ om ~ =) rk
Point weld no... fie ke AN

Brazing

Soldering



that there is an equivalent welding po
with the same dimensions on the R.H. side.

Service-Joint..

#. Front lower hoodledge & side radiator
core support assembly
Front lower hoodledge aor wha

g. - Upper hoodledge i

Portions to be welded

a. Upper hoodledge : 2
b. Front lower hoodledge & side radia’

core support assembly
Front lower hoodledge

@ Align locating holes and install fro
bolt, when installing servic



REPLACEMENT: OPERATIONS

RADIATOR: CORE:SUPPORT (Partial Replacement)

Service Joint

Portions to be welded

a
)a Upper hoodledge

b, Side radiator core support Front lower hoodledge
Side radiator core support assembly

id

Side radiator core support f. ° Lower radiator core support” ooUpper hoodledge Lower radiator core support assembly

Service parts for radiator core support are available
in 4 parts in addition to an assembly,
Thus, only the damaged part need be replaced. The
procedure, whereby side radiator core support and
upper radiator core support -are replaced simulta-
neously, is described in the Page that follows.

Lower radiator
core support

Upper radiator
core support

—47—



——$——$$ REPLACEMENT: OPERATIONS —____

RADIATOR: CORE SUPPORT (Partial: Réeplacerient)

______ INSTALLATION NOTES.
e Align locating holes- (positioning matks)~and

“install headlamp: bracket-and Hdod lock s
when installing ice part... 22

— 43 —



REPLACEMENT OPERATIONS

HOODLEDGE
(Work after radiator core support has been removed.)

Service. Joint.

d. Front side member closidg plate .
a. Front closing plate patch Front side member closing plate &Front side member closing plate a front strut housing ' Hoodledge.‘front éldsing plate patch oT . > '-Front side member closing plate & cowl top- Front side member closing plate .. “ ~., lower dash panel : - 4 Side cowl top :” Front side member closing | plate & . "Lower dash Panel i “Lower dash panel

front strut housing f. -*Hoodledge reinforcement & side ¢ Side cowl top... =.
Front side member closing plate top 3

~ FSFE imember'closing plate&TM ~~ ~~ ~~ Side cow! top”front side ‘member :

Portions to be welded fee ae ee o

“Portion (i) is 2- fayerse spot t weld. But spot cut
» only one panel for hoodledge reinforcement.

Hoodledge
= reinforcement.

Lower dash panel
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REPLACEMENT OPERATIONS —______

+ Stop “oUt only 106 ares of 2 and’ Sayered” ~~ [INSTALLATION NOTES
welds at portions (g), (h) and (j). Use spot oe =

cut holes.in side. cowl: top, for MIG plug ales Align locating holes as shown ‘in the figure. ~
when welding service © part

As lower dash panel is sandwich steel plate, it is
difficult to align: weld. points when welding. “from
outside. (Weld failure” will occur » ‘if, welding is:
made at. AS with melt sheet overlapped. )
Accordingly, MIG * plug weld from inside.” “ees

= 50 =



REPLACEMENT: OPERATIONS

“e ~Apply~an anti-corrosive’ agent “to welded ‘parts

and inside of side cowl top.



REPLA

HOODLEDG

\CEMENT OPERATIONS

eplacement)
(Work after radiator core support has been removed.)

Service Joint

Portions to be welded
c. Front side member closing plate &

a. Front closing plate patch front side member (Not welded to
Front closing plate patch & front side front lower hdodledge)
member closing plate Front strut housing

b, Front side member closing plate
Front side member clasing plate &
front strut housing

Upper hoodledge

em
p 

o

Hoodledge reinforcement

Hood}edge reinforcement

A. Upper hoodledge

Service parts for hoodledge are available in 4-

individual service parts in addition to an assembly.

Thus, the damaged part alone can be replaced.

The procedure, whereby partial replacement of

upper hoodledge ahd front lower hoodledge are
replaced simultaneously, is described below.

Front strut housing

oe
Hoodledge reinforcement

Front lower hoodledge
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REPLACEMENT

HOODLEDGE;(Pa

| "REMOVAL NoTES_
° Cut off upper hoodledge as shown in figure,

_ then remove with front lower hoodledge.’

