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IDENTIFICATION
LABEL

1. Identification label
2. Body label
3. Bodywork paint label

- For the identification codes see: GRQUP 00.

CAR LIFTING POINTS

~ With arm lift or workshop jack.

- The car should be raised setting the ends of the arms
or the jack in the areas illustrated.

CAR TOW POINTS

The car has two rings, one at the front and one at the
rear, on the right-hand side of the bumpers.

The rear ring is covered by a lid that is opened by
pushing on the edge.

Always strictly adhere to local regulations on the
subject of towing.

Before towing, the ignition switch of the towed car
should be turned to MAR and then to STOP with-
out removing it; this will prevent the steering from
locking.

Remember that when the car is towed, the vacuum is
not created in the servobrake system, therefore, con-
siderably greater pressure on the brake pedal is re-
quired. '

FPA493000000000

Additionally, when the engine is off, the power steering
circuit is not operational, thus more effort is required
on the steering wheel.

WARNING:
Absolutely never remove the ignition key
from the lock; this will lock the steering.

DESCRIPTION OF BODY

The body has been specifically studied to crumple in
a controlled fashion during a collision whether from
the front or from the side, absorbing the energy pro-
duced by the impact without compromising the
spaces within the passenger compartment which are
vital to the survival of its occupants.

To protect the passengers the floor, door sill rails,
doors and front and central uprights have been rein-
forced in order to conform to future safety regulations.
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. Boxed parts under floor panel

(Boxer engines)

. Gear lever support

(Turbodiesel engines)

. Boxed parts under floor panel

(Turbodiesel engines)

. Front pillar reinforcing

Rear seat cushion retaining hook
Dashboard crossmember support
Strut (Boxer engines)

Strut (Turbodiesel engipes)

Door reinforcing bar

Reinforcing under door

PA433000000000
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In this way the model not only conforms to the EEC
regulations in force at present but also with the
severer ECE norms which are already in force in some
states and which have been recently introduced in
Italy but not as yet implemented.

To give an example, regulation ECE12 specifies that
during a collision with a barrier at a speed of 48.3 kph,
the steering wheel must not move towards the driver
more than 12.7 cm. This vehicle offers a higher level
of performance than that specified by the law with a
horizontal, vertical and lateral movement of the steer-
ing wheel limited to less than 10 cm.

During a 55 kph frontal crash tests against a barrier
with a 15° slope, special biomechanical crash-test
dummies simulating the human body were used.
These dummies are able to detect the shocks to which
the organs of the human body are subject during
collision in order to accurately establish the conse-
quences of an impact.

The tests carried out on this model have made it
possible to establish that under these impact condi-
tions the survival of the driver and any passengers is
guaranteed. ,

Also during lateral impact at 50 kph the crumple
values and those relative to the deceleration of the

PA433000000000

dummy are within the limits proposed by the EEVC
regulation (collision with a 950 kg barrier which hits
the vehicle at a speed of 50 kph exactly where the
driver is sitting).

The table below gives the torsional and flectional
rigidity values.

Torsional rigidity Flectional rigidity
(kgm/mm) (kgm/mm)
1200 (1)
1400 (2) 580

(1) Turbodiesel engines
(2) Boxer engines

These higher rigidity values can be translated into
advantages, for example:

- lesser vibration;

- lower noise levels;

- improved handling;

- greater resistance to breakage caused by uneven
road surfaces;

- sensation of compactness of the vehicle;

- longer life of the vehicle in terms of overall quality.
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TYPES OF SHEET METAL

The zinc treatment of the body panels guarantees a
much higher degree of protection against attack by
atmospheric agents in comparison to panels which
are not treated.

The protective action of the zinc stems from the high
reactivity of this metal with the chemical agents which
. form the atmosphere, combined with an equally high
inertia levels of the compound which derives from it
(zinc oxide).

The film of zinc oxide which forms on the parts of the
sheet metal which come into contact with the atmos-
phere thus forms an efficient protective barrier
against oxidation.

Zinc-plated on one surface

Zinc-plated on two surfaces

The film of protective zinc may be deposited:

- on two sides of the sheet metal when both surfaces
are exposed to the atmosphere

- on only one side of the sheet metal. in this case the
treated side faces outwards.

PA4383000000000
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CHART SHOWING UNDERBODY PROTECTIVE COATING (PVC)

CHART SHOWING APPLICATION OF FOAM TREATMENT

A-A

1. Rigid polyurethan foam treatment 1
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CHART SHOWING APPLICATION OF SOUND-PROOFING PANELS

Sound-absorbing

Sound-proofing

Front and rear bumbers - polypropylene
Radiator grille - thermohardened polyester
Grille under windscreen (Noryl)

Shaft cover - polypropylene

Door mirror - polycarbonate - ABS

oA W~
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. Door handles - polyethylene - thermoplastic

polyester

. Roof rail cover - thermohardened polyester
. Fuel flap - thermohardened polyester

3-1994
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BODY SHELL PAINTING CYCLE DURING PRODUCTION

Rough body shell

I_'I

&

Bonderizing

Preparation with dip and spray sy-

Drying
Stages: - Activation - Phosphating oven

_g\ —————a—"1 stems
A A 7
\ & & & éj :

Passivation - Intermediate washes

s

Cataphoresis

protective coat by

=\

A » Iw——-
\ &= &, -

Application of the first

electroplating system

Baking
oven

—

U

Sealant and PVC

Application of sealants

= o S

4

for sheet metal jointings

and PVC on underbody
and wheel house by Robot

> Baking
oven

s

Primer

Application of the second

L3 N

protective coat [

Automatic operations
with rotary cups

> Baking
oven

h

Enamel

Application of:

Ga;%

2 coats of base paint
1 coat of transparent warnish

J> Baking
oven

5

Waxing of boxed sections

SN é,

Painted body
to assembly

=
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BODYWORK RESTORATION AND
PAINTING CYCLES SPECIFIED BY
THE ASSISTANCE NETWORK
AND INCLUDED IN THE
FLAT-RATE MANUAL

N
A

The word "painting" means the operation of restora-
tion carried out on a painted surface.

When a surface is only partially affected the operation
is called "repainting cycle". Depending on the type of
repair work to be carried out the following repainting
cycles have been defined:

- Painting of replaced fixed metal sheet;

- Painting of replaced mobile metal sheet;

- Repainting of flawed metal sheet;

- Repainting of metal sheet with surface defect;

- Restoration of metal sheet without painting: dent
removal.

For painting purposes it is important to define the term
‘panel.

To clarify this concept the door depicted in the diagram
has been taken as an example.

The entire door is a panel but for reasons of conveni-
ence it can be divided into two areas: the upper area
and the lower area. Area then, means a surface
included between two borders. '

g — D

1. Upper area 2. Lower Area

INTRODUCTION

The procedures necessary for the repair and painting
operations carried out on metal sheet supplied as a
spare part are listed below.

PA493000000000
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Body - Generalities
NOTE:

Metal sheeting supplied as a spare part is treated
by cataphoresis.

Preparation

Wash the affected part and asses the degree of
damage. Sand the affected part with the grade of
sandpaper most suited to the operation in hand.

A-A
N
AN g :
3 3
N\ sl 4
5 -y /
Z VA4 a4 e a4 i Z VA AYAA Ay
\"_
1. Vamish 4. Cataphoresis (Primer)
2. Paint 5. Galvanization

3. Undercoat 6. Sheet metal

Thoroughly clean the affected areas with silicone-
proof products.

Correction or Surfacing

Repair operations carried out on sheet metal usually
involve a correction and/or surfacing phase.

It is vitally important that the products are mixed
before application. A coating which is sufficiently thick
to cover the irregularities should be applied without
exceeding the specified thickness.

3-1994
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Sanding

Dry sanding may be carried out by hand or using an
electric or pneumatic sander fitted with the specified
abrasive paper.

Masking

The areas surrounding the parts to be repaired should
be asked with sheets of paper fixed to the surface with
adhesive tape.

The importance of this operation should not be under-
estimated and should be carried out, as with all other
operations, by taking all the necessary precautions
to prevent repainting parts which are not affected.
Masking should be applied:

- before applying the primer;

- before applying the undercoat;

- before applying the layers of paint.

Application of Primer

The primer is applied to the bare metal surfaces as a
protection against corrosion.

Sealing

Sealing is required in order to avoid penetration of
water or humidity and is carried out by the application
of different products.

Sealants are products that fill, insulate and protect
and are applied to the joints between the metal pa-
nels.

Sealant should be applied with a brush or suitable
spray gun.

Application of Undercoat

The undercoat due to its thickness ensures that the
underlying layers are isolated. This intervention elimi-
nates any imperfections of the layer beneath.

PA433000000000

The undercoat must be prepared and applied follow-
ingrthe indications given in the appropriate painting
cycle.

Sanding of Undercoat

Sanding is necessary, given the thickness of the
undercoat, in order to eliminate any imperfections or
irregularities in the sheet metal.

A spy coat should be applied in order to facilitate
identification of any imperfections.

Preparation of the Paints

Consult the manufacturer’'s technical specifications
before mixing the catalyst and thinner in the propor-
tions relative to the preparation of the paint products.

AN

/

Application of Paints

The required colour may
be prepared by mixing the
basic colours in the ratio
indicated by the applic-
able colour formula. The
enamels obtained in this
way do not have the same
viscosity values suitable

;m for application and should
g‘m therefore be mixed with a
= / catalyst and thinnedto the

o_lo
Iz

proportions indicated by
the manufacturer using a
rod-scale.

It is extremely important
that the enamel is thinned
correctly in order to avoid
defects (running, pin-hol-
ing etc).

3-1994
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Before application check that the colour or the
prepared paint corresponds exactly to the colour
of the vehicle.

Waxing

Waxing is a supplementary protection for the boxed
parts and serves to extend the protection against
corrosion. It is applied through appropriate holes in
the body.

Foam Treatment

Treatment with foam prevents the passage of air
turbulence and sound- proofs the components treated
in this way.

PAINTING OF REPLACED FIXED
METAL SHEET (complete cycle)

The successive phases relative to the painting of
replaced fixed metal sheet are as follows:

. Preparation (washing, sanding and cleaning)
. Surfacing .

. Sanding

. Masking

. Application of Primer (on bare metal)

. Sealing

. Application of undercoat

. Sanding

. Masking

. Application of paints (paint and varnish)

QWO NOTONHEWN=

-

- Wash the affected area, dry sand the cataphoresis,
blow-off with compressed air, clean with a cloth
soaked in a silicone-proof product and dry carefully.

PA493000000000

- Surface any imperfections and leave to dry out.

- Sand, level the filler and carefully clean the treated
areas.

- Mask the affected area, apply primer to the bare
metal and allow to dry naturally.

- Apply the specified sealant to the mating surfaces
and dry.

- Apply the undercoat and spy-coat (paint).

- Dry sand, remove the masking and blow-off with
compressed air and clean with a silicone-proof pro-
duct.

- Mask the area surrounding the sanded surfaces and
adequately cover the remaining parts of the vehicle.

