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HOW TO use THiS MANUAL

—

REPLACEMENT OPERATIONS

HOODLEDGE

{Work after radiator cure stpport hit bsen reimaved 3+

Service Joint

+ A Fran:sde member cioying plam .
Front skis mamber ¢lodng plate 8

a
= Front closkey plate
e mmambay clemg plem & front ftst hodan n
Fromt clomng pime pach v Front skle mamber iosmg pixe &
B, From sioe memisr clexmg plate Vomar ciash penal
Frant axbe mvmber closmg plaer & Lower duoh parw? L
fram mnst bousng 1. Hopdledge reinforctment Skl ot

€. Front sde membaer closhg piss
Front ke meminy cintmg piate &
Frimi sace rmamber

ba soa s
Sude St 135

Lon
Hoodisdgr rymiGromment patch 8 1kdes 7

cow top

Hootistge oot path 3 sdy
cowl top

Srcka covel top

Lomar s pangl

Sveia cowl 100 7

[ _rEmovar NOTF_S—l

& Porticn {i] is 27ayered spot weld, Bulxpoumt -1,
only one parel for hoodledge minfdreement>  ~

IR LT y
* Sootoir thmugin weld pnrmn i‘a} 1rorn Inside,
- e EXOEDL at 5. {asterisk). Use, drill with 5 1o 8

Tt

o,

walds at porhons [gl, (h) ang (j). Use spat
. cut_holes in side cowl top. for mig plug boles

" when welding sarvios part= ©

- _REPLACEMENT OPERATIONS
HOODLEDGE

o Sput tzt only top panels of 2- and Slayered

[ iNsTaLLATION NOTES ]“l

®

Align locating haoles following the figure.

TrE

. min {020 to 0.24 in]_dis, because holes on
Iowu-dash p:nel mil ba used a5 i plugwald
- s

S ;:As lmwr ddl pensd_i: is sandwich stnd plsts, it i

difficutt 1o align weid points when welding from

+ outsidé, (Weld, failurn will’ ocut; 1If welding i

made at portions 'with mett shest overiapped.)
Accordingly, :mg pluuwak[ frnm lnlldl!.

* Mig plug weld portion (6] from eide while
portion with * (esterisk] should be welded
from outside,

o3 @1‘ Y g
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(Work after RADIATOR CORE SUPPORT has been removed -
. The' replacement operation of the hoodledge panel is shown here begmnmg from the condition where
" the radiator core support has alréady been, removed if the radlator core support and the hoodiedge
_ reinforcement are installed on the vehncle to be servrced refer to ”RADIATOR CORE SUPPORT" in

o REPLACEMENT OPERAT]ONS ‘ - .

. SERVICE JOINT: A S
Welding methods and No. of weldmg pomts for performmg body repa;r work are described (replacement
-> of body parts). cormerma e eaTe T e i

-~ To maintain the integrity of the vehlcle body, work shouid be done observing the instructions described
% here (particularly No. of welding pomts) :

[Example] A
a u 27 : U

‘ Portlon—l l \ 7 ~No. of weldmg pomts L ’
‘ MIG plug'weld (See symbol mark on page 43.)

@ Symbols are used in illustrations to clearly |dent:fy weldmg methods (See symbol mark on page 43.)

@ PORTIONS TO BE WELDED: - - . - .
N Portions to be welded are hsted mcludmg descnptions of those areas to which the portion under the
2o subtltle (ex Hood!edge panel) will be welded. -

(E) REMOVAL/INSTALLATION NOTES : = R,
Main service points and special notes for body repair work are described.

—2_
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Emission cantrol
information label

— . GENERAL:INFORMATION
i~ IDENTIFICATION NUMBERS(For:U.S.A: & Canada)™’:

Vehicle identification number {Chassis number)

VEHICLE IDENTIFICATION NUMBER
ARRANGEMENT

gLl

Manufacturer === -
JN]: Nissan passenger vehicle

PR 5
PN N T D e e - w

TomraTn

Engine type
H: KA24E =

Vehicle line S N
S: NISSAN 240SX

Model change (0 to 9)

'
i

Vehicte identification plate

P

F.M.V S8, certification label

Vehicle identification number plate

5G|547

TE 4T, R UTE A
TG Briley
RS EETAN L

6. P XAK W 000051
T

—Vehicle seriat number *

— ~Manufacture plant > @ O
: : - - W: Kyushu - SR

s yest A

Model year

-1 - K: 1989 year model
Check digit (0 ;qﬂ_%gr@){) .
The codétor the check digit is
Sz C. 4 determined by mathematical

Body type i
4: Coupe, |
6: Fastback

computation.

me T e
PLIR LRSS .

= Restraint system

S - e St Standard Tz0g 2 0
P: Automatic
SRS o argaer i
—~32
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. GENERAL INFORMATION .. . ..
IDENTIFICATION. NUMBERS(Exceptfor‘U.S:A. "& Cénada)

=n g:gf-ﬂ*g«‘twy.»ut ﬂy)‘mﬂ_.,

Vehicle identification number {Chassis number)

Vehicle identification plate

cagesne dE\ S0 ues Lo smitanititeek atetet WF

¢

;

(Dnver slde)
aGUETHEITE

CLelfe oo
. . S5G1554

VEHICLE IDENTIFICATION NUMBER|  Ru@sts
ARRANGEMENT :

{For Europe)

;-%
pRE

Nt 10 »Rx S13z U 204 000030

‘ ! ’ ¢ i : i
JN1 @ Nissan, ————————= L e L Vehicle serial number:* '
: ! T NI
1
0 : Stopgap {no meaning)" - 0 : Stopgap (no meaning)
e Y ] ; ers Rty <+ s i o < e eircanmion 27 3.’“::,:,:‘7;3"
R : Fast Back — oot U : For Eufope -
AT e Mod e - 5T, e
: SRERTS AT 2
.
e S S ELIRY i~ CRE TS e

— 000001

R : T . — e Vehicle serlal number

23}

= Mode!

0 -

1 : means no indication.

"



—~ GENERAL-INFORMATION.

- ~LIFTING:POINTS =% »

Yoy cimpd

| GARAGE JACK AND SAFETY STANDJ - = - ' R

WARNING: . I
e Never get under the vehicle while it is supportéd '

P LT e
' Aipbt ST,

se safety stands to’siipport

3egr

e

)
Nl 1

e ; ' .
¢ Place wheel chocks at the front wheels when'the réar wheels are raised

nd place wheel chocks at th

wheels when the front wheels are raised. P ;,«’“ c
CAUTION: . R S

Place a wooden or rubbgr block between safety sta‘nd and vehicle body when the supporting body is flat. -

Garage i““‘“’?\

-] T '
NV

faty stand points

SGI5ES
Crrmbalali VIAGMADT A IH9NMYW gAds P *aebabnl]) VEAMEDUIA 2330y TOLRY
B T — % e - v ,,.,—J:’M - - sers - - - g
A2 L pmEnmd E R o e RECRERS BETvE I R AR PR
™% o POLELIFT— | = I = i
B R L SN P VLT - LT ER P ‘f@ arit - 20
WARNING:. . o I " : "
[ . - e s OO LCRETE L RN L nnth ByILa . e
When lifting ;the vehicle, open ‘the lift arms as Wide as possible and_ensure that.the front.and rear.of the_
vehicle are-well balanced. . ' . L2 ! farail omey®

i R8I0 ]

. T g e fome s - BN O - oy oo o .
When setting the lift arm, do not allow the'arm to contact the b rake;t(al%esﬁandwfuel lines.

b ey el lerd e gy mat 2 B ‘_ V" =gr_~5_;z
s e RS S ek d N in the st of the lift pad fo prevent !
g,L|f,_tt p,adeg"g'z Pt ‘u"."i ?w:'u’-‘ . i = o e s i, At i it = n
! A3%hesill Frdm deforming. 17 the pad dogs not have ‘ o T amy Hes o
. . camm B s Y o B g Ta e S B IBNGOL A,
the slit, prepare a suiiable attachmen!t.with slit. OG5 D0t 0d paeits

]

points.

5GI1553
—B
TR S T T e e T e - TTTTTT T Ty T e e e ; " A N b
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GENERAL:INFORMATION ... S

VEHICLE_DIMENSIONS

Unit: mm lin}

gsif::fw

£l - P R DS o

Europe Except Europe

Overall length 4,535 (178.5) 4,520 {178.0) T s

¥ OveraIEWIdthm:M ii’: Tesn ?5!'69'505 (76:6.‘5)3«?3!’ 5 1690 (66 5) e ot Y R L o R ? SIS e JU L
Overall height 1,290 (50.8) 1,290 (50 8)ﬂ " _; i FE L D T oemE

-

Wi e B 9 7 T

. Front tread R 1465 {57, 7) 1,465 (57_7) T N S SRR
'““"g ey Teopsdnaeeny ol ey gngts e B & it shety w i Trae FCEEC SN SIS S A A B S-SR L6 b SIS Ste N i
“Reaf tread 1 465 (57.7) 1,460 (57 5) ) . )
Wheelbase ‘ 2,475 (97.4) 2,475 {97 4} o emtieE A

B8 vl gt wrE onld oEd Seym Beary v ier R sl

o THOW FL., T4 06
™~ -

T WHERL ALIGNMENT

BT T
pie syl

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

For U.5.A. Exept for U.S.A, For US.A, Except for USA.

o e A e [ P

& Canada & Canada : i 8; Cahada . & Canada

Camber degree -1°30' 0 0° —1°25"t0 &’ Camber degree —1"36' t0 —0°36 | —1° 40'to P 40

Caster |, degree | 6°00'-7°30° 5°85'-7°25' Toein

IR i e e S }H-«rv & B L 3 L

i (in)” © “"p-8(0v0.200 " ,
Toe-in {Total) et e T
mm {in) e, 0221 —908) {Total) degree_ |, . .. . .. ©0-28__ . .

g gl N I A

degree 0-12" Tankful of fuel, radiator coolant and engine oil full.