“OPERATIONS:

e When cutting upper hoodledge, be careful
~Not to damage hoodledge pelaprcement, ;

, Hoodledge «
reinforcement

s ia

|____ INSTALLATION NOTES___|
o Cut off ‘sérvice part, leaving its “projected area

in same position as that of.vehicle-body for,
_Positioning. -



REPLACEMENT: OPERATIONS:

“"MEMBER

Port!

Front closing plate patch
; Frontside member closing plate &
‘nim Front, closing-plate patch. .-

Front side member closing plate

a.

b.

ns to. be welded

Lower dash panel
Lower dash panel
Lower dash panel & front side member
extension

d, Lower dash panel & front side member TM » - Front closing plate patch
F extension’. i i i - Front side member closing plate &

e. Frontside member closing plate & _ .fronit closing plate patch
= front side. member extension je Front side member closing plate &

f. Front side member closing plate * ” front’side member extension?
Front side member reinforcement &
front side member extension s>:~ -

h. Front side member closing plate

Front side member extension
Lower dash pane! Fa
Lower dash panel & front side member

Front side member closing plate & *. <- extension
front side member extension n.. _ Lower dash panel & front side member

" extension’. 7

[_____ REMOVAL NoTES___|
Spot cut through weld portions (c), (e), (f)
and * (asterisk) in (b).

54.



REPLACEMENT OPERATIONS:

© “Bend panels”as shown in ‘figure to” facilitate”
removal.

NO side member

- Front side
member closing
plate

Front side member
closing plate —

“+ Front side member extension - °

| INSTALLATION NOTES___| —* “Align. service part with low
: ; ‘ .. »“positioning mark when installing
® Install front side member, correct bent front “ - a

side member extension, then weld front side
member and front side member extension.

..@ _Apply. anti-corrosive .agent to inside -of front
side member.



REPLACEMENT OPERATIONS ...

“=~ Butt joint ~~~
welding Patch joint

welding.

iWork after radiator core ‘a support nas bean removed. )

: a Front closing plate patch d. Front lower hoodledge !
H Front closing plate patch & front ‘side Front lower hoodledge & front side
fwes ~ Member closing plate - - member closing plate.

b. Front side member closing plate e. Frontside member closing plate

Portions to be welded c. Front side member reinforcement * ‘ Front side member clésing plate |
“Front closing plate patch =
Front closing plate patch & front side

? member closing plate
. Front side member

in 2. divided . _single - Per in addition to.
assembly." ~

“Thiis, .the damaged _ area alone can be replaced.
The procedure “for replacing the front closing

-plate patch and partially. front side member
simultaneously are described below.

“Front side member ‘and ‘front side “member.
closing plate service parts are available. The:
front side member closing plates are available’

* closing plate: : -.

Front closing plate patch

Front side member
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REPLACEMENT:OPERATIONS
FRONT SIDE MEMBER (Partial. Replacéménit)

|______ REMOVAL NOTES |
e Scribe a straight line on the front side mem-

ber along the hole centers as shown in figure.

*: Dimensions of left side parts Unit: mm

e Cut off front side member along scribe line.
Be careful not to damage front side member
reinforcement and do not cut on the hole.

~INSTALLATION NOTES
Put.gum.tape on the front side member.. Cut.
off gum tape along front side member edge
and make holes in the gum tape at front side
member holes. we PTE

Remove gum. tape .and. fix it_to service..part, ,

aligning the front side member flange.end.and:
holes: Ce, ,
Scribe a line at the end of the gum tape.

Seribed line
tay



REPLACEMENT OPERATIONS —

FRONT:SIDE MEMBER; (Partial: Réplacenaht)
“Bott Joints Welding-

Front side’
reinforcement,

“as ndicated* in: “BODY
ing. When doing this,

© Install service
ALIGNMENT

_align front side member: hole’ ‘and front closing.

e Apply an anti-corrosive agent to welded parts.
and inside of front sidé member. :
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REPLACEMENT OPERATIONS

FRONT SIDE MEMBER ‘(Parttial Replacement)
Patch Joint Weldin -

C REMOVAL NOTE)
e

in séction titled “BUTT: JOINT WE Laelia :

(——“Instattarion NoTES= 1]
For patch-joint welding, proceed as follows:
Prepare a patch panel [20 mm (W) x 40 mm

When femoving panel, use procedures outlined =. _

(L} x 1.8 Timm (T)] as shown in figure below.
Use service part leftovers. to-make a patch panel
to improve ‘work effici anc

. Drill 6 mm dia, plug weld holés’on portion (A)
of service part and~ “portion. (A*) of :sidé

1. .mMember. ...

e Align service part with body. Plug weld at
portion (A*) first and then MIG seam weld as

_ specified.