- Blow-off with compressed air and clean the surfaces
with a tack-rag.

- Prepare and apply the paints (paint and vamish). For
the flash-period between coats consult the manufac-
turers chart.

PAINTING OF REPLACED
MOBILE METAL SHEET
(complete cycle)

The successive phases relative to the painting of
replaced mobile metal sheets are as follows:

Preparation (washing, sanding and cleaning)
Correction and/or surfacing if necessary
Sanding

Application of Primer (on bare metal)
Sealing

Application of undercoat

Sanding

Application of paints (paint and varnish)

NG RWNDA

- On a bench wash and dry sand the cataphoresis,
blow-off with compressed air and clean with a cloth
soaked in silicone-proof product, and allow to dry.

- Surface any imperfections and allow to dry com-
pletely.

- Sand, level the filler and carefully clean the treated
surfaces.

- Apply the primer to the bare metal and allow to
air-dry.

- Apply the specified sealant to the mating surfaces
and dry.

- Apply the undercoat and spy-coat (paint)

- Dry sand, biow-off with compressed air and then
clean with a silicone-proof product.

- Prepare and apply the paints (paint and vamish).
(Forthe flash-period between coats consult the manu-
facturer's technical charts).
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REPAINTING DAMAGED METAL
SHEET

In the event of repairs being carried out on fixed or
mobile parts, repair the defect in the metal and then
proceed as described in PAINTING OF REPLACED
FIXED METAL SHEET {complet cycle).

S

REPAINTING METAL SHEET WITH A
SURFACE DEFECT

This cycle should be used in cases where the follow-
ing anomalies occur:

W Water blistering
B Sagging

& Dulling

B Orange peel

M Dirt

W Transparency
M Roping

M Colour change
M Obvious touching-up
M Stripping

M Cissing

M Staining

B Roughness

M Chalking

The successive intervention phases relative to the
surface painting operation of sheet metal are given
below:

1. Preparation

2. Sanding (elimination of anomalies)

3. Dulling with scotch brite across the entire
surface

4. Masking

5. Application of paints (paint and varnish)

PA493000000000

- Wash the affected areas, dry sand, clean with a cloth
soaked in a silicone-proof product and dry carefully.
- Sand to eliminate the anomalies in the sheet metal.
- Dull the éntire panel with brite.

- Mask the areas surrounding the sanded surfaces
and suitably cover the remaining part of the vehicle.
- Blow-off with compressed air and clean the surfaces
with a tack-rag.

- Prepare and apply the paints (paint and vamish). For
the appropriate flash-period between coats consult
the manufacturer’s technical charts.

RESTORATION OF METAL SHEET
WITHOUT REPAINTING
(DENT REMOVAL)

This procedure enables small dents to be removed
from the bodywork using suitable tools and avoids
surfacing and painting therefore maintaining the initial
characteristics of the metal sheet.

GENERAL INFORMATION
REGARDING REMOVAL AND
INSTALLATION

SYMBOLS

The symbois regarding operations of cutting, weld-
ing/brazing, chamfering, the use of protective pro-
ducts, sealants, corrosion inhibitors etc. used in this
manual are shown in the following diagrams:

Cut made with saw or

VVVVVVVV

pneumatic chisel

-11-
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® & o o Spot welding NNNNNANY [ Continuous MIG welding/for seams

NOTE: :

To make the diagrams clearer no symbols are
used to make a distinction between welding of two
sheets and that applied to three sheets.

Braze-welding

P
\\
\

ENENEN MIG welding for filling

Al

In order to condense the information relative to the
operations described in the procedure for replacing
components the following technique is used:

2 @ (6)

number of welding points

type of welding to be carried out

progressive number of steps

FA493000000000
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CUT WITH JIG SAW

CHECKING OF GAPS

CUT WITH CIRCULAR SAW

SPOT WELDING

CLEAN WITH ROTATING BRUSH

MIG WELDING

REMOVAL OF WELDING POINTS
WITH CHAMFERING MACHINE

WELDING WITH OXYACELYLENE
TORCH

REMOVAL OF WELDING POINTS
WITH DRILL

DRILLING FOR MIG WELDING

GRIND

RELEASE OF SHEET METAL WITH
CHISEL

NLAVARIL

APPLICATION OF RUST

REMOVAL OF WELDING POINTS INHIBITORS

WITH CHISEL

APPLICATION OF %)

ELECTROWELDABLE \mll APPLICATION OF SEALANTS
PROTECTION

APPLICATION OF HIGH-THICK-
NESS ELECTROWELDABLE
PROTECTION

APPLICATION OF UNDERBODY
PROTECTION

CENTERING OF COMPONENTS

APPLICATION OF PAINTS

MEASUREMENT

APPLICATION OF WAX
PROTECTION

ATTACHMENT OF COMPONENTS

APPLICATION OF FOAM
PROTECTION

PA493000000000
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REMOVAL OF COMPONENTS

a. Ensure that all the damaged parts have been
identified by measuring the main squaring values.
See "Body Squaring".

b. Pull the body using a tool which is suitable to the
extent of the damage and apply traction in the direc-
tion opposite to the impact. Removed parts can be
re-used providing they meet the requirements listed
in "Body Squaring".

c. Cut away the damaged parts
Tools required:

- Pneumatic saw

- Pneumatic chisel

BODYWORK 7 0
Body - Generalities f
WARNING:

Pay special attention when securing tension
chains to the body in order to avoid accidental
release during the operations.

d. If the spot welds are not visible remove the paint
with a wire brush.

Tools required:

- Rotating brush.

N =

FPA483000000000
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e. Punch each welding point where necessary to
make a centering point for the drill bit.

Tools required:

- Hammer

- Graver.

WARNING:

Centre punching of each weiding point should be
deep and exactly centered. An off-centre punch
will not permit the welding point to be complietely
removed while a weak punch will not allow the drill
bit to be securely guided.

f. Remove the spot welds using a chamfering machine
or pneumatic drill.

Tools required:

- Spot-cutter

- Drill

NOTE:

Where it is not possible to use a spot-cutter or
drill, use a chisel.

The chisel is particularly useful for spot-cutting
thin sheet metal from thick sheet metal.

WARNING:
Use gloves and protective glasses.

WARNING:

« Position the chamfering machine over the centre
of the spot to be removed.

» To facilitate the operation a cutting speed of
approximately 1000 r.p.m. shouid be used.

* Adjust the milling depth by acting on the screw.

FPA493000000000

» Care should be taken to avoid drilling mating
components. Plug any holes by welding.

+ Holes can reduce component rigidity and give
rise to water seepage.

g. Remove the traces of welding using a chisel.
Tools required:

- Chisel

- Hammer.

PREPARATION

a. Grind the metal sheet at the welding points using a
sander.

Tools required:

- Grinding machine with brush

- Disk- sander.

oty

i +

WARNING

+ When using the sander care should be taken to
avoid excessively reducing the thickness of the
metal sheet as this may adversely affect welding
strength.

« Thoroughly clean the metal dust from the
ground surfaces and surrounding areas.

e Metal dust reduces welding stetal dust from the
ground surfaces and surrounding areas.

¢ Metal dust reduces welding strength and can
lead to corrosion.

b. Straighten the buckled areas with a hammer and
dolly block.

Tools required:

- Hammer

- Dolly block.
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WARNING:

o Ensure that even the slightest buckling is
removed, particularly on the inner panels or in
hidden positions.

« If all buckling is not removed problems may
arise during installation in addition to a reduction
in strength due to the concentration of stresses.
« Carefully inspect the joint areas of each pillar.

c. Remove all traces of paint from the welding sur-
faces.

Tools required:

- Belt sander

- Disk sander

- Rotating brush.

d. Apply electroweldable protection products to the
edges of all the sheets that are to be spot welded.

I B
&

cutting away the unusable metal sheet in order to
leave a wide enough area to permit bonding.

Tools required:

- Pneumatic saw

- Hand saw

- Scribe

- Shears.

=
/l' S f
(.
-
AN S ///
NOTE:

In some areas it may be necessary to apply very
thick electroweldable protection to seal between
the joints as well as acting as a protective coating.

e. When partially replacing a damaged sheet an over-
lap of approx. 50 mm should be maintained when

PA493000000000
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1. Overlap

POSITIONING AND INSPECTION

a. Temporary instaliation of new components.
Tools required: :

- Adjustable clamps

- Squaring tool (sighted)

- Chassis dimensional control system (Dime).

WARNING:

« Position the components as indicated in the
diagrams in the "BODY SQUARING" paragraph.
« Draw together the edges of the sheets to be
welded until they are in the correct position.

« Position mobile parts (doors, bonnet and boot
lids) and check for proper installation by verifying
gaps, parallelism and squaring.

« Secure the parts to be welded with clamps or a
few spot welds.

3- 1994
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WELDING AND FINISHING OF THE
SHEET METAL

a. All welding should be carried out in strict accord-
ance with the indications in "WELDING PRECAU-
TIONS".

Tools required:

- Spot welder

- MIG welder

- Oxyacetylene torch.

b. After welding remove the clamps used to hold the
edges in place and remove the dents which may have
been caused.

c. Sand the welds with a sander.

Tools required:

- Pneumatic sander

- Disk sander

- Grinding machine with milling cutter.

l
e

P

WARNING:

e When using the sander care should be taken to
avoid excessively reducing the thickness of the
metal sheet as this may adversely affect welding
strength.

« Remove metal dust from the surfaces that have
been smoothed and from the surrounding areas.
+ Metal dust may cause corrosion.

PA493000000000
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PROTECTION

a. Apply a rust inhibitor to the components subject to
MIG welding and oxyacetylene torch.

b. Apply the specified sealant to the joints in the metal.
c. Carry out the paint, wax and foam treat procedures
(see specific paragraph).

INDICATIONS FOR OPERATORS
PREVENTION OF WORK ACCIDENTS

a. Protective clothing.

- Depending on the nature of the work to be carried
out ensure that adequate protective glasses, ear pro-
tectors and dust masks are worn. As a general rule
work clothes, safety shoes and cap should always be
worn while working.

B~
P

8

\l

8

1. Cap

2. Ear protectors
3. Welding gloves
4. Gloves

5. Safety shoes

6. Protective shield
7. Work clothes

8. Dust-mask

9. Protective glasses

3-1994
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b. Safety supports.

- After the vehicle has been raised ensure that safety
supports are adequately positioned. Refer to "LIF-
TING POINTS" for the location of bearing points.

c. Inflammable materials.
- Ensure that the negative lead is discon-

m nected from the battery before underta-
king repairs.

- In the event of needing to do any wel-

ding near the fuel tank, fuel vapour sepa-

rator or fuel vapour filter, they must be

removed from their housing.

- Plug the open ends of the fuel, brake

fluid and fuel vapours hoses when they

are disconnected.

- Remove the electronic control units be-

fore carrying out electric welding on the

vehicle.

d. Work environment.

- To guarantee the safety of the operators the work
environment should be well ventilated and lighted.