. o [ sah 2. - Spare tlre “jack, hand tbols, mats in demgnated position.
Kingpin inclination 19°30° - 14°00" - | .12%25' - 13° 55. . B
degree e -
Front wheel turning angle "{ ’ _m:"f’ '
Full turn*2 o gnoimqe | 36°-40°/32°%3 1 = \
inside/outside °07¢ | 394333 g0 gmojazera ) .
*1: Tankful of fuel, radiator coolant and e‘n@;ine Oli full, S-‘fnare" ti”r“é,r
jack, hand tools, mats.in demgnated posmon .
*2: On power steering models, wheel turmng force fat circum- ~ )
ference of steering wheel) of 98to 147 N {10 to 15 kg, }
22 to 33 Ib) with engme idie, ST ) T
*3: Europe L E-JI‘D‘“-Fnodel - T C el T .o
*4; - - : S
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In order to provide improved corrosion prevention, the following anti-corrosive measures have bee}i imple-
mented in our, productron plants. When repairing or replacing body panels, it is necessary to use these same

anti- COITOSIVE measures - A

5

e A - s -’;’,” g -
ANTI connoswr-: PRECOATED STEEL
e (DURASTEEL)

TR

X%

i

afled
ckel

Chromate

Organic film

st

i en Y

4 Genurne Service Parts are fabricated from durasteel sheets, therefore |t rs\_\ ecommended that
QINE NISSAN PARTS be used for panel replacement to malntam the antl-corroswe performance
in

10 the vehicle at the factory ! § N !

- ‘
T ' P

PHOSPHATE COATING TREATMENT AND . i
a CATIONIC ELECTRODEPOSITION PRIMER ;. PR

- . .
Pl s

A phosphate\ coating_ treatment and a cationic e!ectrodeposn:lon pr;mer wh:ch prowde an excellent anti-

carrosion effect, are emp[oyed on all body components. : . .
CAUTION: ’ oo h
Confine paint removal in the we!ding operation to the absolute minimum.

P -?
N -

Phosphate coating treatment

Pt : t

E ) Cationic electrodeposition prirnpr/

lesan Genume Service Parts also” are - treated in the same manner. Therefore, it is recommended that
GENUINE NISSAN PARTS be used for panel replacement to mamtam anti-corrosive performance burlt
mto the vehlcle at the factory. ' - ‘

[RINANY

B -~ - :,, B - . - e

— 10 —



CORROSION PROTECTION.:

L ANTICORROSIVE WAX_ | .0 “i.i o077

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 WhtCh will- penetrate after applucat:on
and has alongshelflife. ~ --. . - . s oo el e R A P S T

Indicates antl-corroswe wax coated portlans. N

- 7 I T oSt B v
Foraen enai W - Wovawis T Fon LSRR RS

)
Z

e e

Section ALA 7| SectionC—C’ = Section E_E ) u;.»Sectlon V¥ 77| —Section KK

T e

Inner -door -

o

H e Rear floor rear
-~ 4 Rearfloer \ Rear floor

3

Inner sill~

Front
fender

Hoodledée Rear side
reinforcement ) Outer doar ! : 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 model
}”/he"’hm"se Quter trunk lid Outer hood Rear floor rear ] tam,

\

-
Rear l.nner trunk Inner hood Center
fender | lid crossmember ;

—AT—

S e e e e
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CORROSION‘PROTECTION: — e

[ UNDERCOATING |

The!undersides of. thes floorand: wheelhouse are undercoated toa-prevent rUst‘”wbration Toise and stone
chippingarts of wew odzosesiine '

RS

. i i ; M_MJ“* N
Therefqrggbwhen such a panel .is replaced or repalred apply'undercoatmg to- that part”Use an undercoatm'g--
whlch is rust preventwe soundproof, vibration-proof, shock- resistant, adhesive, and durable iz "s 2=~ - 200 s

‘o

Precattions in undercoating . -

1. Do not apply undercoatmg t0- dny place unless’ ﬂs ecified” (such as the " areas above the muffler and
catalytic converter which are su bjected to heat),

2. Do not undercoat the exhaust pipe, other parts which become hot and rotary parts

3. Apply bitumen wax aﬂ:e”“‘

u\;‘::

applying unde coating. ] ,_—/‘.» T
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BODY SEALING
DESCRIPTION

The following figure shows the areas which are sealed at the factory. Sealant which has been ébp[iedfto‘these

areas should be smooth and free from cuts or gaps. - _ )
Care stiqu!\d be taken not to apply an excess amount of sealant and not to allow other unaffected parts to

come into contact with the sealant. : . LotE

Samafia e v T =

~Coupe
) o Portion |

)
o
Vool \
5 .
: ol
- S .
T T '
.
el
- T :
- Portion E ‘

. SUN ROOF MOPEL A

e ‘:;:_N . - A a View W S :
o w3 . A I . . ----FASTBACK Mo en

© 77 “Sealing portions not shown in the

" ’ B IHustratigns are the same as those -+~
’ . 4 o e
for coupe, | __ . - -, . -

e e s e g
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. BODY-'SEALING .-

DESCRIPTION
Detail C , Detail D
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Detail E

Detail G
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--BODY SEALING

DESCRIPTION

TDewii L~ T TEw

Detail K = = ~
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Detail R
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Fastback model Fastback model
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Fasthack model

Fastback model
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Coupe model . -~
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'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,-etc:) more accurate, effective

repair will be possible by using these-marks together with body alignment data. =, = .5ns 7

o~
e

e g 2 men
SLandinnd o UL ST T

) oY

T hLm o

S et * ' Portion D

ey

" Portionc —

Portion G

s 3 P
- Portion E _.
gpaHenE

RS L

Detail A

Detail C

& Ubpper radiator core

¢ Lower radiator core
e Cowl top

» Front and rear roof

¢ Rear waist panel

support support
Detail F Detail G Detail H Detail |
™
v
T SR Ermng
/ o’ w

X

/

® Rear ficor front extension

¢ 2nd crossmember

0

X

//

¢ Parcel shelf

—19—




BODY: ALIGNMENT

[ R

/. DESERIPTION <"

-7~ All dimensions indicated inv f|gures are actual ones,:
@ When: a-tram tracking. gauge’is used; adjust both pointers to’ equal length and’ check the pomters and

- @ -~ Measurements should be taken at the center of the mounting holes.
‘e

gauge itself to make sure there is no free play:.: =.iv -

Y odmem ome w

com e o PR, B . L.

[ - . faa PPN
G o ®

e Pam ot

P ‘:.4 :

When a measuring tape is used, check to be sure there is no elongation, tvwstmg or bendmg

An asterisk (*) fo!lowmg the Value at the measurmg point indicates that the measuring point on the other

side is symmetncally the same. value,

The coordinates of the measurement points are the dlstances measu red from the standard line of X",

uyn al"ld uzﬂ Lo :/ B :)J. P

-

gy
R i T .. "X : Vehicle center
e "Y" . “Y* : Center line of front axie
: . R . “Z" : Imaginary basa fine
. i =
@ L.H. side . [200 mim balow datum line
. R H s:de 8oty {“0Z" at design plan)]

- e
L

s

— 20—
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BODY:ALIGNMENT

ENGINE COMPARTMENT
[ MEASUREMENT

Y
N
pe, o SR i ) -
e S S, ; - . Unit: mm

SRR e . ... . . ... . . SBF193E,

L MEASUREMENT:FOINTS

i - 1
: :
- 5 -’ ' N
7 :

Unit: mm

Cowl top side \/
%
8 dia.(®)° -
. ¥ - D -
f=2 /‘

SBF220E

G

Cowl top

— 215
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.BODY ALIGNMENT:

PR NN I LT S -GN

ENGINE COMPARTMENT:

Strut tower

Front side member.. ..

SBF223E

s o [

SBF222E

x
-
.
~

R
Vi
&
~

+| Front sidé member .-7{ "%

SBF224E
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UNDERBO

BODY.ALIGNMENT

DY (For.U.S.A; &:Cdanada)

[ MEASUREMENT____ | R e e
g1 ¢

P T -
Fal ek T N

1,600

1,434*

983*

1,582

416%
393*

L.H, side
951+

452*%

R.H. side
-

684*

1,015%

1,307*

Front
<\,I:’
I

Fal

Unit: mm

SBF194E

R
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~“UNDERBODY. (For U.S.A”& Cand da)

BODY :ALIGNMENT

Unit: mm

D.g
X: 5422
Y: 635
Z: 728.7
O.®
X: 4745
Y: 2500

Z: 658.9

Front and rear strut tower centers

Coordinates:

Front: @ B7 di
Rear: (1) ,(D 48 dla

®,@
X: 1329
Y: —582
Z: 188
®.®

4 X: 370
weno| Z: 255 )

X: 384.2 |
‘ Yi32 o)
v T 2§ 2:285

A e GG

SBF119C: 3] X378, -y

- S L yraoo

end
Coordinates:
B.®
X: B35
Y: 2,050
Z: 1163

Rear suspension member front mounting bolt threaded A

Y
Center 5|de member rear s:de member and rear extension

Z: 166.2 |
| @@ .
X: 420.
\Y: 1,150
2:1106.2

——
N

Front side member and front extension ;I

. Coordinates:

Yi 304 -

©.0"" "

@.0 .

de

.
1

L.Hs

f;, SBF271E

sé#zzge
=

e e Coordmates

_|Rear suspension member rear mountmg bolt threaded

end
Coordinates:

RIGXoN
T 3 X:-4225 °
o CIIIY: 1880

Dt e e PR

@r*
X: 380 .
Y: 2030,

[ JUEETUNY [,

wy

séize7e] . | D

z7: 104 Mé .

SBF272E
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— BODY ALIGNMENT.:

| UNDERBODY (Except for U.S.A: & Canada)

[~ MEASUREMENT_.

O

- ;f'@:i‘f o\l B9
¢ e (Or- ko Sty (@ =) 10}
' S ans g — = ae
s MR e
2’;,'. 5 M| 4y -
: pe _akus | :
—— i "/ N,
p R ’
!
| P10
8
2,

s

EEF390E
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ERCRIS 2 2 cwtang

A I R L TNy )
e st e o i ST e G SR 5T o e BODY! AI lGNMENT > T A e TR A R AR ey % MU e v MR seamg

UNDERBODY: (Except for:U.SIA."& Canadal

‘

Front and rear strut tower centers o~ -

Coordinates:

D.@

X: 5422 )

Y: 635 /

X: 4745
Y: 2,500 Front: (D) ,@ 87 dia.

@
LD 48 dia.