Perform subsequent operations using pro-
cedures outlined in section titled ‘“BUTT-
JOINT WELDING”.



: Portions to be welded _ ; :
perme + pe Side cowl top & upper dash

Upper dash & lower dash
” Upper dash & side dash

Upper dash & side dash

““{nner front pi
Side cowl top ~°~-~

Inner side cowl.top .
Cowl top & innéf front pillar *

Cowl top & upper dash Inner sill extension & lower dash
Inner sill extension

Outer sill oe Py
Outer sill & iriner sill extension
Dash side & inner Sill extension i
Inner sill extension 3 ‘
Outer sill *

,[_—_ REmovat notes
*e Before cutting front pillar, be sure to support



REPLACEMENT:

FRONT

e --Butting position is 300 mm away, from “locating
* shole. |; nis! -

It is better, to. butt. at t this position due to its
construction.

¢ ,; Determine cutting position and record distance
from locating hole; Use’ ‘this.distance in cutting
service part. Cut outer front pillar at 60 mm
above cut position of inner ‘front pillar.

Using a cutting jig. m

ILLAR

- it will permit’service part to“be sehurately- cut.
at joint position,

Approx.

2mm

. @ Mark cutting lines. ”
“cutting j jig is ‘as follo

“A: Cut position of outer pillar :
B: Cut position, of i inner ‘pillar.



@ Wéld” parts’ to‘ be butt=weldéd ae: far as* “flange
a end portion. Finish welded part with

e Drill MIG. plug weld hole” ate portion (i °° SEF sii doth “finish is “not: ‘obiaified finish by
— service per ee oe soldering.

ay special attention:
‘o these portions.



REPLACEMENT OPERATIONS

Service’ Joint

Portions to be welded ;
i ae . : d. Inner sill& fri
a. Front pillar ~ Front pillar & inner sill extension e. Rear fen

Front pillar &i inner sill extension Tniner sill f. Inner sill <2"
patie eae eicraiavciee= 3 Saba sa Inner sill-extension g.. _ Inner sill ex

nner sit] & inner sill extension TA “Outer si

idspal
[——removan NOT

[e]

Mini air saw



—__—_—__________. REPLACEMENT: OPERATIONS

[INSTALLATION NOTES] _ © MIG seam weld portions (A). Finish welde'
parts with a sander.

'e Accurately cut off service part as shown in
figure...

Outer sill
Outer sill“.
press line

pply an. anti:corrosive agent

e Install’: service part, bi
_ fender at holes. °°“

; “Front fender installing hole

@:. Drill MIG plug weld holes, with aflat drill,.in :
portions’ (e) using spot cut holes in. mating

—64—



Service Joint

Lan cee Parc

fo

SoZ is etnies om

Portions to be wel
‘a, Frontpillar

Front pillar & er sill extension
b. Inner sill extension

Front pillar & inner sill extension

~ 20}

nner.sill extension
ner. sill & inner sill extension

nner sill
g. — Inineér sill extension
A. Outer sill ~~

| .REMOVAL NOT
@’:Détermine ‘butting pdsition;.a

brace and holes.

E

id uter sill

Possible cutting limit “_,

aE



(INSTALLATION. NOTES__| ° ‘upper. part of outer sill with ‘tape to prevarir
le Cut. off service part, leaving its hole in same _ chips from éntering.

position as that of vehicle body for itions—_



REPLACEMENT OPERATIONS =.

tar ft“Outer rear Wheethouse’ fi!
pillar & parcel shelf with- Outer sill & outer rear wheelhduse--~

Rear floor side }
Rear combination lamp base L.
Rear combination lamp base & rear.”
fender corner t M.
Rear floor side i N. inner rear pillar

0.
P.

iA. Rear fender
‘B. Rear fender eo
ia. Inner rear pillar & lock. pillar seat

anchor we
pillar.

iv Rear panel Fuel filler lid base
Outer sill & inner sill

. Rear fender cornerid. Outer sill Outer rear wheelhousei Outer sill & outer rear wheelhouse Rear panel & rear fender corner... 0... ({Not-welded to-rear- fender) © ++ :-rnw-eamat
‘ — , J. Rear fender comer q- Inner rear pillar & tock pillar

Vout 4 seat belt anchor



-ENDER COUPE

[ Removat Notes! [
Panel.can be jointed at any portion.
Wheft, cutting rear fender, be caref l'riot to
damiage lock pillar seat belt anchor.