- As paints and sealants produce toxic gasses when
heated it is advisable to use pneumatic chisels or
saws instead of oxyhydrogen flame to cut and remove
the damaged metal sheets.

- To remove the paint from the metal sheet a belt
sander or rotating brush should be used.

- To contain the dust produced use a suction hood.

e. Vehicle bodywork straightener

- Ensure that the straightener is used in strict accord-
ance with the procedures given in the Manufacturer’s
Instruction Manual.

WARNING:

During straightening of the damaged part
never stand in front of the straightenerin
the direction of the tension load.

X

PA493000000003

PROTECTION OF EXTERNAL
COMPONENTS AND FURNISHINGS

a. Protection of fumishings

- Remove or cover the interior fumishings in the
vehicle (upholstery, instruments, carpets).

- Cover glass, instruments, upholstery and carpets
with heat resistant materials before attempting wel-
ding operations.

b. Protection of extemal components.

- When extemal components (bonnet, boot, moul-
dings, trimmings) are removed they must be adequa-
tely protected from scratching by using rags, protec-
tive tape or other materials.

WARNING

Painted surfaces which are even minimally scrat-
ched must be repaired as any scratching may lead
to successive corrosion.

INDICATIONS FOR REPLACEMENT

The use of Alfa Romeo spare parts is

recommended as these ensure the best

results with regard to repairs and main-
tenance of vehicle serviceability.

INDICATIONS FRO WELDING

Before eilectric welding remove the electronic
control units from the vehicle to avoid damaging
them.

SPOT WELDING

The strength of spot-welds depends on the execution
of the following inspections before welding operations
begin:

a. Adjustment of the welding arm.

- Keep the arm as short as possible in order to
maintain maximum loading between electrodes.

- Fully tighten the arm and electrodes so that they do
not work loose during welding.

1. Welding arm
2. Tip of electrode
3. Minimum armm length

1-1995
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b. Alignment of electrodes.

- Align the tips of the upper and lower electrodes. Any
misalignment of the electrodes causes low pressure
on the welding points resulting in a reduction in
strength.

1. Correct alignment of arms
2. Incorrect position of arms
3. Incorrect length of arms

c. Diameter of electrode tip

- Itis necessary to check the diameter of the electrode
in order to obtain the necessary welding strength.
Before beginning work ensure that the diameter of the
tip (D) is adequate for the thickness of the metal sheet
following the formula given. Remove Il traces of bumns
or foreign bodies from the tips of the electrodes.

150°
1
)
1 I —_—
Fr " T * i
D
D=t+ 3 (mm) D = Diameter of the electrode tip

t = Thickness of sheet metal

Condition and preparation of the
panels to be welded.

The presence of discontinuity, paint, rust or dust on

panel edges prevents the flow of electricity and thus

reduces welding strength. Before beginning welding
check the condition of the mating surfaces and make
any adjustments necessary.

PA493000000000

a. Gaps between mating surfaces

- Even a slight gap between the surfaces to be welded
reduces the intensity of the flow of electricity resulting
in welds which will be too small or weak. Before
welding join the surfaces and when necessary, secure
them with a clamp.

TV L

2

1. Correct mating of the surfaces to be welded
2. Incorrect mating - gap between the surfaces to be
welded

b. Welding of metal surfaces.
- To obtain the best results prepare the surfaces to be
welded by removing all traces of impurities and

foreign bodies (paint, dust, rust).

-

L]

c. Corrosion prevention on metal surfaces.

- Coat the area to be welded with a high conductive
corrosion inhibitor. The edges should also be coated
with this product.

PRELIMINARY OPERATIONS

APPLY THE CORROSION
INHIBITOR TO ALL THE
SURFACES AND AROUND
THE EDGES

3-1994
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Indications to be followed when spot

a. Welding of three of more
over lapping metal sheets.
- When three or more over-
lapping sheets are to be
welded, welding should be
repeated a second time.

welding.

—
1

1

b. Number of spot-welds.
- Weld in accordance with the number of spots indi-
cated in this manual.

¢. Minimum distance between spot welds and the
edge of the sheet metal.

- When welding near the edges of the metal sheet the
values given in the following table should be used.

Thickness of sheet Minimum distance from
the edge of the metal
metal (1) h |
mm sheet (1)
mm
0.6 11
0.8 11
1.0 12
1.2 i4
1.6 16
1.8 17
|
—¥ ]
. ;
- 1 v
ot
1 A y
[ vd ~ 1
sl 7-\\ y4 I A

Welding carried out too close to the edge will not be
strong enough and sheets may warp.

d. Welding sequence.

- Do not weld in one direction only as this results in
weak welds due to electricity shunting. If the elec-
trodes overheat and change colour interrupt the oper-
ation, leave them to cool and reshape the tips.

4 5

1 5 2 4 3
2 AN ! AW 2
v 4 VAN ) "‘ 4 IN \
a

1 2 3 4 5
N yi AN ALz ANV —
F_,,._*#\ ¥ ;%\ i,

a. Correct welding sequence
b. Incorrect welding sequence

PA493000000000
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e. Welding on angled sur-
faces.

- Do not weld on angled sur-
faces as a concentration of
voltage is created which can
cause breakage.

o

1. Angular surfaces exempt from welding.

Examples:

- Front pillar upper comer.

- Front part of rear wing.

- Front and rear window corners.

Inspecting the welding areas.

The spot-welding areas can be inspected either vis-
ually or by using a destructive method. This last
method should be applied before and after welding.
Spot-welds should be equally spaced and positioned
at the centre of the flange.

a. Sample test to be carried
out before welding.

- Prepare the samples using
metal sheet of the same
thickness as the parts to be
welded and secure them so
that they do not move during
welding.

Carry out welding.

- Rotate the samples around the spot-weld until they
detach and then inspect the break.

- The entire spot-weld should remain on one of the
two samples and a circular hole should be on the
other.

If this condition is not met welding conditions are
incorrect.

Adjust the pressure, electricity and electricity flow time
and other welding parameters and repeat the test until
better results are obtained.

CORRECT WELDING

L J é
PARAMETERS E S —
. ?17 J M
INCORRECT WELDING
PARAMETERS - —
= — )
3-1994
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b. Test to be carried out after welding using a hammer
and chisel.

- Insert the point of a chisel between the weided
sheets and lightly tap the chisel until a gap of 3-4 mm
is obtained. if no warping is found then the welding is
acceptable.

- If the gauge of the sheets in not equal the gap should
be restricted to 1.5 - 2 mm.

- It should be remembered that the above values are
for reference only.

- The gap can vary depending on the position of the
spot-welds, length of the flange, thickness of the
sheet, welding angle and other factors. To avoid
breaking the spot-welds do not exceed these limits.

- Ensure that the damaged parts are repaired after
testing.

MIG WELDING

- Use MIG welding for parts where spot-weiding can-
not be used.

Conditions of the panel to be welded.

Remove all traces of foreign materials by sanding or
brushing. Paint, rust or oil on the surface of the sheet
may reduce the welding strength and cause bilistering.

Welding indications.

a. Filler welding (of prepared holes).

~ - Drill a hole 5 to 6 mm in diameter on one of the
sheets to be welded and secure the sheets together.
- Position the blowpipe at right-angles to the sheet and
filithe hole. At each interruption in the welding process
an oxide coating is formed on the surface which
causes blistering. If this occurs remove the oxide with
a brush.

- Ensure that the welding of the upper and lower
sheets is perfect.

FPA493000000000

-21-

A-A

1. Blowtorch

2. Welding point

b. Head-welding.

- Tack the two surfaces by welding intermittently in
order to align correctly and prevent buckling. Fill the
empty spaces with small welding seams.

NOTE:
The correct gap is approx. 1 mm.

NOTE:
If welding is intermittent deformation is less. If
welding is continuous deformation is greater.

- Do not weld a continuous seam as buckling may
occur. In order to reduce buckling proceed as shown
in the diagram.

1 2 3 4
— —— —— ——

P

CORRECT INCORRECT

- After welding sand the weld following the shape of
the part. If any holes are left in the weld fill them and
then sand.

4

1. Part of the seam-weld to be flushed.

Inspecting filler-welds

This procedure is similar to that previusly described
for spot-welding.

3-1994
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DOORS

REMOVAL AND REFITTING

1. Remove the pin from the door check strap, half-clo-
se the door to back off the pin and then re-open the
door.

] Refit the door by reversing the procedure
' T W followed for removal and note the fol-
I'

lowing.

1. If a new door is being used apply the specified
1. Loosen the two screws securing the door to the sealant along the inside edge of the door.
hinge.

NOTE:
Check that the sound-proof panels are present
inside the door panels.

1. Lift the door unit the tapered pins of the hinges can
be lifted from their seatings. Remove the door.

PA493000000000 -22- 3-1994
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- If necessary adjust the door following the indications
given in the relative paragraph.

HINGES

REMOVAL/REFITTING

- Remove the door (see specific paragraph)
1. Using tool N° 1.822.120.000, loosen the two screws

V/ 4
1.822.120.000

and remove the hinge.
~— NN
1 / [ \Q
0
k

38 - 47 Nm

3.9 - 4.8 kgm

Refit the hinges by reversing the proce-
|| dure followed for removal and adjust the
door as described in the relative para-

graph.

ADJUSTING DOORS AND HINGES

1. Using tool no. 1.822.120.000, slacken the screws
fastening the hinges to the pillar.

PA4383000000003

- Adjust the door longitudinally and in height checking
that it mates correctly and the lights.

NOTE: Adjust the door maintaining the screws
fastening the hinges to the door tightened in pac-
kage.

- If necessary position shims under the hinges and
under the door catch.

NOTE: To adjust the door the relative gaskets,
lock and catch must be fitted.

et
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BONNET 1. If a new bonnet is being used apply the specified
sealant around the inner edges of the bonnet.

REMOVAL/REFITTING

- Open and suitably support the bonnet.
1. Loosen the two screws, on each side, securing the
bonnet to the hinges.

- If necessary adjust the bonnet as described in the
relative paragraph.

BONNET HINGES

6+7Nm
0.6 - 0.8 kgm

REMOVAL/REFITTING

- Remove the bonnet (see specific paragraph).
1. Remove the bonnet. . 1. Working from the wheel housing, loosen the screws
securing the hinge to the body.

W

Refit the bonnet by reversing the proce-

|
- dure followed for removal and note the
1==] following.

16 + 20 Nm
1.7 - 2.0 kgm

PA4383000000000 -24 - 3-1994
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1. Remove the hinge. 1. Adjust the bonnet longitudinally and laterally by
adjusting the screws securing the hinges to the body
checking the alignment of the gaps.

Refit the hinge by reversing the proce-
mm dure followed for removal and adjust the
bonnet as described in the relative para-
graph.

ADJUSTING BONNET AND
HINGES

1. Adjust the bonnet for height by acting on the screws
securing it to the hinge.

N
&/
AN ),

: To adjust the bonnet the closure adjustment pin
\ > and the anti-vibration buffers must be installed.