Z: 6589 Rear:

H N

Coardinates:
®.®

X: 536
Y: 2,050
Z: 116.3

Rear suspension member front mounting bolt threaded end |~

SBF226E

Rear suspension member rear mounting bolt
threaded end :
Coordinates:
@@
X: 303
Y: 2,635
Z: 658

L Ve
A

SBF227E

e, et s - U - Unitiemms

Coordinates:
®.@

X: 1328

Y: 582

Z: 189 - | >
@6 ..

X: 370

u -

™

LN CX@N < XEN <

.
2
- o
i
i
_E
7
i

(A&, @ 12 dia,

.. T $BF271E

e

T I -

Center side member, rear side meinber and rear extension

Coorq]hz{teg:
X: 420 ° ¢
Y1780 o
Z: 1015
©@.@; -

X: 380

¥: 2030,

Z: 1958}
®o .
X:b20 -~ .
Y3050 L W
"Z: 398 8%

i

SBF391E

28
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.. PASSENGER COMPARTMENT AND REAR.BODY - <

- COUPE

~BODY ALIGNMENT

L MEASUREMENT. |

ar "~ -
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e oo oo . BODY ALIGNMENT e oo e o oo
senc: PASSENGER COMPARTMENT AND REAR BODY  coure

;. MEASUREMENT POINTS | e R

A -
{& :. Roof center positioning mark © (@ : Front pitlar outer upper joggle E @ : Outer front pillar standard hole

@.(0) ¢ Front pillar outer upper joggle \ center {14 dia.)

'« Cowl top side

©C . Quter front pillar standard hole

= IO Oﬁfie'r‘flfﬂon’t pillar in&én_tior;‘

Dut_er-front pillajl: upper—

{ center (6 dia.) SO T B = . . center | - -
© : Cd\gl_gc:pgandard hole center _ ST ® ®@": Rear fenderstandard hole _ . . (D ({} : Rear fender indention center

(6dia) % , - R . - center (6 dia.) i i T

Vi e S T SN -

@ : Extension-rear floor front hole

center {8 dia,) (D) : Rear fender indention center

@® : Roof center positioning mark ® @ : Rear fender joggle © (0 : Rear fender corner joggle
®{) : Rear fender joggle ®® M (M : Rear fender joggle
/
/Ml
4.
Rear fender

Rear fender
. F
P .

P
® : Rear waist mold hole center = (® :. Rear panel reinforcement striker hole

: i " flange
@ : Rear waist ﬂange:md_ - = e Rear panel reinforcement -

2nd crassmember
indention center

® (© : Suspension mounting absorber W : Rear floor rear bumper stay hole

hole {10 dia.) ; center (30 dia.) - ~




BODY ALIGNMENT .

PASSENGER COMPARTMENT AND REAR BODY

FEAST BACK

L MEASUREMENT._ |




e

L - a

BODY ALIGNMENT .~ .. ...
PASSENGER COMPARTMENT AND REAR BODY

WAE YL LS u _FAST BACK

L MEASUREMENT POINTS | B AR S

Unit: mm
@® : Roof center positioning mark © @ : Front pillar outer upper joggle ® (@ : Quter front pillar standard
(® : Front pillar outer upper joggle hole center (14 dfa.)’

%,

s - ' F:nwi top side :,:

@

ey R - Quter front pillar upper
© © : Outer front pillar standard holez= | | . ] ; _— - o .
center (6 dia.} - =iz '_:":! oL ® @“_ _Quter front piflar indention
L N D center - <
© : Cowl topstandard hole center @ @ : Rear fender standard hole center | ) () : Rear fender indention center
{6 dia.) (6 dia.) i T

T % -

D@ : Rear fender indentian center

W : Rear floor front extension hole
center {8 dia.) *

@& : Rear panel upper reinforeement
positioning mark "

® : Roof center positioning mark o .
© D : Rear fender joggle _ Rear fender
..~ flange end

‘@@ -

Rear fender
corner joggle

" @O

Reinforce rear
panel upper

®¥

® : 2nd crossmember indention center ® @ : Suspension mounting ahsorber & @ " Rear floor rear bumper stay hole
. - hole (10 dia,) center {30 dia.)

2nd crossmember
indention center

3
@
N

32—




HANDLING PRECAUTIONS FOR PLASTICS _

HANDLING PRECAUTIONS FOR PLASTICS

Heat resisting

Resistance to gascline and

Abbreviation Material name temperature Other cautions
0pn 40 solvents
CUF)
Gasoline and most solvents
PE Polyethylene 80 (176} Flammable
are harmless.
Gasoline and most solvents
- . f - - -
PVC Polyvinyl chlaride 90 (194) are harm!es:‘; if app-iled or a Poison gas is emitted
N B SN very short time (wipe up when bgg’ned_.
quickly). S ’
: Gasoline and most solvents ]
P
P Polypraopylene 90 (194) are harmless. Flammahle
ABS Acrylonitrile butadiene 90 (194) Avoid gasoline and solvents, | Avoid brake fluid.
styrene resin - - .
AES Acrylonitrife ethylene 90 (194) Avoid gasoline and solvents. | Avoid brake fiuid.
styrene : ’ : ’ - N
PMMA Polymethyl methapyylaﬂte - 90 (194) .| Avoid gasoline and solvents. Avoid brake flk]fd.
PUR Polyurethane 90 (194) Gasoline and most solvents “<| -1\ ake fluid,
are harmless. S g
AAS Acrylonitrile acrylic 95 (203) Avoid gasoline and soivents.  |"Avoid brake fluid, -~
rubber styrene . D - e
PPO Polyph‘en‘y[engqxide 110 {230) Avoid gasoline and solvents.
POM Polyacetal  _ 120 (248) Gasoline a“df""’e“ts are Avoid battery acid.
- = harm]ess
PC Polycarlbonatf; - «;:::_ 120&’»(258“)““ 5Avoid gasoline and\sol\.;ents
PA Polyamide (Nylon) = . . 150 (302) Gasoling and most SOlVents  » void immersing in water.
S S - are harrhless.
FRP 170 (33g) _ | Sasoline and ",“’#ffi"‘”i“‘g .
pee T W are harmless.
s T e ’ ‘:" T - ) ) l
PPC Polypropylene composite " 115 (239) Gasoliné and mOSt 22 vehts Flammable
are harmless. - . R
PBT Polybutylene terephthalate | 140 (284) | Casoline and most Sf""e“ts S00) IRES
] R are harmless. -
TPR Thermeplastic rubber 80 {176) Avoid gésoline and solvents. - -
TPE Thermoplastic elastomer 80 {176} Avoid gasoline and solvents., | - e
1. When repairing and painting a portion of the body adjacent to plastic parts, consider the:r charactenstlcs
(influence of heat and solvent) and remove them if necessary or take suitable measures to protect them.
2. Plastic parts should be repaired and painted using methods suiting the materials, T e

e M_W__,__,___wﬂwﬁwi
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- ‘LOCATION' OF PLASTIC PARTS -~ * COUPE

I s eAm T Mo % EeEI 1R N Ws ¢ eaTY nte t betr 2o ges e ene s P 4 Y s wt woane -

T sEe onLes e -
, o R : . - Trunk side finisher (PP) .
i C Frontpilter— .= 7. e 2
e i e finisher (PP} Rear trunk finisher
, o T e S PP) T v T e
: * + -: Door finisher . .~ [ (PP)

Front finisher
.. \TPR)_

A . Boor handle (POM}
N LI S R W A N :
Front combination-y '~ N : Front fender .- .~

- lamplens..... .\ N N _ .. . protector (PP - e e
{PMMA).  Front air spoiler . c e - g

L PURYT

Bamper W5 v x Side icurnksjgl;l‘al,w. S e .
Leumpe .. [ PMMA)} .
foncia (PUR) lamp‘x ens (PMMA) C e .

- h r : i !

5 ) ]f_'ef"hi'rdfpp) Roof side garnish (PP) S
ST MTeemTTANm mmmar s wmenaen e - T s s v e e . . WIS 7— i T men—— I:ock‘pi!lar fimsher-(ABSl e T s

. = “Body’side weatherstrip (ABS)

PRt
ELL

'Hi-mou?lt‘éﬁ_st\t;ﬁ‘_l'ar:ﬁ";:

. —— = = wame— - A a0 am it e Lo - —_ - - - N - S e amime
. .. lens (PMMA) Instrument panel T
LR e -

SR ° - Reat pillaf - ° P (PURPPG. -
finisher (PP} > ABS PVC PC)
LR e = - - -t~ Door mirror-- - -

e + -7 |
- spoiler {FRP) /-

Dashside finisher (PP}

Bu'mp:ar fas;_:ié
{PUR) o
-- ~= - Rear combination

! Kicking plate (PP}
L_Center console box

lamp lens (PMMA) - _iPPF!i_ . - e
- L Rear side ﬁr}jghgr_(PP)

NOTE: Arrows * f " (in enlarged portions) indicate the location of symbaols used to identify plastic
material used, .

—34_



HANDLING PRECAUTIONS FOR PLASTICS

LOCATION. OF PLASTIC :PARTS FAST BACK

Rear grille spacer _—

} r);earsi&e,, ) H(\PP,C! . ) . O :
* Finisher " Body side weatherstrip (AES)
: Rear pillar :{PP) “ ¢ Lock pillar finisher .
: finisher (PP) - ) . b - |ABS) N
Front pillar finisher foggage rear
{PP) trim (PP}
Deor finisher —
{PVC) --

Front finisher
- PR - -

Door mirror —~ Door handle (POM}

SR = = ‘
= Aont bpmﬁgg ’

. ,‘ABS) - - T v ey ¢ e o
fascia - . Front fender protector {PP)
(PUR! CONE Y S Front air spoiler , - s
Front combination lamp {PUR) . ., e e .
lens (PMMA} o . o i ’
Inter cooler grille (ABS) — For Europe o
: \ St ey L
) . Back-up lamp . _— e )
i . el \ lens {PMMA) . , ’ o : [nstrament i:anél o
. N IR S _ Rear air spoiter (PUR) PUR PPG Loy
HE .- ‘ VL Hi-mounted stop ;\gs' puc
o T T e AT i lamp lens (PMMA) |
s R . Rear roof garnish (PP} Side turn
signal lamp lens
e e s e e b (PMNA)
" Rear.bumper finisher— =
{PP) — For Europe , 7w

&l

. Center console box
- Rear bumper fascia (PUR}  (ppe}

L Kicking plate
Rear combination {PP)
~~ Rear finisher _ _lamp lens Dash side finisher
(PMMA) {PMMA) {PP}

NOTE: Arrows ‘. ** {in enlarged portions) indicate the location of symbols used to identify plastic
material used.
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S cose” o i PRECAUTIONS:

- il R

PRECAUTIONS' IN' OPERATION

| WELDING PRECAUTIONS |

1. Wear protectors
s Be sure to wear’ goggies earplugs respirator,
- gloves and so. forth dependlng on the work to

hex performed Workmg clothes,safety shoes,
and workmg cap must be worn as usual..-

Respi-
rator
Working Gloves
. Y clothes
Safety
les
9099 Safety
) @ oS shoes

Working cap

? EE Earpiug
Gloves
{for
welding}

2. Safety sta nd

e After jackmg up a vehicle body, be sure to support |t wnth the safety stand For the supportlng pOSltIO!’lS

refer to *“Lifting Points”. * - . «

Inflammables™ ~ .~ .- ’ . Ma .