Lock pillar
__., -$eat belt anchor

Butt weld position
Make rear pillar part (A) of butt weld within *
300 mm of roof flange end.

. Possible cutting limit, (A)
; (Avoid corner sections.)

-» _. INSTALLATION NOTES___|
When | installing service part, set rear panel
and rear combination lamp base in place simul-
taneously, and check various dimensions of
part locations according to ‘BODY ALIGN-
MENT*" drawing. Install door and trunk lid,
and check clearances, grades and parallelism.

7
3

x
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REAR’ FENDER: > COUPE

@” Solder joint at portion (A) {roof and ‘rear
fender), and then apply an anti-corrosive agent
to’Opéning of inner rear pillar and other welded
portions... > a ;



_REPLACEMENT OPERATIONS

Portions to be welded
Trunk floor side & rear combination Rear side memberf. n.

A. Rear fender Jamp base O. Rear panel
B. Rear fender g. Upper inner pillar Rear panel & rear floor rear ,
a. Upper inner pillar & lock pillar seat Upper inner pillar & rear pillar seat belt p. Rear fender corner

belt anchor anchor . Rear fender corner & rear panel
b. Upper & lower inner pillar h. Lower inner pillar q. Rear fender corner

Lower inner pillar Upper & lower inner pillar r. _ Lower inner pillar
c. Outer sill i. Upper inner pillar Lower inner pillar & inner rear pillar

Outer sill & inner sill Upper inner pillar & rear roof rail brace reinforcement
d. Outer silf & outer rear wheelhouse j. Outer sill s. Upper & tower inner pillar

Outer rear wheelhouse Outer sill & outer rear wheelhouse +t. Upper inner pillar & inner rear pillar
e, Outer rear wheelhouse : k. Rear combination lamp base reinforcement

Outer rear wheethouse & trunk floor Rear fender corner & rear combination Upper inner pillar
side lamp base u. Fuel filler lid base
Trunk floor side |. Trunk floor side” Outer rear wheelhouse

m. Rear floor rear
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REPLACEMENT OPERATIONS ~.
REAR’ FENDER: mo FAST BACK

@:.. When..cutting portion’.(B), <use
not to damage mating parts.

hisel iso as[REMOVAL NOTES
e The inside body -construction is show!

figure.

Rear pillar-seat <

Lock pillar
seat belt anchor.

Inner rear pillar
- reinforcement --... = = nearer ern

|____ INSTALLATION NoTES__]
© Cut off rear fender portions (A) .and:(B) as. e Before “installing rear’ fender, apply sealant,

shown in figure, eG to fuel filler ti “and spot weld to rear.
Be careful not to damage ‘tock pillar seat belt fender.
anchor and-rear pillar seat’belt.anchor. ~~ i
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REPLACEMENT OPERATIONS.
REAR’ FENDER FAST BACK

. eo Weld “part. to. be. butt welded up té flange end”3. When’ ‘installing service: ire-tor align:

locating holes. 234

e After welding, apply an anti-corrosive agent’
to inside of welded part.

—-72.—



REPLACEMENT OPERATIONS.

REMOVAL NOTE?*——
© Cut off damaged portion with lap allowance of

about 50 mm: - .

¢ Remove any.iron particles with vacuum cleaner |
“at t rust and corrosioi SS od

[|_____ INSTALLATION NOTES.
® Cut off service part leaving: 50. mm lap al-

lowance with mating part. Ts

|

t 
H

Pe ‘Lapping allowance
50 mm

e / ‘Install service pé in place with vise clamps;
| cand cutoff in'mi le of lapped part. Se 5



REPEACEMENT OPERATIONS.