PA493000000000 -25- 3-1994
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BOOT AND HINGES
REMOVAL/REFITTING

- Open and suitably support the boot.
1. Remove the locking pin and withdraw the pins
securing the hinge.

1. If necessary loosen the screws and remove the
half-hinge from the boot.

PA493000000000

1.If necessary loosen the screws and nuts and remo-
ve the half- hinge from the body.

Refit the boot by reversing the procedure

|| followed for removal and carry out the
following:

- 26 - 3-1994
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1. If a new boot is being used apply the specified
sealant along the intemal edge of the boot before
painting it.

ADJUSTING THE BOOT

1. Adjust the boot longitudinally by acting on the
screws securing it to the hinge and check the
alignment of the gaps.

1. Apply the specified sealant when installing between
the boot hinge and the body.

PA433000000000 - 27 -

NOTE:
To adjust the boot correctly the gaskets, locks and
telescopic support must be fitted.

3-1994



ﬂ @5 BODYWORK 70
Mobile bodywork components

screws securing the crossmember, posi-
tion the centering pin it its slot.

DASHBOARD SUPPORT E When refitting, before tightening the

CROSSMEMBER

REMOVAL/REFITTING

1. Loosen the two side screws securing the dash-
board support crossmember.

31-+38 Nm
3.1 +3.9 kgm

1. Loosen the two upper screws securing the dash-
board support crossmember.

BATTERY SUPPORT
CROSSMEMBER
(Only for Boxer versions)

REMOVAL/REFITTING

1. Loosen the six screws and remove the battery
support crossmember.

2 § \W N =,
20+-25 Nm \\

PA493000000000 -28- 3- 1994
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HEADLIGHT CROSSRAIL
AND FRAME

REMOVAL/REFITTING

1. Loosen the side screws securing the crossrail.

1. Loosen the screws securing the headiight frame.

6 +7 Nm 26 - 32 Nm
0.6 - 0.8 kgm 2.6 ~3.2kgm
NS NS
\ \/\@l S g
- » 1 Nt
- N 1
-4 NI
1 ( \V
v
= \ N \)
g =7/

&
// 20 =25 Nm

2.1 +2.6 kgm

1. Remove the headlight frame.

PA493000000000

me and check the alignment and gaps
between the bonnet and wing and adju-
sting the screws indicated in the diagram
if necessary.

E When refitting position the headlight fra-
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FRONT WING

1. Loosen the four screws securing the wing to the
upper panel.

2. Loosen the three screws securing the wing to the
headlight frame.

6+~ 8 Nm
0.7 +- 0.8 kgm

26 + 32 Nm

20 -+ 25 Nm

®) 4+5Nm
0.4 + 0.5 kgm

S
=

-k
(4

\

1. Loosen the nut securing the wing to the side panel.

2.1 +2.6 kgm

1. Loosen the screw securing the wing to the lateral
shelf.

4 -5Nm

4 -5 Nm
0.4 = 0.5 kgm

1. Loosen the screw securing the wing to the door sill.

FPA433000000000
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'] Refit the front wing by reversing the pro-
|| cedure followed for removal and note the
following.

1.f a new frontwing is being used, apply the specified
sealant along the lines shown in the diagram before
fitting.

2. Once the wing has been fitted apply the specified
sealant along the lines indicated in the diagram.

1. Inspect the blocks and nuts for damage and replace
if necessary.

BN

- Check the alignment and gaps between the front
wing and the bonnet and door.

PA493000000000

FRONT TOW HOOK
REMOVAL/REFITTING

1. Loosen the three screws securing and remove the
front tow hook to the body.

REAR TOW HOOK
REMOVAL/REFITTING

1. Loosen the two screws and remove the rear tow
hook.

20 + 25 Nm
2.1 = 2.6 kgm
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FRONT CROSSMEMBER
PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the control units.

- Remove the trim components, electrical and mecha-
nical systems which could hinder the repair opera-
tions or get damaged during work (see specific para-
graphs). '

- Remove the following sheet metal parts:

» radiator upper crossmember (see specific para-
graph).

» headiight housing frame (see specific paragraph).

REMOVAL

1. Using a jig saw, cut following the lines shown in the
diagram and remove the front crossmember.

- Using a rotating brush, clean the areas to be spot-cut
to show up the welding points.
1. Using a chamfering machine, remove the accessi-
ble welding points, remove the remaining welding
points using a drill or a chisel.

g

PA433000000000
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- Remove the side pieces from the front crossmember.
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PREPARATION WELDING AND FINISHING
OF THE SHEET METAL

1. Using a rotating brush, clean the areas which are
to be spot welded . 1. Using a spot-welder or, where necessary, a MIG

- Apply the specified electroweldabie protection pro- welder, proceed as shown in the diagram.
duct to the areas to be welded.

POSITIONING

1. Position the new crossmember by mating the edges
to be welded and securing them with clamps.

NOTE:
Use a jig if necessary. eSS

FA433000000000
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1. Using an abrasive grinding machine, remove and
flush the residues left after welding.
- Using a rotating brush, clean the weided areas.

- Proceed to the painting phase.
1. Wax-treat the boxed pans.

<V,

==
%%@ ‘ | A/l
\ \

Vi e

- Check that the components are correctly positioned

after welding.

PROTECTION

- Apply the specified corrosion inhibitor to the areas
which have been MIG welded.

1. Apply the specified sealant along the lines
highlighted in the diagram.

PA433000000000

- Refit the components removed by reversing the
procedure followed for removal.

UPPER PANEL
PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the control units.

- Remove the trim components, electrical and mecha-
nical systems which could hinder the repair opera-
tions or get damaged during work (see specific para-
graphs).

- Remove the following sheet metal parts:

e upper radiator crossmember (see specific para-
graph).

« headlight housing frame on affected side (see spe-
cific paragraph).

« front wing on affected side (see specific paragraph).

REMOVAL

-34- 3- 1994
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1. Using a rotating brush, clean the areas to be PREPARATION
spot-cut to show up the welding points.

- Using a rotating brush, clean the areas which are to
be weided .

\ S =E e —— %@ 1. Apply the specified electroweldable protection pro-

duct to the areas to be spot-welded.

A\

Y A0z FTEL S O—
LA < . —_—

N

1. Using a chamfering machine, remove the welding

points.
POSITIONING AND INSPECTION
1. Position the new upper panel joining together the
edges to be welded and securing them with clamps.

9

- Remove the upper panel and if necessary cut away - Using screws temporarily fix the upper panel to the
the sealant. body.

PA493000000000 ' -35- 3-1994
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1. Install the four blocks securing the front wing. WELDING AND FINISHING
OF THE SHEET METAL

1. Using a spot-welder, proceed as shown in the
diagram.
- Using a rotating brush, clean the welded areas.

PROTECTION

(el

A

1. Apply the specified sealant along the lines
highlighted in the diagram.
- Proceed to the painting phase.

- Check parallelism, gaps and angles and refit the
previously removed mobile components with their
gaskets together with any parts which, once installed,
make it possible to check the successful outcome of
the operations. :

- Complete the refitting operation by reversing the
procedure followed for removal and ensure that the
gaps between the wing and the bonnet and the wing
and the door are correctly adjusted.

PA493000000000 -36 - 3-1994
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SIDE PANEL
PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the control units.

- Remove the trim components, electrical and mecha-
nical systems which could hinder the repair opera-
tions or get damaged during work (see specific para-
graphs). '

- Remove the following sheet metal parts:

e upper radiator crossmember (see specific para-
graph).

« headlight housing frame on affected side (see spe-
cific paragraph).

« front wing on affected side (see specific paragraph).

REMOVAL

1. Using a rotating brush, clean the areas to be
spot-cut to show up the welding points.

1. Using a chamfering machine, remove the weiding
points.

PA493000000000
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- Remove the side panel and where necessary cut
away the sealant.
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PREPARATION

1. Using a rotating brush, clean the areas which are
to be welded .

- Apply the specified electroweldable protection pro-
duct to the areas to be spot-welded.

POSITIONING AND INSPECTION

1. Position the new side panel joining together the
edges to be welded and secure it with clamps.

- Check parallelism, gaps and angles and refit the
previously removed mobile components with their
gaskets together with any parts which, once installed,
make it possible to check the successful outcome of
the operations.

PA493000000000
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WELDING AND FINISHING
OF THE SHEET METAL

1. Using a spot-welder, proceed as shown in the
diagram.
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PROTECTION

1. Apply the specified sealant along the lines

highlighted in the diagram.

- Proceed to the painting phase.
.AJ nr 7
l
=3
1

- Refit the components removed by reversing the
procedure followed for removal.

FRONT SIDE PANEL -
EXTERNAL PART
(Boxer versions)

PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the control units.

- Remove the trim components, electrical and mecha-
nical systems which could hinder the repair opera-
tions or get damaged during work (see specific para-
graphs).

- Remove the following sheet metal parts:

e upper radiator crossmember (see specific para-
graph). ‘

« headlight housing frame (see specific paragraph).
« front wing on affected side (see specific paragraph).
« front crossmember, if necessary (see specific para-
graph).

« upper panel on affected side (see specific para-
graph).

« side panel on affected side (see specific paragraph).

PA493000000000

REMOVAL

1. Using a circular saw, cut the extemal front side
panel along the lines indicated in the diagram without
damaging the underlying parts.

NOTE:
The cut on the side panel must be about 50 mm
from the front suspension attachment pillar.
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1. Using a rotating brush, clean the areas to be outer side panel to the dimensions indicated in the
spot-cut to show up the welding points. diagram in order to maintain the correct overlapping
tolerances.
N~ 50 mm
Sl
N
=
\
4
_\
- =
~10 mm

1. Using a chamfering machine, remove the accessi-
ble welding points; remove the remaining welding
points using a drill.

% & 1. Using a rotating brush, clean the outer edge of the

inner and outer side panels on both sides of the sheet
metal.

- Apply the specified electroweldable protection pro-
duct to the areas to be spot-welded.

- Remove the partial front outer side panel, if neces-
sary cutting away the sealant.

PREPARATION

1. Working on a bench and using a jig saw cut the new

PA493000000000
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POSITIONING

1. Using a jig, position the outer side panel and
overlap as shown. Fix the panel with clamps and join
together the edges to be welded.

2. Using a circular saw, trim the sheet metal and
remove the excess.

\\ N

WELDING AND FINISHING
OF THE SHEET METAL

1. Using a spot-welder or, where necessary, a MIG
welder, proceed as shown in the diagram.
2. Using a MIG welder, carry out seam welding.

1. Using an abrasive grinding machine, remove and
flush the residues left after welding.
- Using a rotating brush, clean the welded areas.

PROTECTION

- Apply the specified corrosion inhibitor to the areas
which have been MIG welded.

1. Apply the specified sealant around the edges of the
joints of the side panel.

- Apply the specified underbody protection to the

replaced areas.
- Proceed to the painting phase.