& Before startmg reparr work ‘be sure to discon-
nect the negative terminal of the battery s E

e When welding parts near the fuel tank; be sure
to' remove the fuel tank. Plug the filler port of
the tank.

¢ Plug the fuel pipe and brake pipes to avoid
Ieakage when removmg connectors from the
pipes. L -

4. Working environment —

e Pay attention to ventllatlon and the health of
operators. A .

e Paint and ‘sealant may generate porsonous gases
when heated by fire To prevent thlS “do not”
use a gas welder. for cuttmg off damaged por-
tions. Use an air saw or an’ air chlsel -

® Use a belt sander ar rotary wire brush for re-

moving paint from the panel.

— 36 —



PRECAUTIONS:. : -

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 w:th a safety chain in case
of emergency.

Never stand
in front of the
machine.

L PROTECTION OF BODY AND
EXTERNALLY ATTACHED PARTS

* Protection of body
- Remove ‘or cover interior components {seats,
instruments, carpet). “ .

e  When welding, cover glasse§ seats, instruments
and carpet with a heat-resistant material. (This
protection - 8- necessary especially when CO,
are Weldlng )

— - -

4 H - .

2, Protectlon of exterior parts L = e
. When removmg external parts (moidmgs and nflmshers) attached to the body, apply ,clothkoJr‘.'Er_otlec:gion
=tape to the body to prevent scratching. - »::3 i }
-u‘ If the pamted surface is scratched, be sure to repalr that por‘uon even a small ﬂaw in the pamted surface
may cause corrosion. '

‘PRECAUTIONS IN REP_I.ACING " Lo AT T T ey g

Use of genuine parts -
* In order to maintain the original functions and high quality of the vehicle, it is recommended that you
use genuine Nissan parts.

— 37 —




[P =Y

-PRECAUTIONS _

PRECAUTI@NS IN OPERATION

L WELDING PRECAUTlons__I
General precautlonsW e " .
Weidlng must be properly performed 50 that vehic[e body w1]| retaln suffiment strength and durablilty
. Th”é""REPLACEMENT OPERATEON sectlon in
the. Manual deais W|th the we[d:ng methods, ‘
locatiors “t6” be welded»i number of weldmg
spots (or weEdmg pltches) for - each body
portlon Itis recommended to perform weldmg
accordmg to the mstructlons e

. "Resmtance spot weldlng is superlor in weld
strength to other weldlng processes* In addi-
t]OFI, |It features a ]ow amount of thermal

,«)x*f ¥

straln ‘a short weEdmg tlme and"_flmshlng zs

" Mever use acetylene gas ¢
welding. -- - - -, troe

o S

For these reasons' 1t s recommended that re- -
sistance spot wefding be used whenever possi-

bles o e e

Further, use of mig welding is recommended
for locations where re5|stance spot weldlng

‘cannot be utilized. ~ 7 - ¢ - el

CAUTION: .

Gas weidmg (oxyacety!ene gas weldmg) must not
be used because it causes a decline in strength of
areas surrounding the welded parts.

There are a variety of resistance spot welders on the market. Be sure to. use a welder wrth a sufficient
capacity to secure weld strength. Also, inspect welded parts to conflrm weld strength

—-38—



.PRECAUTIONS

PRECAUTI.NS IN: OPERATION: ,

Spot welding : I

1. Spot welder , - . - -
To obtain sufficient strength at the spot welded port;ons perform the following checks and adjustment
on the spot welding machine before starting operation. T - LT

{1) Adjustment of arm - - T . e S

a. Keep the gun arm as short as p055|b|e to obtaln - o o :
the maximum pressure for welding. : e e ? 1. = . e

b. Securely tighten the gun arm and tips so that
they will not become loose during operation. :

- Electrode tip L T EEEMEC

o -

Use the mm:rnum possable

(2) Allgnment of electrode tips
Align the upper and Iower electrode tips on the

“length"of arm.

Uneven

same axis.’ Poor allgnment of ‘the tips causes length of

|nsuff]0|ent pressure, resultlng in . insufficient gun arms
current density and insufficient strength at the : Maladjusted

weld. electrode

tip length
oo T T T Malddjusted
Align hoth electrode -

- 7 rioty e MRS e
e T . o Correct 2o, o -Incorrect “ 70w T
T ﬂvf’“’- Coan T = ——— M
(3) Diameter of e!ectrode tip = T

The tip~ d:ameter must be properly controlled
to obtain® the desrred welding strength Before .
starting operation, make sure that’ the tip |
diameter (D) is kept the proper size, and file it
cle‘anly'to remove burnt or foreign matter from

- the surface of-the tip,-—-- - . - - -

150°

D

D =2T + 3 (mm}
D=2T +0.12 {in}

TroTTTTTTTTIT o i Co T D= Tip diameter DT T T L
Ul"lit min (In) T fPIﬂ@te‘tfhiqknessﬂ i j{ R o "
Thickness (T} | Diameter (D) | {Thickness (T} | Diameter (D} e [ — . I
~a e . T ) o~ ”
06 (0.024) | 42(0.165) |{ 1.0(0.039) | 5.0 (0.197) RPN == f e
0.7 (0.028) | 4410173} || 1.2(0.0a7) | 54 (0.212) . C e
0.8{0.031}..| 4.6 (0.181) 1.4 {0.055} 5.8 (0.228) = - ‘
0.8 (0,035)" 43 {0,189 || 1:6(0.063) -| 6.210.244) i TR

2. Condltlon of the panel
Presence of a‘gap, pamt film, rust, or dust on the surface of the panel causes poor current- flow and

reduction is spot area and these lead to unsuccessful welding.

¥t

Before beginning, it is necessary to thoroughly check the condition of the panel and make any necessary
corrections.- S :

b

£

Lo~

e

&
-

- B vt

v
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— — PRECAUTIONS :ooccoccoc oo oo o
PRECAUTIONS IN'OPERATION'

(1) Clearance between welding surfaces:
Any clearance between the surfaces to be

) i welded caluses' poor current flow. Even if weld- = "{7.. 1 ~& ~ <" TG T T T
ing' can be méde without removing such gap, -*7 |[* "7 [~ 7% oo -0
“the welded area would become smaller, result- ~ — . — v )
© ing in.insufficient strength. ?ﬂtw S
. Flatten the two surfaces to remove the gaps, B A FTE TRV T
. and clamp _ them tlght[y with a clamp before R SO N e T XU 10 §
weldmg S S L TET, AT Lrdmne mo oL osae e
s ‘ “ i Forrect lncorrt_ef:t Incorrect

(2:) Metal surfaces to be welded:
. Paint ﬂlm rust, dust or any other contamina-
" tion on the meta! surfaces to be welded cause
I insufficient current flow and poor results. - -
‘.nRemove.aIl foreign matter from the surfaces to—-.
. bewelded. -

(3) Corrosion prevents the weldlng process on
megg1 surfaceﬂ :

| corrosion agent that has higher conductmty

: It is important to apply the agent evenly even

to the end face of the panel

. Bgfcy:g operation  Apply agent to the whale
‘ RN - surface inctuding the end face.

3. Precautions i in performing spot weld:ng
(1} Selection of spot welding machine —
Use the durect ‘welding miethdd. . (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,
: the .current density will be: low resulting in - - |- Spot-weld twics if three or
insufficient welding strength, 2T ’ more metal sheets overlap.
{3} Lapwelding of more than three metal sheets — B ' ’
For portions where three or more metal sheets
are overlapping, spot welding should be done
twice.

— 40 —



PRECAUTIONS.

PRECAUTIONS IN OPERATION!

{4) No. of points of spot-welding: ﬁ -
Generally, the capacity of spot welding machines available in repair shop is smaller thai that of welding
machines at the factory. Accordingly, the number of points of spot-welding’ should be ancreased by 20 to
30% in a service shop compared to spot -welding in the factory. .

{5) Minimum welding pitch: :
The minimum welding pitch varies with the thickness of plates to be welded. In general, the values given -
in the following table must be observed. Note that excessively small pitch allows thé cutrent to flow -
through surrounding] portions, and this results in insufficient welding strength of the metal. ~.. -7+ > ¢

Unit: mm (in)

Thickness {t) Minimum pitch {€}

0.6 (0.024) 10 {0.39) [ N~ A A T

0.8 (0.031) 12 (0.47) ! A A A
1.0 (0.039) 18 (0.71) . A DR R T

1.2 (0.047) " 20(0.79) ‘ e iG] o T

1.6 (0.063) . . 27 {1.06} o ST T T Een s D E e L

1.8 (0.071) S T T R B T Leaa CSTRLaEI o mamn e

(6) Minimum lap of panels: B
Observe the foilowmg values for the lap distance of paneIs If the lap dnstance is too sma!l |t results in
insufficient strength and also ina strained panel. L ' .

Unit: mm (in) . amA ALt e R E I NP SR DI Y :
~n n Rl B M. : |
- ; T »l L r- Al T L AT 2 U S :

Thickness {r} ‘Minimum pitch (£) .-
170600240 L[ 11(0.43) - |
-08{0.031) |  11(0.43) X |
000039 <l T 12(04n, T
1.2 {0.047) 14 (0.55)
1.6 {0.063) 16 (0.63)
1.8 (0.071) 17 {0.67)

Be su re to spot weld at t the center of the overlapped
portion. oL

LR B

(7) Spotting séquence:

—41—

e Tyt RS T Welding ‘

E?o not .spot contlnuou.§[y in Pn!y“ one Kdll’EC soquEnce —> 3

tion. This-method provides weak weiding due . 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— ‘ - . e ;

stop welding and allow the tips to cool. : :

|

Wrong ] 2 3 4 5 :

3\ A1 Fi |

—— r— !