OUTER-REAR*WHEELHOUSE:
(Work after rear fender has been removed.)

COUPE
FAST BACK

cates that there is an equivalent welding portion
n the ROH. side.” ~

b
e

Service Joint -



.REPLACEMENT:OPERATIONS —__-_ |
OUTER REAR: WHEELHOUSE

Portions to be welded c.’ Inner rear wheelhouse e. Inner rear pillar & inner ‘rear whe
a. Outer sill & inner sill d. Inner rear wheelhouse house
b: Outer sill Inner rear wheelhouse & inner rear Inner rear wheelhouse

pillar 2 f. Trunk floor side

[__ REMovAL NoTes____-] ~ [___ INSTALLATION NoTES___|
Welds at Sontion. ia ae not accissible af they Install service part with locating holes aligned

qe as ar —_ ~ accurately.are shielded in body sill..So take following steps ace y -
to cut it.

A / Outer rear wheeltiouse
Inner rear wheelhouse
ffs 4

‘ff Anner sill —7

Outer sill © © At portion (c), MIG paint weld (3 points) joint |
ENErEA - between inner and outer rear wheelhouse i

( outer -rear “wheelhouse «as shown in-~-. ~----Panels.instead of using spot-welds.--.--
figure. Be careful not to damage outer sill. a a

2. Cut welds with a belt sander. oe °



REPLACEMENT OPERATIONS.

oe indicates that there is an equivalent welding portion | i
with the same dimensions on the R.

Fuel tank bracket ,

Rear floor rear reinforcement
Rear side member :

» Rear side member » :

Portions to be welded . 7 .
‘ ‘ b. Rear combination lamp base

Rear-combination famp base & rear
floor rear

‘ec, Rear floor rear i

Rear floor rear & fuel tank bracket

- a. Rear fender corner of
’ Rear fender coner & rear combination .

lamp base 2

“o
e

 
ro

o

REMOVAL NOTE | [oa INSTALLATION NOTE] :
®.. Cut. off, damaged portion.so that welded part: © When installing. service part, align locating .

can be easily spot cut later. . holes. ; ay :



— _ - REPLACEMENT ‘OPERATIONS

REAR PANEL FAST-BACK

‘| Service Joint —

@4
215 . cs

* indicates that there is an equivalent welding portion
with the same dimensions on the R.H. side.

c

Portions to be welded
tae b: - Rear combination lamp base - ~.: d. Fuel tank bracket”

a, Rear fender corner | es Rear combination lamp base & rear. -, +e. Rear floor rear reinforcement s
Rear fender coner & rear combination floor rear : 5 i
lamp base c. _ Rear floor rear

Rear floor rear & fuel tank bracket

[______ REMOVAL NOTE | “L___ INSTALLATION. NOTE. —_]
e Cut off damaged portion'so that welded part e When installing service part, align “lécating
p-" can be easily spot cut later. holes. >> ce



_- REPEACEMENT<OPERATIONS —-

(Work after rear pane! has been removed.)

Service Joint

a@ tor m9 & indicates that there is an equivalent welding portion
ees a eins. With the same dimensions on the R-H. side.

Portions to be welded
. c. Spare tire clamp bracket ‘>. _ ¢. Rear crossmember center

a. Rear floor side d. Rear floor side" % °s.)% * g. Inner rear wheelhouse
b. Rear side member e. Rear side member ~ Rear floor side

(Ls REMOVAL NOTE IL INSTALLATION NOTE____|
@ -Cut off damaged portion. so that it-is easy to ‘e -After welding; spray in an anti-corrosive agent

., work with, .... hoes : --e..from rear opening of rear side member.
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REPLACEMENT OPERATIONS —_____

(Work after rear panel and rear floor rear have been removed.}

Portions to be welded _
at ‘ ° c. Inner rear wheethouse

a. Frant floor d. Inner rear wheel house & rear floor f;
b. Inner rear wheelhouse e. Rear floor front

TO
io

‘

|_____ INSTALLATION NOTES____|
e@ Drill MIG plug weld holes in service part por-

tion (h).

79+



“Apply anti-corrosive wax to inside of rear side
“>Tmeimbers ~and. undercoating to. underside’ of

floor.