PA493000000000

-41-

3-1994




BODYWORK
ﬂ I_./A-ﬂ 5 Fixed bodywork components 70

1. Wax-treat the boxed parts through the holes shown REMOVAL
in the diagram.

1. Using a circular saw, cut the outer front side panel
along the lines shown in the diagram.

- Refit the components removed by reversing the
procedure followed for removal.

NOTE:
The cut on the side panel must be approx. 50mm
fron the front suspension attachment pillar.

FRONT SIDE PANEL -
INTERNAL AND EXTERNAL
PARTS (Boxer versions)

PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the control units.

- Remove the trim components, electrical and mecha-
nical systems which could hinder the repair opera-
tions or get damaged during work (see specific para-
graphs).

- Remove the following sheet metal parts:

* upper radiator crossmember (see specific para-
graph).

» headlight housing frame (see specific paragraph).
« front wing on affected side (see specific paragraph)
« front crossmember, if necessary (see specific para-
graph).

* upper panel on affected side (see specific para-
graph).

* side panel on affected side (see specific paragraph).
» battery support crossmember (see specific para-
graph).
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1. Using a rotating brush, clean the areas to be
spot-cut to show up the welding points.

1. Using a chamfering machine, remove the accessi-
ble welding points; remove the remaining points using
a drill.

1. Using a circular saw, cut the inner part of the side
panel to the dimensions indicated following the lines
shown in the diagram taking care not to damage the
external part of the side panel.

™

90 mm

- If necessary cut away the sealant to remove the front
partial side panel (internal and extemnal).

PREPARATION

1. Working on a bench using a jig saw, cut the new
inner side panel to the dimensions given in the dia-
gram to maintain the correct overlapping tolerances.

PA493000000000
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- Using a rotating brush, clean the areas which are to
be welded and remove the foam treatment product
from the area to be cut along approximately 30 mm to
prevent buming during welding.

1. Apply the specified electroweidable protection pro-
duct to the areas to be spot-welded.

POSITIONING

1. Using a jig, correctly position the front inner partial
side panel. ’

2. Overlap and secure the components to be welded
in position using clamps, join together the edges and
check alignment.

3. Using a circular saw, trim the sheet metal to elimi-
nate the excess parts.

WELDING AND FINISHING
THE SHEET METAL

1. Using a spot-welder or, where necessary, a MiG
welder, proceed as shown in the diagram.
2. Using a MIG welder, weld to seams.

\ ——
0 ”""’F
e [ \\ i

o ™I
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e

0 O~
1. Using an abrasive grinding machine, remove and

.
flush the residues left after welding.

10(3) |
- Using a rotating brush, clean the welded areas.

PA493000000000
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- Refit the partial outer side panel (see specific para-
graph).

PROTECTION

1. Apply the specified corrosion inhibitor to the areas
which have been MIG welded.

1. Apply the speciﬁ’ed sealant around the edges of the
panel.

"

1. Apply the specified underbody protection to the
replaced areas.

0| <

=l

- Proceed to the painting phase.

1. Wax-treat the boxed parts through the holes shown
in the diagram.

2. Foam-treat the boxed parts through the holes
shown in the diagram.

ki
=

\
|\
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COMPLETE FRONT SIDE PANEL
WITH FRONT PILLAR REMOVED
(Boxer versions)

PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the control units.

- Remove the trim components, electrical and mecha-
nical systems which could hinder the repair opera-
tions or get damaged during work (see specific para-
graphs).

- Remove the following sheet metal parts:

¢ upper radiator crossmember (see specific para-
graph).

« headlight housing frame (see specific paragraph).
» front crossmember (see specific paragraph).

e battery support crossmember (see specific para-
graph).

« front bonnet hinge on affected side (see specnflc
paragraph).

+ dashboard support crossmember (see specific
paragraph).

REMOVAL

1. Using a jig saw, cut away the side panel as shown

in the diagram.

1. Using a rotating brush, clean the areas to be
spot-cut to show up the welding points.

\'i;; W ~
%b N o © 1)

1. Using a chamfering machine, remove the accessi-
ble welding points; remove the remaining welding
points using a driil or a chisel.
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1. Using a chamfering machine remove the accessi- - Remove the complete front side panel cutting away
ble welding points; remove the remaining welding the sealant if necessary.

points using a drill or a chisel.

2. Open the clinch tabs.

PREPARATION OF THE INNER
FRONT SIDE PANEL

1. Working on a bench, mark out and perforate the
inner side panel with a 5 mm bit as shown in the
diagram.

1. Using a rotating brush, clean the edge of the inner
side panel and the areas to be welded.

- Apply the specified electroweldable protection pro-
duct to the areas to be spot-welded.

PA493000000000 3-1994
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POSITIONING OF THE INNER
FRONT SIDE PANEL

1. Using a jig, correctly position the inner side panel.
2. Lock the components to be welded into position
using clamps, join together the edges and check
alignment. :

¢

‘44§§%:)

WELDING AND FINISHING OF THE
INNER FRONT SIDE PANEL

1.Using a MIG welder, proceed as shown in the dia-
gram. '

diagram.

S

e
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1. Using an abrasive grinding machine or a grinding
machine with milling cutter on the which cannot be
reached with the grind wheel, remove and flush the
residues left after welding.

- Using a rotating brush, clean the welded areas.

7 }/ 2~
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PREPARATION OF THE OUTER
FRONT SIDE PANEL

1.Using a rotating brush, clean the edges of the outer

side panel and the areas to be welded.

- Apply the specified electroweldable protection pro-
duct to the areas to be spot-welded.

*F

POSITIONING OF THE OUTER
FRONT SIDE PANEL

1. Using a jig correctly position the outer side panel.
2. Clamp the components to be welded into position,
joint the edges together and check alignment.

FA493000000000

WELDING AND FINISHING OF THE
OUTER FRONT SIDE PANEL

1. Using a spot-welder or, where necessary, a MIG
welder, proceed as shown in the diagram.
2. Bend the tabs over.

-49 - 3-1994
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1. Using a spot-welder or, where necessary, a MIG 1. Position the dashboard crossmember support brac-
welder, proceed as shown in the diagram. ket and clamp it into position.
NOTE:

For the correct position of the bracket use the two
special pins as shown in the diagram.

- Using an abrasive grinding machine remove and
flush the residues left after welding.
1. Using a rotating brush, clean the welded areas.

\

1. Temporarily install the dashboard crossmember to
check the correct positioning of the support bracket
and then remove it again.

- Using a rotating brush, clean the areas which are to
be welded on the dashboard support crossmember
bracket.

1. Apply the specified electroweldable protection pro-
duct to the areas to be spot-welded.

AN
O\ —
L\ ﬁ I

/

1. Using a spot-welder, proceed as shown in the
diagram.
- Using a rotating brush, clean the welded areas.

\

PA433000000000 3-1994
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PROTECTION

- Apply the specified corrosion inhibitor to the areas
to be welded MIG.

1. Apply the specified sealant to all the joints of the
side panel.

FPA493000000000
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1. Apply the specified underbody protection to the
replaced areas in the wheel housing.

- Proceed to the painting phase.
- Wax-treat the boxed parts.

3- 1994



145

BODYWORK 7 0
Fixed bodywork components

1. Foam treat the boxed parts through the hole shown
in the diagram.

FRONT SIDE PANEL -
PARTIAL (Turbodiesel version)

PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the control units.

- Remove the trim components, electrical and mecha-
nical systems which could hinder the repair opera-
tions or get damaged during work (see specific para-
graphs).

- Remove the following sheet metal parts:

« headlight housing frame (see specific paragraph).
« front crossmember, (see specific paragraph).

REMOVAL

PA433000000000

1. Using a circular saw, cut the external panel along
the lines indicated in the diagram without damaging

the underlying parts.
- Using a rotating brush, clean the areas to be spot-cut

to show up the welding points.
2. Using a chamfering machine, remove the welding

points.

1. Using a circular saw, cut the internal panel along
the lines indicated in the diagram without damaging

the underlying parts.
- Using a rotating brush, clean the areas to be spot-cut

to show up the welding points.
2. Using a chamfering machine, remove the welding

points.
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PREPARING AND POSITIONING
THE INNER SIDE PANEL

1. Using s jig to secure the radiator attachment brac-
ket correctly position the partial inner side panel and
check the value given in the figure below.

- Fix the side panel to the strut and check alignment
and overlapping of the components.

2. Using a circular saw, trim the sheet metal to elimi-
nate the excess parts.

- Remove the inner side panel.

- Using a rotating brush, clean the areas which are to
be welded.

- Apply the specified electroweldable protection pro-
duct to the areas to be spot-welded.

- Position the inner side panel and check alignment.

R
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WELDING AND FINISHING OF
THE INNER SIDE PANEL

1. Using a spot-welder or, where necessary, a MIG
welder, proceed as shown in the diagram.

2. Using a MIG welder, carry out seam welding.

- Using an abrasive grinding machine, remove and
flush the residues left after welding.

- Using a rotating brush, clean the welded areas.

FPA493000000000
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PREPARING AND POSITIONING
THE OUTER SIDE PANEL

- Working on a bench use a jig saw to cut the new
outer side panel leaving enough material to allow for
overlapping.

- Secure the outer side panel to the strut and to the
inner side panel.

1. Using a circular saw, trim the sheet metal to elimi-
nate the excess parts.

- Remove the outer side panel.

- Using a rotating brush, clean the areas which are to
be welded.

2. Apply the specified electroweldable protection pro-
duct to the areas to be spot-welded.

- Position the outer side panel and check alignment.

\ - )
\\\ ,,
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WELDING AND FINISHING OF
THE OUTER SIDE PANEL

1. Using a spot-welder or, where necessary, a MIG
welder, proceed as shown in the diagram.

2. Using a MIG welder, carry out seam welding.

- Using an abrasive grinding machine, remove and
flush the residues left after welding.

- Using a rotating brush, clean the welded areas.

PROTECTION

- Apply the specified corrosion inhibitor to the areas
to be welded MIG.

1. Apply the specified sealant along the lines
highlighted in the diagram.

- Proceed to the painting phase.

- Centre the boxed parts through the hole shown in
the diagram.

{( 1 —~ o
2
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FRONT SIDE PANEL -
EXTERNAL PARTIAL
(Turbodiesel version)

PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the control units.

- Remove the trim components, electrical and mecha-
nical systems which could hinder the repair opera-
tions or get damaged during work (see specific para-
graphs).

- Remove the following sheet metal parts:

» front wing of relative side (see specific paragraph).
« front cross-member if necessary (see specific para-
graph).

* upper panel on relative side (see specific para-
graph).

» side shelf on relative side (see specific paragraph).

REMOVAL

3-1994
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1. Using a circular saw, cut the outer front side panel
along the line shown in the diagram without damaging
the underlying parts.

NOTE:
The cut on the side panel must be approx. 50mm
fron the front suspension attachment pillar.

- Using a rotating brush, clean the areas to be spot-cut
to show up the welding points.

2. Using a spot cutter remove the accessible welds.
Remove the remaining welds using a drill.

- Remove the outer partial front side panel and if
necessary cut the sealant.