T |

I

!

|

i[




~-PRECAUTIONS -

PRECAU'[IONS IN OPERATION

{8) Welding corners:
- Do: not weld the corner.radius portron Welding:::

—_tvh‘ls5 portion- results _ in ‘st_res;s,:_concentratlon«,uM,
which leads to cracks. L

Examples
* - :Upper corner of.front and.center pillars- -, - - oo |40
* .- Front upper portion of rear fender, ; «,.. . ». .. -r:]y

e Corner portion of front and rear windows-

R et PO SR SV,
I Ealirs P

o i vy et 2 e A,.,..\..’i [T
¥ 2

4. Inspectlon of welded portmn

- e Cnrner i
o radiis
portion

Spot welded portlons can be checked by v:sual mspectlon and destruct[ve inspection. The destructwe

sure to perform this destructwe inspection to check the strength of the welded portions.
The welding spots should be spaced equally and arranged at the center of the flange 1o be welded, ™

(1) Check by using test piece (Confirmation before
. Operation).. ... .. . e
. Prepare test p|eces hainng tyhe same thlckness as
the pane! to be welded and weld them togeth-

er. Break the welded portion by twisting and
examine the condition of the ruptured portion.

Clamp- both-test- pieces- together so that they will
not slip or move during welding.

¢ With this test, a_hole should be made on one
test piece by tearmg at the»welded portion. If
no hole is formed“ it mdrcates that the welding
conditions are incorrect. Adjust the pressure,
welding current, current passing time and other
conditions, and repeat test until the best result
is obtained, S

gamaialn apt ady b imen

t;
[

Clamp secur;ly)

both test pief:gs:

T £ 37 € — 7 Good

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

L]

Wrong

—47



PRECAUTIONS

PRECAUTIONS IN:OPERATION

{2} Check by using chisel and hammer {Confirma-
tion after welding) ' ‘

® 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.

This clearance varies with the Iocation‘ of the
welded spots, length of the flange, plate thickness,

Refersnéa value
15.2.0mm "

{0.059-0.079in} - .

Tap with a hammar

welding pitch, and other factors. Note that the
value shown above is only a reference value

o If the thickness of the plates is not equal the
clearance between the plates must be limited to -
1.5 to 2. 0 mm (0.059 to 0. 079 in}. Note that
further, opemng of the plates can- become a de-
structive test. . S

. Be sure to repair the deformed portion of the
panel after inspection,” o

Reference value
3-4 mm
{0.12-0.16 in) EET

’ Tap with a hammar

Mig welding- - e - e

1. Condition of panel to-be welded-—--— - ——
Paint film, rust, or oils attached to the surface
of the panel reduces the welding condmons
causing b[owholes and ‘spatter. Thoroughly
remove any foreign matter from the surface io
be welded‘ by using a belt sander or wire brush.

2. Precautions in welding

(1) Plug welding :

a. Open a hole of 5 to 6 mm (0.20 to 0.24 in)
diameter on one of the two metal plates to be

Surrounding

" “prtion of hols 454§ -
Poad

Plug welding

End faces

Butt welding

)

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.

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

Hole of 5 to 6 mm
{0.20 to 0.24 in) diameter

> Wald here
tightly

Lower
plate

Section A—A
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= . PRECAUTIONS:_ “
RRE@KU_T.I@NS‘? IN: OPERATION:

€(2) Butt welding o : g T T T o
a. Before perfﬁf?‘ﬁf@ﬁ this 'welding, tack-weld two Bend lne
pieces: of .the: metals to_be welded to prevent : o
generatlon of strams “and to ahgn two metal ¢
“-. surfaces. Tack™ t\@~ metal p:eces " by placmg ! Botn e s
! - Proper gap is approx
¥ -y point welds and then flII~ in the:: spaces by. plac- ;-f,;.m;t {004,,,,
@ ;. ing'shiort welding beads e o ‘Hfi::?” fros
A A ST
| S |
i e (- : n
-i SEIRITE ¢t mE ' i
T e s e oy
.f_éi( : - o IO e TR BEHEY
i !
b. mLong weld !lne 1§ apt to cause strain. Use the o oedts n b
‘ method shown at the Ieft to reduce stram .
§ Lass strjam
[ N will Be
i T P . - causedlf L
e T T T e e T T welded -
; & N 3 | section by~
P o Section. .
: ) SET g e |F
; - e et T RN .b ‘s 55‘51‘ g‘.:j
; Much strain
' STt B s T will be
; P caused if
e e e s e T T e s welded con-
movement tinuously.
e e D as a whole
¢. To fill. the spaces between. intermitiently ] =7 G,,,,d"sJ,‘fac; ;fkbeads S i
placed beads;-first grind the beads along the . RRIE T O AT
surface of the panel using a sander, then filt
metal« into the space 1§ weld metal is placed :’;
‘ mthout gr:ndmg the' surface ~of the beads ;ﬁ;
' i 7z =
: blowholes,may be produced PR g -
. e e n T Z
: ¢ N - 7
- e / A o N
o - B . ~J
" N : . ¢ - T, S e
3. Inspec’uon of welded portion - LT N S 5
Refer. to the mspectlon method descr[bed for spot Weldmg s
b I . R S I B L S AT

— g



REPLACEMENT OPERATIONS — ____
SYMBOLS FOR CUTTING AND
DESCRIPTION  weLDING,/BRAZING OPERATIONS

The identification of the cutting and the welding/brazing symbols used throughout this guide is given in the
following pages, - - - - - - - . S

MWW ]

Sawcut or
air chisef cut

oS ee 2-spot welds S
- (2-panel overlapping portions)
2-spot L =
welds b -
Spot 5

weld ;
(OJOJO) @ 3-spot welds

35pot ) @’ = ’ (3-panel overlapping portions)
welds :
» ED
MIG {metal inert gas) —
plug weld n [ﬁ

arm i
Mig seam weld/ m LT j
Point weld ] |

f

Brazing

Scldering

Sealing T

:
e T e s T
. T A




RADIATOR' CORE ‘SUPPORT

Service-Joint. e Lo i evaee . X Indicates that there is an equivalent welding portion
- - with the same dimansions on the R.H. side.

ool

Portions to be welded - .. ¢ Frontside member & front closing f.  Front lower hoodledge & side radiator, -
a.  Upper hoodledge ~ "7 =, 7 Platepatchr core support assembly
b. Front lower hoodledge & side radidtor . d. ~ Froni side member._. Front fower hoodledge . Ny
core support assembly . Front Sidé-ﬁ?e‘mber o.  Upper hoodledge
Eront lower hoodledge = e 7

v

[ INSTALLATION NOTE.
® Align locating holes and install_front bumper ..

bolt, when installing service part. . =7 .~




RADIATOR CORE ‘SUPPORT (Partial Replacement)

REPLACEMENT OPERATIONS —

Service Joint

Portions to be welded

o

a. Upper hoodledge
b.  Side radiator core support

®

Side radiator core support
Upper hoodledge
Front lower hoodledge

Side radiator core support assembly

f.  Lower radiator core support
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 simuita-
neously, is described in the page that follows.

Upper radiator
core support

Lower radiator
core support




Weisign

REPLACEMENT. OPERATIONS

[ INSTALLATIONNOTES |~~~ 77

e Align locating holes (positioning marks) and .. .. - — - s

when installing service part..

S e

. =
N\

~

* N
- .
RATRY R
N \‘.

Hooc! lock
/ stay 5

e B ) .

J1 \

b : e e e B T T T
] e o e

N
- 2.
- +
-
-
~
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RADIATOR CORE.SUPPORT (Partial: Replacement)




REPLACEMENT OPERATIONS

HOODLEDGE

(Work after radiator core support has been removed.)

Service Joint - o ‘ L

e = m e mmam m e A K Ty

Portions to be wejgjéd e e

d.  Front side member closing plate 7 T g.- Hoodledge remforcement patch & snde
a.  Front closing plate patch Front side member closing plate " eowl top . . fo
Front side member closing plate & front strut housmg v h.‘ Hoodledge remforcement pa\tch & side

Z " front c!osmg plate patch
b. - Frontside member closing plate

e.” Frontside member closing plate & .

lower dash panel

c.

Front side member closing plate &
front strut housing
Front side member closing plate

" Frontside memBeT tlosing plate'& ™

Lower dash panel

f. "Hoodledge reinforcement & 5|de cowl -

top
Side cow! top”

~

L

s

<\J'

cowl top

Side cowf top ~— — .
‘Lower dash panel” ~

Side cowl top

Rt

o

front side member ~ -

L REMOVAL NOTES | e
' - pper as|
pane!

e Portion (i) is 2-layered spot weld. But spot cut
. only one pane! for hoodledge reinforcement.

Hoodledge
- reinforcement -

Lower dash panel

— 49 _




e " Stop “cut” ofily top panels of 2 dnd 3-layered
{h} and (j}). Use spot

welds at portions (g},

cut holes in sude cowl top, for MIG plug holes
when welding sefvice part -

REPLACEMENT OPERATIONS R

HOODLEDGE

';'i Spot cut through weld portlon {e) from :nSide
Use drill with 510 6

b except at *: (astensk)

mm  dia.” because holes -on. lower dash panel
will be used as MEG plug weld holes.

Hoodledge

outside,

As Iower dash panel is sandwmh steel plate it is
difficult to align- weld points when we!dmg from
{Weld - failure” will occur if welding is

made at portlons with melt sheet overlapped)
Accordmgly, MIG plug weld from inside.” 7’

P ROE ST e Rt T “f&a T RTLY

I_____INSTALLATION NOTES

o i fure o 2

FaE e

Align locating holes as shown in the flgure. - -
Vi ey

o MIG plug weld portion (é)-from inside while
= portion with * (asterisk) “should" be “welded
.- from. outside. I

— 50 =



REPLACEM ENT -OPERATIONS

S R

EEFTL T

- - HOODLEDGE: : -

o ~Apply an anti-corrosive agent ‘to welded parts

) .
B T - . -
. . Toa o M L P EERCRE
o . T, R
and inside of side cowl top.
—— “u “ L -
- . ~. . *
.7\‘ \
_
-
s
N .
N
N
B
.
" = e
~ s a
‘ s T o
) . - CY
. .
_ .
.
- > - *
. .
- . -
- . - T
p— b = -
oy LG Y
p - o ol Lew' e
S e et > - . oo
o [ . ¢ -
..
ar m = -
1,_,’ . - <otz P
o .
- — - R - .o 3o R N T -
| Bt L R S 3 B . -
et LD AT R - - PR
) . w
v - T
k . - a - ks e ET S - - ) .
PR ~7 N - T - -t -
. R B P - -
. .t R - - R il
N H A S LA - - -
R
- <
e ) '
L .
¥ h N )
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REPLACEMENT OPERATIONS
| HOODLEDGE: (Péttial Replacement)

(Work after radiator core support has been removed.)