© ~ Align service part at center rear~crossmember ~~
' positioning mark when installing... “7 :

° “Adjus : position of service p
:"BODY ALIGNMENT” drawi
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REPLACEMENT-OPERATIONS.

REAR -SIDE MEMBER *EXTENSION

~ Rear floor rear : a ‘Rear floor reat
. 2ar floor side" / . Rear side member 9. ear floor rear

b. ‘Rear combination base e. Rear side. member 2 aa
|. Rear combination base & rear floor .

rear . ‘

e” Rear side member service parts are ‘available as
an assembly and. two single parts. This section
gives - replacement” ‘procedures for rear side
member extension.

Rear side member
extension



REPEACEMENT: OPERATIONS

- INSTALLATION NOTES 25s

© <To remove welded panel (e), proceed as-fol=*
lows: oa

‘@® Spot cut welded portion (e*).
@® Roughly cut panel off with an air saw as:
semen shown: Remove extension. ~~ a.

® Remove points spot welded to rear side. mem-
ber.

Rear side member

~~ extension

e Drill MIG plug weid holes on rear side mem-
ber.

\ \ Rear side mem!
" hd '

ide’ member and rear floot
~ ‘positioning mart ore installing service 2 panel:



REPLACEMENT OPERATIONS =. |

REAR SIDE: MEMBER*EXTENSION

© Measure dimensions ‘and properly position ~ © “Treat welded” part under body, -wit an, anti-service part according to BODY ALIGN- corrosive agent, and apply an undercoat to it.MENT” drawing. 
coe ‘Then spray an anti-corrosive agent from rear

opening-of rear side member. :

e MIG plug weld points (a), (b), (c), (d), (e), (f)* *
and (g). “Ay



Service: Joint:

ad

with the same dimensions on the R.H. side.
indicates that 1 thare kis an equivalent _welding portion,

—
Portions to be welded®

A. Front pillar
B. Rear fender

C. Rear fender
a, Front roof rail ‘

Front roof rail & front roof rail brace

Front roof rail brace e,
Front roof rail brace & outer upper f.
front pillar g. _Rear roof rail. . win tQuter upper & inner front ‘t pillar Rear roof rail & inner rear pillar
Roof drip ¥ *
Roof drip & roof bow ans
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ROOF: PANEL

REPLACEMENT: OPERATIONS:

FAST BACK

Service Joint
ee ne ee . . FRONT

* indicates that there is an equivalent welding portion
with the same dimensions.on the R-H. side,

Portions to be welded

a.

b, _ Front roof rail brace . Magee 9”

A... Front pillar . ... Front roof rail brace & outer upper
B. Rear fender front pillar

~Front-roof rail c, -- Outer upper & inner front pillar
Front roof rail & front roof rail brace d. © Roof drip

e. Rear fender
Rear fender & upper rear roof rail

* Upper & lower. rear,roof rail,
Roof rail brace & rear fender ».
Roof rail brace & lower rear roof rail
Lower rear roof rail * it
Upper & lower rear roof rail |



ROOF ‘PANEL r BACKFAST BACK

| REMOVAL NOTE____ @” Apply sealers

e Remove brazing from joint portions between
roof and rear fender, roof and front pillar.

ply. al Orrosive. agent to inside of brazed
ortions & MIG’plug welded portions.

|___ INSTALLATION NOTES.
e When spot welding portion (d), use an offset

e Brazed portions (A), (B) and dress it with a
sander.
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REPLACEMENT: OPERATIONS

Service Joint

Portions to be welded

a. Inner panel
b. Winer panel ~~”

Door waist reinforcement

° e t emoving outer panel, dress rusty part[REMOVAL NOTES After removing outer panel, dress rusty part,
with a sander and treat with anti-corrosive

e@ Cut door outer panel hem with a sander. agent. «Soo go eres Bla age be Tk DM

y

Inner panel

. 0

f

} i Hi t ji Outer panel

2
\

>

\ .
Outer panel
Cutting with a sander



REPLACEMENT OPERATIONS:

OUTER DOOR ‘PANEL

| INSTALLATION NOTES ~~ @ “Apply sealant to whole panel edge.

e Apply sealant to outer panel hem.

Sealant

..« .-Apply --anti-corrosive.-wax to- lower, inside of
' door.

Should _be_

GOOD N.G.