PREPARING AND POSITIONING

- Working on a bench use a jig saw to cut the new
outer side panel allowing enough material for overlap-
ping.

- Using a rotating brush clean around the edges of the
inner and outer side panels on both sides of the sheet
metal.

- Apply the specified electroweldable protection pro-
duct to the areas to be spot-welded.

1. Position the outer side panel and overlap as shown
in the diagram. Secure it using clamps and mate the
edges to be welded.

2. Using a circular saw, trim the sheet metal to elimi-
nate the excess parts.

PA493000000000
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WELDING AND FINISHING
OF THE SHEET METAL

1. Using a spot-welder or, where necessary, a MIG
welder, proceed as shown in the diagram.

2. Using a MIG welder, carry out seam welding.

- Using an abrasive grinding machine, remove and
flush the residues left after welding.

- Using a rotating brush, clean the welded areas.

1¢(2) 1e(7)
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PROTECTION

- Apply the specified corrosion inhibitor to the areas
to be welded MIG.

1. Apply the specified sealant along the lines
highlighted in the diagram.

\ 1

RHINS
Y

- Proceed to the painting phase.
1. Centre the boxed parts through the holes shown in
the diagram.

FRONT SIDE PANEL -
INTERNAL AND EXTERNAL
PARTIAL (Turbodiesel version)

PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the control units.

- Remove the trim components, electrical and mecha-
nical systems which could hinder the repair opera-
tions or get damaged during work (see specific para-
graphs).

PA493000000000

- Remove the following sheet metal parts:

» front wing of relative side (see specific paragraph).
« front cross-member if necessary (see specific para-
graph).

 upper panel on relative side (see specific para-
graph).

« side shelf on relative side (see specific paragraph).

REMOVAL

1. Using a jig saw cut the inner and outer front side
panels along the line shown in the diagram.

NOTE:
The cut on the side panel must be approx. 50mm
fron the front suspension attachment pillar.

- Using a rotating brush, clean the areas to be spot-cut
to show up the welding points.

3-1994
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1. Using a spot cutter remove the accessible welds.
Remove the remaining welds using a drill.

2. Using a circular saw, cut the inner side panel along
the line shown in the diagram without damaging the
underlying parts.

WELDING AND FINISHING
OF THE SHEET METAL

1. Using a spot-welder or, where necessary, a MIG
welder, proceed as shown in the diagram.

2. Using a MIG welder, carry out seam welding.

- Using an abrasive grinding machine, remove and
flush the residues left after welding.

- Using a rotating brush, clean the welded areas.

PREPARING AND POSITIONING

- Working on a bench use a jig saw to cut the new
inner side panel allowing enough material for overlap-
ping.

- Using a rotating brush clean around the edges of the
inner and outer side panels on both sides of the sheet
metal.

- Apply the specified electroweldable protection pro-
duct to the areas to be spot-welded.

1. Using a jig correctly position the partial inner side
panel and overlap as shown in the diagram; secure it
with clamps and mate the edges to be welded.

2. Using a circular saw, trim the sheet metal to elimi-
nate the excess parts.

,@@

aFdVaWiEs

- Mount the partial outer side panel (see specific
paragraph)

PROTECTION

- Apply the specified corrosion inhibitor to the areas
to be welded MIG.

1. Apply the specified sealant along the join with the
side panel.

- Proceed to the painting phase.

2. Centre the boxed parts through the holes shown in
the diagram.

3. Foam treat the boxed parts through the holes
shown in the diagram.

h
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FRONT PILLAR 1. Using a jig saw, cut following the lines shown in the
diagram, without damaging the underlying parts.

PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the control units.

- Remove the trim components, electrical and mecha-
nical systems which could hinder the repair opera-
tions or get damaged during work (see specific para-
graphs).

- Remove the following sheet metal parts:

¢ bonnet (see specific paragraph).

» door on affected side (see specific paragraph).

« front wing on affected side (see specific paragraph).

REMOVAL

1. Using a rotating brush, clean the areas to be
spot-cut to show up the welding points.

1. Using a circular saw, cut following the lines shown
in the diagram, without damaging the underlying
parts.
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1. Using a chamfering machine, remove the accessi- 1. Using a drill, remove the welding points.
ble welding points, remove the remaining welding - Remove the front pillar complete with frame cutting
the sealant if necessary.

points using a drill.
2. Open the clinch tabs.
o

PREPARATION

- Working on a bench prepare for the installation of
the front pillar and frame as follows:
1. Using a rotating brush, clean the areas which are

to be welded . .
- Apply the specified electroweldable protection pro-

duct to the areas to be spot-welded.

- Position the frame in on the pillar and lock the

- Remove the plug from the door sill to gain access to
components in place.

the welding points on the front pillar frame.

PA493000000000 -59 - 3-1994
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NOTE: 1. Apply the specified electroweidable protection pro-
 Check centering of the hinge attachment hole to duct to the areas to be spot-welded.
check the position.

1. Using a spot-welder, proceed as shown in the
diagram.

1. Working on a bench cut the new front pillar with a POSlTIONING AND INSPECTION
jig saw ensuring that enough margin is left for over-

lapping. 1. Position the front pillar complete with frame joining

together the edges to be welded and securing them
with clamps.

- Using a rotating brush, clean the areas which are to
be welded on the vehicle and on the pillar.

FPA493000000000 - 60 - 3-1994
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- Temporarily fix the front pillar with screws and remo-
ve the previously installed clamps.

- Check parallelism, gaps and angles and refit the
previously removed mobile components with their
gaskets together with any parts which, once installed,
make it possible to check the successful outcome of
the operations.

- Remove the components installed previously to
check the correct position of the pillar.

1. Using a jig saw, trim the lower sheet metal panels
removing the excess parts without damaging the un-
derlying sheeting.

2. Using a jig saw, make another cut as shown in the
diagram to create a plug to allow access to the welding
on the pillar.

1. Using a drill, perforate with a 5 mm bit on the front
pillar frame in order to permit welding.

1. Using a circular saw, trim the upper sheet metal
panels removing the excess parts without damaging
the underlying sheeting.

D
o
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N
\ \
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WELDING AND FINISHING
OF THE SHEET METAL

1. Using a MIG welder, proceed as shown in the
diagram.

1. Install the previously created plug and fix it in
position with clamps.

2. Using a MIG welder or an oxyacetylene torch weld
as shown in the diagram.

S
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1. Using a spot-welder or, where necessary, a MIG
welder, proceed as shown in the diagram.
2. Using a MIG welder, weld a seam.

PA493000000000

3. Bend the clinch tabs.

- Using an abrasive grinding machine, remove and
flush the residues left after welding.
1. Using a rotating brush, clean the welded areas.
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PROTECTION

1. Apply the specified corrosion inhibitor to the areas
to be welded MIG, through the holes shown in the
diagram.

1. Apply the specified sealant along the lines
highlighted in the diagram.

- Apply the specified underbody protection to the
replaced areas.

- Proceed to the painting phase.

PA493000000000

1. Wax treat the boxed parts through the hole shown
in the diagram.
2. Foam treat the boxed parts through the hole shown
in the diagram.

cff_©

-63 -

DOOR SILL RAIL
PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the control units.

- Remove the trim components, electrical and mecha-
nical systems which could hinder the repair opera-
tions or get damaged during work (see specific para-
graph).

- Remove the following sheet metal parts:

e door on affected side (see specific paragraph).

= front wing on affected side (see specific paragraph).

REMOVAL

3-1994
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1. Using a circular saw, cut foliowing the:lines shown - Remove the door sill rail cutting away the sealant if
in the diagram, without damaging the underlying necessary.
areas.

-
—— = —

JVT%M 0 % PREPARATION

1. Working on a bénch with a jig saw cut the new door
1 sill rail allowing enough or overiapping.

/ 2. Trace out the rail and drill with a 5 mm bit as shown
|

in the diagram.
l I

|

- Using a rotating brush, clean the areas to be spot-cut
to show up the welding points.

1. Using a chamfering machine, remove the accessi-
ble welding points; remove the remaining welding
points using a drill.

2. Open the clinch tabs.

- Using a rotating brush, clean the areas which are to
be welded .

1. Apply a thick layer of electroweldable protection to
the lower part of the door sill rail and in the rear wheel
housing.

| ) oo
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1. Apply electroweldable protection with a brush to the
remaining areas to be spot welded.

- Check parallelism, gaps and angles and refit the
previously .removed mobile components with their
gaskets together with any parts which, once instalied,
make it possible to check the successful outcome of
the operations.

POSITIONING AND INSPECTION

1. Position the docr sill rail joining together the edges
to be welded and securing them with clamps.

- Temporarily fix the door sill rail with screws and then
remove the previously fitted clamps.

PA433000000000

- Remove the components installed to check the
correct position of the door sill rail.

1. Using a circular saw, trim the sheet metal and
remove the excess parts without damaging the under-
lying parts.

2. Bend the clinch tabs.

-65-
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WELDING AND FINISHING PROTECTION
OF THE SHEET METAL

1. Apply the specified corrosion inhibitor to the areas
1. Using a spot-weider or, where necessary, a MIG to be welded MIG.

welder, proceed as shown in the diagram. ===

2. Using a MIG welder, seam weld as shown in the /é? %Q\r’—— _O_Il

diagram / ‘ S i

3. Install the block securing the wing. . ———
. ~——— e

V QLJ ——

1. Apply the specified sealant along the lines
highlighted in the diagram.

- Apply the specified underbody protection to the
replaced areas.

1e(41) 1m(31)
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1. Using an abrasive grinding machine, remove and
flush the residues left after welding.

- Using a rotating brush, clean the welded areas.

- Proceed to the painting phase.
1. Wax treat the boxed parts through the hole shown
in the diagram.
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DOOR SILL FRAME 1. Remove the door sill frame.
(WITH DOOR SILL REINFORCING 7
REMOVED)

REMOVAL

PREPARATION

1. Using a rotating brush, clean the areato be welded.
- Apply the specified electroweldable protection to the

1. Using a spot cutter, remove the welding points areas to be spot welded.
shown in the diagram.

1 ——
=l
)

POSITIONING

1. Using a drill, remove the welding points shown in

- 1. Position the door sill frame and join the edges
the diagram.

together and secure with clamps.
| . WS k !
= === glo 87

2 ; =l
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WELDING AND FINISHING
THE SHEET METAL

1. Using a spot welder, tack the door sill frame as
shown in the diagram. ‘
2. Using a MIG welder, proceed as shown in the
diagram.

1. Using a circular saw, cut following the lines indica-
ted in the diagram, without damaging the underlying
components. :

60 mm 50 mm 40 mm

- Refit the reinforcing of the door sill proceeding as
described in the relative paragraph.

REAR WING

PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the electronic control units.

- Remove the trim components, electrical and mecha-
nical system which could hinder the repair operations
or get damaged during work (see specific paragraphs)
- Remove the following sheet metal parts:

e door on affected side (see specific paragraph).

» front wing on affected side (see specific paragraph).