Service Joint

Portions to be welded

c.  Front side member closing plate & A. Upper hoodledge
a. Front closing plate patch front side member (Not welded to
Front closing plate patch & front side front lower hoodledge)
member closing plate d. Front strut housing
b. Front side member closing plate e. Hoodledge reinforcement
Front side member closing plate & f. Upper hoodledge

front strut housing Hoodledge reinforcement

=]
3

Service paris for hoodledge are available in 4-
individual service parts in addition to an assembly. Hoodiedge reinforcement
Thus, the damaged part alone can be replaced.

u
The procedure, whereby partial replacement of @ pper hoodledge
upper hoodtedge and front lower hoodledge are \/ i
replaced simultaneously, is described below. N

3

i Front lower hoodledge
Front strut housing

— B2



REPLACEMENT OPERATIONS . ~ o

HOODLEDGE:(Partial Répldcement)

R 1 e Vg 2T aEFe ‘j:
I 4
s iak B

= - N Hk7~ L Pﬂ-t §erv"|c?é artin'y lacé, ah n.ts positive aré:’a'j
L REMOVAL NOTES I part Ih p/ace, allgn its pOsSIIVE, area

with that of vehicle body; and perform overlap

- e g

e Cut off upper hoodledge as shown in figure, cutting. RS )
then remove with front lower hoodledge. S Rl o S
e When cutting upper hoodledge, be careful ' .
not to damage hoodledge reinforcement. ‘

. Hoodledge
reinforcement =

L

e Apply ahjgriti-cor[psiye agent’to welded parts.

e < - ..

in same position as that of vehicle body for

Y

positioning. - -

s e o it o+ e e o
RNCANHIE S Nt £
EECINETIN
H
t //’l -
- Aligning positions
oo L P
S .
—~T
s
~
Lapping allowance . . P
v e e Fa ST LE
. -
B ! 2 T 2
Bty B 3 Fates, b
- _ Y L i »V.a“' ,é:-r A—f"'f’ -
R T T <
. - T
- e e
b =T s
. z .- T
PR
5 3 =T 5
- o
-
.. .
’:w‘ s
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REPLACEMENT OPERATIONS
-ERONT :SIDEFMEMBER .

(Work after hoodledge has been removed.)

© e e o

Portions to be welded

a.

b.

Fronf closing plate patch
Front side member closing plate &

- front closing plate patche.— -

Front side member closing plate

Lower dash panel

Lower dash panel

Lower dash panel & front side member
extension

Lower dash panel & front side member -

extension -

" Front side member closmg plate &
- fron1t side member extension

Front side member closing plate
Front side member reinforcement &
front side member extension .-
Front side member closing plate
Front side member closing plate &
front side member extension

" Frant closing plate patch

Front side memnber closing plate &
frant ciosmg plate patch

Frant side'member clasing plate &
frontside member extension®

Front side member extension

Lower dash panel

Lower dash panel & front srde member

- extension
. Lower dash pane| & front side member
“extension.

L REMOVALNOTES |

Spot cut through weld portions (c}, (e}, (f)

and * (asterisk) in {b).

— 54—




REPLACEMENT OPERATIONS'

-+ - FRONT SIDE'MEMBER+ 2 © ¢~ -

e Bend panels as shown in figure to faci]itaté‘f“:- e Align front suspension

removal. : -

- - - e R T S R, R
., B T Tiive 5

7 ~Fieniber hole, “When
* “installing front side member closing pfaté.”

iont side member

- Front side
member closing

Front side member extension

Front side member
closing plate

[ INSTALLATION NOTES____ |

e Install front side member, correct bent front
side member extension, then weld front side
member and front side member extension.

e Align service part with lower. dash panel
-~ Positioning mark when installing.” -~ .-

T

® _Apply anti-corrosive agent to inside.of front

side member.




REPLACEMENT :OPERATIONS' -

FRONT SIDE MEMBER (Partial’Replacement)
(Work after radiator core support has been removed.)

'O T : = o S TP N

Service Joint

A

Patch joint
welding

—~ Butt joint—~ - -
welding

Portions to be welded c. Frontside member reinforcement = - f. Front side member closing plate

"a. Front closing plate patch d. Front lower hoodledge g. Frontclosing ptate patch
) Front closing plate patch & front side Front lower hoodledge & front side Front closing plate patch & front side
«~ - member closing plate - member closing plate member closing plate

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

e Front side member and front side member’

‘ closing plate service parts are available. The
front side member closing plates are available’ " Front side membar
in 2-divided single parts in addition to an : :
assembly.” : J
:I"hus, the damaged area a!bne can be replaced.
The procedure for replacing the front closing
-plate patch and partially- front side member ! Fromt side member
simultaneously are described below. ‘ - closing plate .~

’ Front closing plate patch

— 56 —




REPLACEMENT OPERATIONS

FRONT SIDE° MEMBER(Partial Replacement)
-Butt. Joint Welding-

l____  _REMOVAL NOTES_______|

¢ Scribe a straight line on the front side mem-
ber along the hole centers as shown in figure.,

*: Pimensions 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,

L INSTALLATION NOTES |

e 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. o

e Remove gum tape and fix it to service part,.

aligning the front side member flange end and
holes. L e

e Scribe a line at the end of the gum tape.




REPLACEMENT OPERATIONS

FRONT:SIDE MEMBER' (Pirtial: Replacerment]
~Butt: Joint: Welding-

0” Cut "off.- ser\nce part%a;!ong Ilne eXCED‘t at the T T LT T LT -
““front side member remforcement T
Gt e gete § xR e et s e B @ SR miap It sk =
x = T R o S TS
, LT
LT e
Front side member —/ M. . M
reinforcement "7 %\ LY T e -
i ~ s . A‘{‘:& T ~ - -
H AN =
o Y S L -
“ - PR P . )
e Install- service : part “as mdlcated in “BODY ( T o
s aed ot
ALIGNNIENT" drawmg Wheh - domg this, T T T e
align front side member holesdnd front closing o )
“plate patch boltas'shown in figure. ™ 777 S o
ST
1 -
e - -
Ry . - .
1

e Apply an anti-corrosive agent to welded parts, Lo - .

and inside of front sidé member, .

— 58
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_ REPLACEMENT OPERATIONS .
FRONT SIDE MEMBER ‘(Partial Replacement)
~~Patch Joint Welding- .~ .

I' , | it patch | to service part and piug weld. -
REMOVAL NOTE ¢ Fit patch panel to service [:ia | an piu‘g*y\w‘eid.
. Whenv(’emqvmg panel, use procedures outlined . : — =5

in section titled “BUTT-JOINT WELDING".

[ INSTALLATION NOTES - |

e For patch-joint welding, proceed as follows:

e Prepare a patch panel [20 mm (W) x 40 mm

(L} x 1.8 mim (T)] as shown in figure béipw.\
Use service part leftovers to make a patch panel ,
to improve work efficiency. ‘ e

Service part

DUTSIDE
|

A NN NN

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

o Drill 6 mm dia. plug weld holes on portion (A)
of service part and~portion (A*) of side
-member..... .. . ...

e Perform subsequent operations using pro-

cedures outlined in section ftitled “BUTT-
JOINT WELDING".




SR RO i e

e . . REPLACEMENT OPERATIONS — owococ oo
oo FRONTYPILLAR S -0 7 e

A v

(€N

Portions to be welded ‘ : .

DA K P i e.  Side cowl top & upper dash i Outer silt o -
: Upper dash & lower dash Outer sill & inners sill extension :
“f.” " Upper dash & side dash i.  Dash side & inner sill extension :
Upper dash & side dash lnner sill extension
Lower dash - k. Outer sill’
Inner sill extension & lower dash
Inner sill extension

a. - Inner fronfpiliar

b. Side cowl top- - - --

c.  Inner side cowl.top oL

d Cowl top & inref front pillar h.
Cowl top & upper dash - -

=]

<

=

- R -

L~ rREmovAL NOTES |
" @ Before cutting fror_i{billar, be sure to support
roof. = -

.
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REPLACEMENT -OPERATIONS — e - ;

FRONT PILLAR

e ..Butting position is 300 mm away from Jocating ® Using a cutting jig makes it easierto-cut. Also,
hole. - o . . - it will permit ‘service part t6 ‘be accurately cut
It is better to butt at this position due to its at joint position. i Tt e
construction. _

pillar

¢ An example of cutting operation using a
¢ .. Determine cutting position and record distance " cutting jig is as f0||0ﬂ§; - “ L )
from locating hole. Use this distance in cutting @ Mark cutting lines, -~ .7 = 7 77
service part. Cut outer front pillar at 60 mm " “A: Cut position of outer pillar ~~ "~ |
above cut position of inner front pillar. ~ B: Cut position pAf_iinp;ar_ pillar "7 ’” o |
S, 9 Align cutting line with mark an jig and clamp |
jig. e ‘"r:,«

@

® Cutoff along groove ofjig. .. ¢
@ Remove jig and cut remaining portions, .
& '
®

Cut off position B in same manner....* .-

1 : - Locating| °
/' _hole 2




L O i

REPLACEMENT OPERATIONS oo oo o

FRONT PILLAR

| e IN’S!"TKL‘L'A'II'IONKNOOT.;E?S ; -“ | - Weld parts to be butt-welded as far as flange

end portion. Fmrsh welded part wsth a sander

s Drill MIG plug weEd hole at portlon (i} of 7 qfsinooth fihish - is not: obtamed “finish by
T ser\nce part“” e soldering. AT
: st e e+t s e

d Pay special attention
- to these portions.