REMOVAL

PA493000000000
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- -Using a rotating brush, clean the areas to be spot-cut

to highlight the welding points.

1. Using a spot cutter, remove the accessible welding
points; remove the remaining welding points using a
drill or a chisel.

NOTE:
If necessary free the sheet metal to facilitate the
spot cutting operations

=\ V%%
//f/"'. L/%
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1. Using a spot cutter, remove the accessible welding
points; remove the remaining points using a drill or a
chisel.

2. Open the clinch tabs.

A
Y

14

1. Using an oxyacetylene torch, unweld and remove
the rear areas of the wing.

PA493000000000 -69 - 3-1994
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PREPARATION AND INSPECTION

- Working on a bench with a jig saw cut the new rear
wing, remembering to leave enough margin for over-
lapping.

- Temporarily install the rear wing.

- - Check parallelism, gaps and angles and refit the
mobile components removed previously with their
gaskets and the parts which, when fitted, permit veri-
fication of the success of the operations.

- Remove the components installed to check the
correct positioning of the rear wing.

1. Using a circular saw, trim the excess sheet metal
parts without damaging the underlying components.

PA493000000000

1. Remove the wing and, working on a bench trace
out and perforate using a drill and @ 5 mm bit, as
shown in the diagram. :

\\\
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DOOR SILL FRAME
(WITH DOOR SILL REINFORCING
REMOVED)

REMOVAL

1. Using a spot cutter, remove the welding points
shown in the diagram.

‘ I/ \J
( i \\,\\Qn Iy
%

)

1. Using a drill, remove the welding points shown in
the diagram.

1. Remove the door sill frame.

PREPARATION

1. Using a rotating brush, clean the area to be welded.
- Apply the specified electroweldable protection to the
areas to be spot welded.

POSITIONING

1. Position the door sill frame and join the edges
together and secure with clamps.

\ \ = 1= L«?Q
= = © <

PA493000000000
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1. Using a spot welder or, where necessary, a MIG
welder, proceed as shown in the diagram.

2. Using a MIG welder, weld a seam as shown in the
diagram.

—1_ &Y

1. Using an oxyacetylene torch, brass braze-weld as
shown in the diagram.

PA493000000000 -72- 3-1994
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- Using an abrasive grinding wheel, remove and flush 1. Apply the specified sealant to the jointsin the metal
the residues left by welding. sheet of the rear wing.
1. Using a rotating brush, clean the welded areas.

PROTECTION

1. Apply the specified corrosion inhibitor to the areas
to be MIG welded and braze-welded.

- Apply the underbody protection in the new areas of
the wheel housing. )

1. Apply the sound-proof panels to the rear wing as
shown in the diagram.

- Proceed to the painting phase.

- Proceed to the wax-treatment phase.

A k)
Q = ——\ |

= </////// 5‘7//
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N —{
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CENTRAL PILLAR - Remove central pillar.
(WITH REAR WING REMOVED)

PREPARATION

REMOVAL

1. Working on a bench trace out and perforate the new
pillar with a drill and @ 5 mm bit, as shown in the
diagram.

2. Trace as shown in the figure for subsequent assem-
bly with the wheel arch.

T

1. Using a spot cutter, remove the accessible welding
points; remove the remaining welding points using a

drill.
/ <
il \Q

1. Using a rotating brush, clean the area to be welded.
- Apply the specified electroweldable protection to the
areas to be spot welded.

1. Using a spot cutter, remove the welding points
shown in the diagram.

PA493000000000
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1. Position the new pillar on the rear wing and fix it
with clamps.

- Fix the piliar to the wing using screws and the remove
the clamps.

NOTE:

Take the centering of the plate for attaching the
door catch as a reference point for the installation
of the pillar on the rear wing.

ol

%

POSITIONING

1. Install the assembled rear wing and pillar and
secure it with clamps from the inside and with the two
screws attaching the upper seatbelt attachment and
a self-tapping screw.

1Y

- :
IS AT =
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- Check alignment of the door with its seals and parts
which when installed make it possible to check the
outcome of the operations.

- Remove the rear wing leaving the pillar in its correct
position.

WELDING AND FINISHING
THE SHEET METAL

1. Using a spot welder or, where necessary, a MIG
weider, proceed as shown in the diagram.

- Using an abrasive grinding wheel, remove and flush
the residues left by welding.
- Using a rotating brush, clean the welded areas.

3- 1994
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INNER SIDE PANEL FRAME
(WITH REAR WING,
CENTRAL PILLAR AND
ROOF PANEL REMOVED)

REMOVAL

- Using a rotating brush, clean the areas to be spot-cut
to highlight the welding points.

1. Using a spot cutter, remove the accessible welding
points; remove the remaining welding points using a
drill.

2. Using a drill, remove the welding points indicated
after freeing the sheet metal to permit access.

Y

T

VooV

o ¢ 0 0 00
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1. Using a spot cutter, remove the welding points [ —

shown in the diagram. { —
2. Using a circular saw, cut following the lines indica- f 7 K\ \%
Q \\\/

—

ted in the diagram without damaging the underlying \ |
components.

1. Apply a thick layer of electroweldable protection to
the entire lover part of the side panel inner frame

/ mating surfaces and with a brush to the remaining
Z // J areas to the spot welded.
/!
/

I

(0§
S

1. Loosen the four screws securing the inner frame of
the side panel and the front windscreen frame.

POSITIONING AND INSPECTION

1. Position the side panel inner frame and join the
edges together and secure with clamps and the four
front screws connecting the front windscreen frame
and the clinch tabs.

N

- Remove the complete inner side panel frame after

opening the clinch tabs. \ \ ~

PREPARATION

1. Using a rotating brush, clean the area to be welded.

PA493000000000 -77 -
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- Check parallelism, gaps and angles and refit the 1. Using a spot welder, proceed as shown in the
mobile components removed previously with their diagram.

gaskets and the parts which, when fitted, permit veri- - Using a rotating brush, clean the welded areas.
fication of the success of the operations. 2. Using an oxyacetylene torch, brass braze-weld as

shown in the diagram.

WELDING AND FINISHING !
THE SHEET METAL

1. Using a spot welder, proceed as shown in the 1e(1)
diagram. : : 2

N
TSN

/ @ o

o 0 o o O o]

10 (24)
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1. Apply the specified sealant along the lines shown
in the diagram.

1. Apply the specified sealant along the lines shown
in the diagram.

- Apply the specified underbody protection in the new
areas of the wheel housing.

AW

AN

1

L

1. Apply the sound-proof panels as shown in the
diagram.
- Proceed to the painting phase.

PA493000000000
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- Complete the refitting operations as described in the
procedures for “central pillar* and Rear wing" ensu-
ring that the following steps are added as this is a
complete replacement of the rear wing and not a
partial replacement.

1. Using a spot welder, proceed as shown in the
diagram.

NOTE:
Due to the above it is not necessary to seam weld
the lower to the upper parts of the wing.
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ROOF PANEL : 1. Using a rotating brush, clean the edge of the roof

panel to highiight the welding points.

/2

\
¢
2N

PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the electronic control units.

- Remove the trim components, electrical and mecha-
nical system which couid hinder the repair operations
or get damaged during work (see specific para-
graphs).

- Remove the following sheet metal parts:

* windscreen (see specific paragraph).

* boot (see specific paragraph).

* doors (see specific paragraph).

REMOVAL

1. Using a chisel or spot cutter, remove the welding
points from the edges of the roof pane! remaining on
the body.

1. Using a chisel free the roof panel as shown in the
diagram.

1. Using an oxyacetylene torch, unweld the roof panel
from the pillars and remove the edges of the panel.

PA493000000000 3-1994
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PREPARATION

install the four brackets securing the roof-rack to the
new panel as foliows:

- Using a rotating brush, clean the area to be welded.
- Apply the specified electroweldable protection to the
areas to be spot welded.

1. Position the bracket using the attachment pinas a
centering device.

2. Using a spot welder, proceed as shown in the
diagram.

gaskets and the parts which, when fitted, permit veri-
fication of the success of the operations.

1. Using a spot welder, proceed as shown in the
diagram.

2. Using an oxyacetylene torch, brass braze-weld the
four comers of the roof panel to the pillars.

- Using an abrasive grinding wheel, remove and flush
the residues left by welding.

- Using a rotating brush, clean the welded areas.

1. Using a rotating brush, clean the area to be welded
along the edge of the new roof panel and the body.

- Apply the electroweldable protection to the areas to
be spot welded.

A,

/—\ N
%\/ﬁ

POSITIONING AND INSPECTION

1. Position the roof panel and join the edges to be
welded together and fix using clamps.
- Check parallelism, gaps and angles and refit the

mobile components removed previously with their

PA433000000000
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Fixed bodywork components

BODYWORK

PROTECTION

1. Apply the specified corrosion inhibitor to the areas
to be braze welded.

——

pr— o_ 9\‘( X
A 0Nt \ #

~— < \
¥\
L/—
—

1. Apply the specified sealant along the side edge of
the roof panel.

1. Apply the specified sealant to the front inner part of
the roof panel along the lines shown in the diagram.

- Proceed to the painting phase.

- Proceed to the wax-treatment phase for the areas to
which have been braze welded.

REAR HOOPS
(WITH ROOF PANEL REMOVED)

REMOVAL

1. Using a rotating brush, clean the areas to be
spot-cut to highlight the welding points.

1. Using a spot cutter, remove the accessibie welding
points, remove the remaining welding points using a
drill.

2. Open the clinch tabs.

)
A
i’ﬁ@ 1

2
N

/
= NP,
O‘ O\
>/°-’.
R\ 2
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- Remove the rear hoops cutting away the sealant if - Apply the electroweldable protection to the areas to
necessary be spot welded.

PREPARATION

Assemble the rear hoops as follows:

- Using a rotating brush clean the area to be welded.
- Apply the specified electroweldable protection to the
areas to be spot welded.

1. Assemble the two hoops joining together the edges
to be welded and fix them with clamps and using the
matching of the attachment holes for the boot with the
appropriate pins as a reference.

POSITIONING AND INSPECTION

1. Position the assembled hoops bringing the edges
together and secure them with clamps.

4> oD

—

/% 1 ////// |

- Check parallelism, gaps and angles and refit the
mobile components removed previously with their
gaskets and the parts which, when fitted, permit veri-
fication of the success of the operations.

1. Using a spot welder, proceed as shown in the
diagram.

1. Using a rotating brush, clean the areato be welded.

PA4393000000000 -83- : 3-1994
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WELDING AND FINISHING
THE SHEET METAL

1. Using a spot welder, proceed as shown in the
diagram.

2. Bend the clinch tabs.

3. Using an oxyacetylene torch, brass braze-weld as
shown in the diagram.

- Using a rotating brush, clean the welded areas.

PROTECTION

1. Apply the specified sealant along the lines shown
in the diagram.
- Proceed to the painting phase.

FRONT WINDSCREEN FRAME
(PARTIAL)

PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the electronic control units.

- Remove the trim components, electrical and mecha-
nical system which could hinder the repair operations
or get damaged during work (see specific para-
graphs).