[k

“Install* sérvice part as mdlcated “BODY

,-.fv’”’“A Iy an: anti- §ive agenit 't6'welded' parts
ALIGNMENT" drawmg When dorng thls allgn Pply an anti-cofro agent 16 welde par

wrand” m5|de of frofit pillars« 6 ¢ wrirm o

FEE e a £ . . w7 o may e
ety U0r TR OCED T 0 D Do DB S Es

o Instalt door and front fender Check clear-
ances grades and paraliehsm

_‘:éQ:



REPLACEMENT OPERATIONS _____

OUTERSILL e
Service’ Joint N v _ T R

Portions to be welded B N : T .
— . S Tb. 7 inrersil extension = d. Innersil& frent floor -
a. Frontpillar Tl \“:' Front pillar & inner silt extension e. Rearfender .~ el
Front pillar & inner siH extension 7 ¢ Tlnnersill f lnnersiil =~ '
e -‘-]nner “sill-extension g. Inner sitl extensnon
- Inner sitl & inner silt extensncm A “outersil™ T ‘

I REMOVAL NOTES I . Spot cu’r outer 5|II along press hne as‘ shown in

. Spot cut weld- portlon only Te) from -outside. figure. - . e
Dot not drill out matmg panel

m

< e



I REPLACEMENT: OPERATIONS

OUTERSILL

~ & "MIG'séam weld portions {(A). FihishWe!dgf&dtfj“
[ INSTALLATION NOTES_____| N soarn weld bor .
e Accurately cut off service part as shown in

e T Va
" Service panel -/

30 , ) \‘» - . ;
Ny L 3

iy vy s

{After: W

e :After: welding, ‘apply ‘a
_to inside of outer sill.

n anti-corrosive agent

* Install service part by aligning: it with front:

fender at holes, * .~ = o= o et

7S

ront fender installing hole

¢. Drill MIG plug weld holes, with a flat drill, in .
portions (e} using spot cut holes in mating
panel, and MiG plug weld them.

Sérvicej -
part
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REPLACEMENT -OPERATIONS _

Service Joint , : 7 . R T

—a m 16
pr—— /

_ e e S
e ————% W2 8 00606888
R RS o e === = x4
n

-

¢ and f: Welding pitch is approximately 25 mim,

7 =f By

Portions to be welded . T T v L Lo

: B o - o gL _Inner sill f.--  Inner sill

a, Frontpillar ) . _ 7 —lInner sill extension ’ g, Inner sill extension
Front pillar & inner sill extension T = Yrzelnner sill & inner siit extension A. Outersill

b. Inner sill extension R : N
Front pillar & inner sill extension .

[ REMOVALNOTE_____ |
#" Determine butting position, avoiding ‘outer sill /
brace and holes. SR TR

””.’_’”’:' s -

2




b e e o o,

. REPUACEMENT OPERATIONS e o oo oo

OUTER:SH:L? (Partial Replacement)

I e  When dressing butt weld part,.cover up.holes in
L _INSTALLATION NOTES_____ | q part. gOVEL up,holes |
i upper part of outer sill with tape to prevent
'@ Cut off service part, leaving its hole in same chips from entering. :

position as that of vehicle body for positions—.

-
-

e

; Ing. R

T

\!\(' - -
A|ig\{lil’l§ holes

s

welded_ part’ at " portion (A) is-not

affer sanding; finish by solder-

S Y

o e __|fbutt.

1 S e -

— S

o Place service part; align-its-holewith that-of= ¢ - :smooth.enough,
. vehicle body, and performioverlap cuttigg. ca ng. L

O

R

N Lt =g
TR L LA
s ot enimmre i e eem T b b 80 v wm a9 F

ill, with an-anti;

. pe Left %
i first to prevent movement. o . corrosive agent,

'
i

; _\J“f ) ] ) N X : : : P
* :When welding, temporarily weld each press line e Be sure to treat inside of outer
i e . G STl o e bofeEm TG TG KT o« T

=]




‘REPLACEMENT OPERATIONS . ... .. ... _.

SRR | REAR-FENDER COUPE

' . P . )
Portions to.be welded w— A e : - L - ‘
_. e. -Outer rear wheethouse K. lnner, rear p|l|ar : i .
A. Rear fender A - * 7 Quter sill & outer rear wheelhduse o jnner rear pillar & parcel sheif w;th
‘B.  Rear fender - - . f. 7 Rear floor side \ ~ "rear Walst
«a.  Inner rear pillar & Iock plllar seat belt .. g Rear combination famp base B LT |nna.— rear pillar & parcel 5he|f Wfth
' anchor , : o Rear combination lamp base & rear. fear WaISt I
‘b. ;lnnerTeaerltar . : - . fendercorner M. Inner reaF pullar s -:;"-‘_;
¢. Outersil Tt . " h. Rear fioor side N. inner rear pillar Ty
Outer sill & inner sill ., b Rear panet 0. Fuel filler lid base
4. Outersill i Rear fender corner P.  Quter rear wheelhouse
‘ QOuter 51II & outer rear wheelhouse Rear panel & rear fender corner. ., {Not welded to rear fender] -« oo
‘ » ;,m J. Rear fender carner q.  Inner rear pitlar & lock piltar
T : ! seat belt anchor
Fo - D
- :
- . . - e e e [
Lo e - ey : .
- e 2Ty o R LA R l
N |
- e - - - - P . “ e ; Y o |
z N . i - i = SRS b
!
g [ A R ST |
i
. o a ~ poornerd




: REPLACEMENT:OPERATIONS
: REAR-FENDER

[ REMOVALNOTES | _

Panel can be jointed at any portion. )
When' cutting rear fender, be careful not to
damage lock pillar seat belt anchor. =% -

Lock pillar

_ .seat belt anchor

Butt weld position L o
Make rear pillar part {A) of butt weld within -
300 mm of roof flange end. ©

. Pbssible cutting limit {A)
. (Avoid corner sections.}.

.
L,
%

P

MIG seam weld and finish welded parts with a
sander. - U T "

. {_.__INSTALLATION NOTES_____|

e When installing service part, set rear panel
and rear combination lamp base in place simul-
taneousiy,_ and check various dimensions of
part locations according to “BODY ALIGN-
MENT"- drawing. install door and trunk lid,

and check clearances, grades and parallelism.

[
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REPLACEMENT OPERATIONS.

ST | REAR FENDER _ COUPE

e Solder joint at portion (A} {roof and Trear - T T
fender), and then apply an anti-corrosive agent T
to opening of inner rear pillar and otherwelded
portions. )




REPLACEMENT OPERATIO

b

REARFENDER:

NS:

-

Portions to be welded

A. Rear fender

B. Rear fender

a, Upper inner pillar & lock piilar seat
belt ancher

b, Upper & lower Inner pillar
Lowver inner pillar

c. Outersill
Quter sill & inner sill

d. Quter sill & outer rear wheelhouse
Cuter rear wheelhouse

e. Outer rear wheelhouse
Outer rear wheelhouse & trunk floor
side
Trunk floor side

m.

Trunk floor side & rear combination
lamp base

Upper inner pillar

Upper inner pillar & rear pillar seat belt
anchor

Lower inner pillar

Upper & lower inner pillar

Upper inner piflar

Upper inner pillar & rear roof rait brace
Outer sill

Quter sill & outer rear wheelhouse
Rear combination lamp base

Rear fender corner & rear combination
lamp base

Trunk floor side

Rear floor rear

"

L4

Rear side member

Rear panel

Rear panel & rear floor rear

Rear fender corner

Rear fender corner & rear panel
Rear fender corner

Lower inner pillar

Lower inner pillar & inner rear pillar
reinforcement

Upper & lower inner pitlar

Upper inner pillar & inner rear pillar
reinforcement

Upper inner pillar

Fuel filler lid base

Quter rear wheelhouse

— 70 —



[ REMOVALNOTES |

® The inside body construction is shown in the

figure.

Rear pillar seat

Lock pillar
seat belt anchor

Inner rear pillar
reinforcement —.

- FR—

e Cut off rear fender portions {A) and (é)ma.ts

shown in figure.
Be careful not to damage lock pillar seat belt
anchor and rear pillar seat'belt anchor, --.

REPLACEMENT OPERATIONS

REAR®FENDER

FAST BACK

o . When cutting portion” (B), -use :a_chisel .s0 as
not to damage mating parts. vy ;-irespd

L INSTALLATION NOTES |
e Before” installing régf’(fehd_erl _apply sealant’
to fuel filler lid base,“and spot weld to rear

. N o ,
fender. " : 5 nh

e Apply sealant to .whéé’[.“érch.b‘ -~

AN
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REPLACEMENT OPERATIONS

HEZE TRAS REAR FENDER FAST BACK

e:.When installing sérvice part, be:sure-to”align- o Weld part to be butt welded up'to flange end

ol e T OTIE,TY
“ O3 Ua Bk

locating holes. =3¢

©T portion.”

e After welding, apply an anti-corrosive agent

to inside of welded part.

—J 2 —




REPLACEMENT OPERATIONS:

" . REAR'FENDER {(Partidl‘Replacerent]

o

e rgme wd o . nd
- PR Pais S i)

[ REMOVALNOTE______]  * 'WIGseam weld buttends.

e Cut off damaged portion with lap allowance of
about 50 mm.

Lapping allowance
56mm. .

L INSTALLATION NOTES_ = ' -
,,:n‘:_,,;‘ [t ?_ﬂ
e Cut off service part leaving:50 m lap al- - S
lowance with mating part. ‘ N
e :
. L 1.apping allowance . :_ ! E
- 50 mm ) . L
r e - o e, i \-f?
~ — T t o
i o s o &
¢ : Install service part in place with vise clamps;, T .

—— E -3

and cut off in mifjg le cjf lapped part. ) - ~ - o




REPEACEMENT OPERATIONS
COUPE

2 OUTER:REAR“WHEELHOUSE *. FAST BACK

{Work after rear fender has been removed.)

D e T T RN T
AETEIRLGTT \@-\ =S h ) \ L & |ndlcates that there is an equivalent welding portion
. T with the saine dimensions on the R.MIsidé” ~

&

Servuce Jomt

et
d ®8orm 7
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REPLACEMENT OPERATIONS

 OUTER REAR- WHEELHOUSE

Portions to be welded

e ST P
c.” Inner rear wheelhouse e. Inner rear pillar & innérrear Whedl
i i f d. Inner rear wheelhouse house
a  Juter s!II & inner sill Inner rear wheelhouse & inner rear Inner rear wheelhouse
k. Quter sill ! 5 E
pillar 4 £, Trunk floor side
1 - REMOVAL NOTES - L - INSTALLATION NOTES_____I

s - Install service part with locating holes aligned

. ion ar’ not accessibl . h
Welds at -portion {c) are not a ible as they . accurately.

are shielded in body sill. So take following steps
to cut it.

#Outer rear wheeltiouse

1
1nner rear wheelhouse
Lt - R

Outer sill T . . .
s e At portion (c), MIG paint weld (3 points) joint
- — M - between inner and oOuter rear wheelhouse
1. Cut-off-outer rear wheelhouse as shown in - - - -Panels instead of using spotwelds. - .-~ - ——-—.

T

figure. Be careful not to damage outer sill.
2. Cut welds with a belt sander.

[ e RO B e

o “Aftef welding, apply 3’ anti-cofrosive ‘agent to”
inside of body sill and-other‘'welded parts. -




REPLACEMENT OPERATIONS o ...

“. 7~ REAR-PANEL

Servicnginiﬁ AL T 4 e - - ) . coeoomy sndsIff

__, % indicates that there is an equivalent_welding portion |
with the same dimensions on the R.H. side,

™

I - - T
fasal ] ) -
N BN o ‘, "_‘5""

-

Partions to be welded
‘Rear fender corner

lamp base

Rear fender coner & rear combination |

b. Rear combination lamp base
RBear-combination lamp base & rear
floor rear

ic. Rear floor rear .
Rear floor rear & fuel tank bracket

S @ oo

Fuel tank bracket
Rear floor rear reinforcement
Rear side member
Rear side member

[ REMOVAL NOTE !

s Cut off damaged portion so that welded part- *

can be easily spot cut later.

r -

When
holes.

INSTALLATION NOTE___~ |

installing service part, align locating
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REPLACEMENT OPERATIONS

REAR PANEL -~ FAST-BACK

el . . w3, ]
- T T R L]

Service Joint ‘ Ctel zeb

®4

= 15 .

* indicates that thers is an eguivalent welding porfion
with the same dimensions on the R.H. side.

[+

i o J;A
Portions to be welded o LTy s
N b. Rear combination lamp base . d. Fuel tank bracket ;
a.  Rear fender corner Rear combination lamp base & rear - e. Rear floor rear reinforcement .. .. . -
Rear fender coner & rear compination floor rear » R P

_ fempbase ¢. Rear fioor rear )
i Rear floor rear & fuel tank bracket

s e o

7RSS R

L REMOVAL NOTE | [ INSTALLATION NOTE___. |

e Cut off damaged portion so that welded part e When installing service part, align locating
=~ can be easily spot cut later. holes, >~ =~~~ Tt o e oo




REPLACEMENT -OPERATIONS

REAR -FLOOR-REAR

(Work after rear panel has been removed.)

Service Joint _ o R

* indicates that there is an squivalent welding portion
with the same dimensions on the RH. side.

Portions to he welded

¢. Spare tire clamp bracket - . . ’ f.  Rear crossmember center
a. Rear floor side d. Rearfloorside” +© -~ . - g. Inner rear wheelhouse
b. Rear side member e. Rear side member Rear floor side
L REMOVAL NOTE L INSTALLATION NOTE_______|
e Cut off damaged portion so that it is easy o ‘e - After welding, spray in an anti-corrosive agent
work with, . . ) .. from rear opening of rear side member.

— 78 —



REPLACEMENT OPERATIONS
" REAR SIDE MEMBER

{Work after rear pane! and rear floor rear have been removed.}

Service Joint

. . d e e X
Portions to be welded ¥ edsmemoet R RE T L
v c.  Inner rear wheethouse LI, Beal;,ﬂ?orjron'gd;f;g_m; i
a. Frant floor d.  Inner rear wheel house & rear floor froft™ g™ Center rearicrossmember =
(A L o et .
b. Inner rear wheelhouse e. Rear floor front Y% h.  Réar fioor exténdion S -
el .4 Tl 1

[ INSTALLATION NOTES_____|
® Drill MIG plug weld holes in service part por-
tion (h).

e 7M9 —




REPLACEMENT: OPERATIONS .

REAR:SIDE: MEMBER

T ST S .
Tdur TRl cETm R o - BT Z

e Align service part at'centerrear” crossmember Apply anti-corrosive wax to inside of rear side
positioning mark when mstalhng” ) ﬁ . -+ - - .members "and undercoating to undérside of
s - : — 7 floor.

‘Center rear
crossmember

. 5
/' “BODY ALIGNNIENT" drawmg Then support =
it in place W|th a jack or port power and a B
clamp - -

_80—



REPLACEMENT OPERATIONS

REAR -SIDE MEMBER ‘EXTENSION

\

- s
f mi5" .7 7
R . - . s
-~ ~ L
N LS
i s
- - P d
P oy - N
Vs s P =
- e —
- N
-z
P

‘ Service =JoiV : _
. /

L N e

[A¥]

-

Portions to lge’mgelded - c.- - Rear floor rear i __W'E.l\:}:lhé;“jl‘”:flﬂgdl: rear A |
a. - Regr floor side .’ d.  Rear side member g. '~ Rear floor rear :
b. Rear combination base e Rear side !’nember LT TS - Imen )
Rear combination base & rear floar N . T
rear T
¢ Rear side member service parts are available as
an assembly and two single parts.-This section . o
gives replacement ‘procedures for rear side SR

‘member extension.

Rear side member
extension

. .
-
- - T s
oo S
- Y 4
- -
== o
- - S
.
- Pt YO
- -t
e T
2 -




REPLACEMENT OPERATIONS

REAR SIDE"MEMBER EXTENSION

—~ 77 . INSTALLATION NOTES:: -

e Spot_cut. completély through 2Zlayered part o Drill MIG plug weld holes on rear side mem-
at portions (a), (bY={c), (d), {f} and (g} when ber. .
instéliling, use those holes, as MIG plug weld : - -

T holes: -

e e e Lt 3%

REMOVAL NOTES_

R %ff»‘ B AU PR : .
| ) .~ ®__Align holes to rear side member and rear floor
® .To remove welded panel (e}, proceed as-fol-="~ - - ‘positioning mark before installing service panet.

lows: - - e o At

(D Spot cut welded portion (e*).
@ Roughly cut panel off with an air saw as
-— shown: Remove extension, - S Rk

@ Remove points spot welded to rear suideAn]g‘m-
per.

Positioning mark

Rear §ide member
""" extension




REPLACEMENT OPERATIONS . -

REAR SIDE: MEMBEREXTENSION

e Measure dimensions and properly position = o Treat welded part under body' wn:hanantlm

service part according to -BODY ALIGN- corrosive agent, and apply an undercoat to it.
MENT” drawing. e ~ Then spray an anticorrosive agent from rear

opening-of rear side member.

P

y

-
ERRE
«

¢ MIG plug weid points (a), (b), {c}, (d}, (e), (f)f /7
and (g). RN




—~REPLACEMENT- OPERATIONS ..

@ et w

noa

Seie - —
< f *

. B

'ROOF: PANEL: -

Service Joint " ¢

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

S e

Front roof rail brace
Front roof rail brace & outer upper f.
frant pillar
Quter upper & inner front pillar
d. Roofdrip
Roof drip & rcof bow

Portions to be welded’ ’ b

A. Front pillar
B. Rear fender
C. Rear fender
a. Front roof rail '
Front roof rail & front roof rail brace

Rear fender & iriner rear pillar
Rear fender & inner rear pillar

Rear roof rait_ - . .
Rear roof raill & inner rear pillar

-84 —
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REPLACEMENT:OPERATIONS.

ROOF PANEL:

FAST BACK

Service Joint

FRONT

with the same dimensions on the R.H. side,

* indicates that there is an equivalent welding portion

Sy

ET BT W m

Portions to be welded

A.
B.

a.

Front pillar
Rear fender
- Frontroof rail
Front roof rail & front roof rail brace

ao

Front roof rail brace . T
Eront roof rail brace & outer upper
front pillar

- Quter upper & inner front pillar
" Roef drip

Rear fender
Rear fender & upper rear roof rail

AT b

- -y

AJpper & lower rear roof rail

Roof rail brace & rear fender -

Roof rail brace & lower rear roof rail

Lower rear roof rail : .
Upper & lower rear roof rail S8




REPLACEMENT OPERATIONS _-

R — COUPE
ROOEFE - PANEL FAST BACK
& TApplyseater.” T 7T e . 1

[ REMOVAL NOTE |

e Remove brazing from joint portions between

roof and rear fender, roof and front pillar. Sl

“TAPFJ[\)f;i[{ii;g‘\_@l_rrosive_ agent to inside of brazed
p’or'fign's'& MIG plug welded portions.

[ INSTALLATION NOTES_.....]|

e When spot welding portion (d), use an offset ./

type.

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

— B —-



REPLACEMENT- OPERATIONS

OUTER 'DOGR :PANEL

Service Joint

d @12
< /
E
&
; = . === . . = .
"

amm b \bm4

T
¢ E ‘:: “‘ ‘ "“@ ‘Ew\i ‘ - s‘[ | '(m. é; .
, T o~ A T e e . T _
- 3 ’ .
Portions to be welded e : o
d. lnner panel c.  Inner panel . d. Door waist reinforcement
b. " lAnerpariel — 7 s T T '
- - * e 1

o After removing outer panel, dress rusty part

[ REMOVAL NOTES ______| . g outer panel, usty part,
with a sander and freat with anti-corrosive

e Cutdoor outer panel hem with a sander. agent. = . -~ s L o T g

1]

Inner panel /ﬂ

%Q” N

3

—
& '
Outer panel

Cutting with a sander

ANRNN
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REPLACEMENT:OPERATIONS .
OUTER -DOOR ‘PANEL

e " Apply sealant to whole panel egjgg,u -

[ INSTALLATION NOTES. |

e Apply sealant to outer panel hem.

e Hemming work- of__out

carried out in two steps. -
Note: Bend panel edge round.

N e

e w Tt

GOoODp N.G.

er panel should be __

F

ST

. LoD T

LA
. A ! .

SRR 3 & S DU
NGO MU Le -
- - ey R
-~
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