- Remove the following sheet metal parts:

* bonnet (see specific paragraph).

» door on affected side (see specific paragraph).

» front wing (see specific paragraph).

» dashboard support crossmember (see specific
paragraph).

REMOVAL

1. Using a rotating brush, clean the areas to be
spot-cut to highlight the welding points.

FPA493000000000
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1. Using a spot cutter, remove the accessible welding 2. Open the clinch tab .
points; remove the remaining welding points using a
drill.

PA493000000000
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1. Using a jig saw, cut the windscreen frame following
the indications given in the diagram without damaging
the underlying components.

1. Usinga circular saw, cut the front windscreen frame
following the lines indicated in the diagram without
damaging the underlying components.

1. Loosen the four screws securing the inner side
panel frame to the front windscreen frame and remove
the windscreen frame removing the sealant if neces-

PREPARATION

- Working on a bench cut the new front windscreen
frame ensuring that enough material is left for over-
lapping.

1. Using a wire brush, clean the area to be welded.

- Apply the specified electroweldable protection to the
areas to be spot welded.

POSITIONING

1. Position the front windscreen frame and join the
edges together and secure with clamps and the four
screws securing the inner side panel frame.

- Using the windscreen, check positioning the front
windscreen frame

2. Using a circular saw, trim the excess sheet metal
parts.

PA493000000000
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WELDING AND FINISHING
THE SHEET METAL

1. Using a spot welder or, where necessary, a MIG 2. Using a MIG welder, weld a seam as shown in the
welder, proceed as shown in the diagram. diagram.

3. Bend the ciinch tabs.

PA483000000000
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1. Using an abrasive grinding wheel, remove and flush
the residues left by welding.
- Using a rotating brush clean the welded areas.

PROTECTION

1. Apply the specified corrosion inhibitor to the areas
to be MIG welded.

- Proceed to the painting phase.

- Proceed to the wax-treatment phase for the boxed
parts.

1. Proceed to the foam treatment phase for the front
pillar as shown in the diagram.

1. Apply the specified sealant along the lines shown
in the diagram.

PA493000000000
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PRELIMINARY OPERATIONS

- Disconnect the negative (-) cable from the battery
and remove the electronic control units.

- Remove the trim components, electrical and mecha-
nical system which could hinder the repair operations
or get damaged during work (see specific para-
graphs).

- Remove the foliowing sheet metal parts:

e boot (see specific paragraph).

REMOVAL

3-1994



T BODYWORK
@ é_ﬂ 5 Fixed bodywork components 70

- Using a rotating brush clean the areas to be spot-cut NOTE:

to highlight the welding points. If necessary free the sheet metal.
1. Using a spot cutter, remove the accessible welding

points; remove the remaining points using a drill or a

chisel.

Al
(|

’5

et

4

2. Open the clinch tabs and remove the rib cutting the

sealant if necessary.
e \
Q

w\

=, &

PREPARATION

- Using a rotating brush, clean the area to be welded.
- Apply a thick layer of electroweldable protection to
the entire lower part of the floor-rib mating surfaces.

1. Using an oxyacetylene torch, unweld the braze - Apply the electroweldable protection with a brush to
welds shown in the diagram. the remaining areas to the spot welded.

PA453000000000 ' -89 - 3-1994



145

BODYWORK 7 0
Fixed bodywork components -

POSITIONING AND INSPECTION

1. Install the rib ensuring that the upper tabs are bent
just enough to facilitate positioning. Join the edges to
be welded and fix with clamps.

2. Bend the clinch tabs.

- Check parallelism, gaps and angles and refit the
mobile components removed previously with their
gaskets and the parts which, when fitted, permit veri-
fication of the success of the operations.

WELDING AND FINISHING THE SHEET METAL

1. Using a spot welder or, where necessary, a MIG

welder, proceed as shown in the diagram.

2. Using an oxyacetylene torch brass braze-weld as
shown in the diagram. -
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1. Using a spot welder or, where necessary, a MIG PROTECTION

welder, proceed as shown in the diagram.

2. Using a MIG welder, weld a seam as shown in the 1. Apply the specified corrosion inhibitor to the areas
diagram. which have been MIG welded.

A //LQ__/_/

1. Apply the specified sealant along the lines shown
in the diagram.

- Using an abrasive grinding wheel, remove and flush
the residues left by welding.
1. Using a rotating brush, clean the welded areas.

PA493000000000 -91- 3- 1994
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1. Working from under the car, apply the specified
sealant along the lines shown in the diagram.

\§ \(< ‘/ .

~
~
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&,' x

- Using a rotating brush, clean the areas to be spot-cut
to highlight the welding points.

2. Using a spot cutter, remove the accessible welding
points, remove the remaining welding points using a
drill or a chisel.

1. Apply the specified underbody sealant to the new
areas and on the rib spreading it up to the line shown
in the diagram.

- Proceed to the painting and wax-treatment phase.

21 A%V

1. Using a circular saw, cut the side edges of the floor
panel to be removed as shown in the diagram.

7

I
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REAR PARTIAL FLOOR PANEL
(WITH RIB REMOVED)

REMOVAL

1. Using a chisel free the floor panel as shown in the
diagram and remove the sheet metal.

PA453000000000

1. Using a chisel remove the side edges of the rear
partial floor panel.
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Jsing shears trim the floor panel so that it is flush 1. Using a rotating brush, clean the area to be welded.
1 the frame.

RN 77 %@

'REPARATI
R ON 1. Apply a thick layer of electroweldable protection to
. the area indicated in the diagram.
. Working on a bench trace out and cut the new floor . .
anel to the dimensions given in the diagram. - Apply the_electroweldable protection with a brush to
the remaining areas to the spot welded.
Jmy =

NT

WV WO OWO D
WA A A Ay

D ag 8
=25 mm 25 mm

/ 1ﬂﬂ1/—\\\\Hmmo\\\ ’

- Using shears trim the cut on the partial rear floor -
panel.

POSITIONING

1. Trace out and drill the partial rear floor using a drill :
and a @ 5 mm bit and leaving space between the 1. Position the partial rear floor panel and join the
holes as shown in the diagram. edges to be welded together and fix using clamps.

F + + + +F + + +

ﬁ40 mm
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1. Position the well support as indicated in the dia-
gram.

NOTE:
Check the correct position of the partial rear floor

panel using a screw in the hole indicated in the
diagram as a reference point.

WELDING AND FINISHING
THE SHEET METAL

1. Using a spot welder or, where necessary, a MIG

welder, proceed as shown in the diagram.

]

1m(9) 10(6) 1e(6) (9)m1
1 e (6) 10 (6)
\ ‘ 1 e(6)

32

O

NN FER 03

1m(9) 1m(200 1m(9)

1. Using a spot welder, proceed as shown in the
diagram.

1. Using an abrasive grinding wheel, remove and flush
the residues left by welding.
- Using a rotating brush, clean the welded areas.

Ry %12\‘{/ %

1. Apply the specified corrosion inhibitor to the areas
to be MIG welded.

PA493000000000
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. Apply the specified sealant along the lines shown
in the diagram.

- Proceed to the wax-treatment phase.

77777 77T 71T 10U )0 { VAV X
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1. Apply the sound-proof panels as shown in the
diagram.

- Apply the specified underbody protection to the
under-floor areas.

- Proceed to the painting phase.

PA4393000000000

PARTIAL REAR
CROSS-MEMBERS (WITH
FLOOR REMOVED)

REMOVAL

1. Using a jig saw, cut the cross-member to the
dimensions shown in the diagram

80 mm

341~ /\ 74
.4y
/5 /
) /

- Remove the partial rear cross-member.

3-1994
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PREPARATION 2. Using a jig saw, trim the excess sheet metal parts.

1. Working on a bench and using a jig saw cut the new .
cross- member to the dimensions shown in the dia- [Dl 3 \ \

gram.

\ ‘ - o f— 2 /y b:
m%@ 70 mm ;% l a

WELDING AND FINISHING
THE SHEET METAL

1. Using a MIG welder, proceed as shown in the
diagram.

1. Using an abrasive grinding wheel, remove and flush
the residues left by welding.

POSITIONING

1. Using a jig, correctly position the partial rear cross-
member remembering to allow for overlapping.

PA4$3000000000
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1. Apply the specified corrosion inhibitor to the areas 1. Using a drill or, where necessary, a chisel, spot cut
to be welded. as shown in the diagram.

- Apply the underbody protection to the new areas. 2. Remove cross-member after opening the clinch
- Proceed to the painting phase. tab.

- Proceed to the wax-treatment phase.

CROSS-MEMBERS (WITH
FLOOR REMOVED)

REMOVAL —=

COMPLETE REAR j

PREPARATION

1. Working on a bench trace out and perforate the
cross-member with a drill and @ 5 mm bit, as shown

in the diagram.
2. Using a rotating brush, clean the area to be welded.

- Using a rotating brush, clean the areas to be spot-cut
to highlight the welding points.

- Remove the sound-proofing carpets from the floor.
1. Using a drill, spot cut the welding points as shown
in the diagram.

-97 - 3-1994
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POSITIONING 1. Using a MIG welder, procéed as shown in the
diagram.

1. Install the cross-member using a jig to position it.

. - \
Join the edges to be welded. 7 \“ /// /\
ANLY
. » o
»

////
, 7/ p
& ‘
WELDING AND FINISHING s / /
THE SHEET METAL , / ‘
P &)
1. Using a MIG welder, proceed as shown in the k/ —
L2

diagram.
2. Bend the clinch tabs.

1. Using an abrasive grinding wheel, remove and flush
the residues left by welding.
- Using a rotating brush, clean the welded areas.

FA4393000000000
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JROTECTION

1. Apply the specified corrosion inhibitor to the areas
which have been MIG welded.

- Apply underbody protection to the new areas.

- Proceed to the painting phase.

- Proceed to the wax-treatment phase.

1. Refit the sound-proofing carpets as shown in the

diagram.

Bl s e s
J O
— ) o

ol

PA433000000000
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REPLACING NAILS

- Suitably protect the surrounding areas or the area to

be replaced.
1. Using a rotating brush clean the affected areas.

- Insert a nail of the correct size in the gun.
- Install the nail in place of the one removed.

gégé

- Sand and respray the new areas.
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BODYWORK
Body squaring
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BODYWORK
Doors 70

FRONT DOORS
REMOVAL AND REFITTING

NOTE:
When removing or refitting avoid damaging the
paintwork.

- Disconnect the negative (-} lead from the battery.
1. Using a suitable tool withdraw and remove the pin
from the door check strap, half-close the door to
back-off the rod and then open the door again.

\@}\//

\‘.

Ve~
N

(@)

1. Disconnect the cable runner from the front pillar.

1. Working under the dashboard trim, disconnect the
electrical connection from the door wiring and
withdraw the piliar.

1. Loosen the two screws securing the door to the
hinge.

1. Raise the door until the tapered pins of the hinges
can be removed from their seatings and then remove
the door.
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