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DESCRIPTION

The body has been designed using, in great amount, the
method of finished iems. The high torsional stitfness
obtained in this way renders the geometry indeformable,
and assures precision of assembly tolerances, thus pre-
venting noises and squeaking. The stresses are further-
more reduced within

absolute safety limits. The use of high-strength metal

sheels allows a greatindeformability to smallimpacts with

a imited weight. To give the maximum resistance to

corrosion, the entire body is fully treated with galvaniza-

tion 2inc plating.

The following features further increase the resistance

against rust and corrosion:

= Number of parts composing the body has been re-
duced to a minimum, with consequent reduclion of
joints number;

- The welding points have been reduced, while the
number of spot weldings with automatized proce-
dures has been increased,

- The seam welding total length has been reduced 1o
1 meter (3.2 ft) only {the seam welding is most
subjected to defects);

Vehicle body is integrally sealed;

Box-type components have been fitted with vent
holes to prevent moisture from condensating:

The body underside has been coated with PVC as
prolective and soundproofing;

Asfinalcycle, a specialwax-oilis injected into all box-
typs elemenis.

The painting process is accomplished following the cycle
listed here below:

-  De-oxidation;

- Degreasing (pickling),

- Phosphatizing and passivation (bonderizing} ob-
1ained with body full-immarsion;

- Cataphoresis;

- Owen curing;

- Application of sealants and PVC coating on body
underside and wheelhouse;
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- Application of primer coating on external surfaces;

- Owen curing,

- Application of primer paint and transparent enamel
(which gives a further protection and a particular
luster). These coats are applied on auiomatic spray
booth with the sysiem of rotaling cups, which as-
sures a constan-coating thickness.

BODY REPAIRS AND PAINTING

The word “painting” usually means the restoring opera-
tion of a painted surface. When a surface is aftected only
pariially, the cperation is named “repainting”.

The following repainting cycles have been defined de-
pending on repair type:

- PAINTING OF REPLACED FIXED METAL SHEET

- PAINTING OF REPLACED MOBILE METAL
SHEET

- REPAINTING OF METAL SHEET WITH A DEFECT
AFFECTING METAL

- REPAINTING OF METAL SHEET WITH SURFACE
DEFECTS

. RESTORING OF METAL SHEET WITHOUT
PAINTING (DENTS REMOVAL)

For repainting purpose, it is imporntant 10 defing “what is &
panel”. The door depicled in figure has been taken as
example to clarify the concept. The entire door is a panel,
but it may be divided, in such a case, in two separate
panels: the upper panel and the lower panel. A panel
means a surface included between two delimitations.
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The procedures for repair and painting of a metal sheet
delivered as spare part are listed below.

NOTE: Matal sheet dellvered as spare parts are

surface-ireated wilth cataphoresis by
manufacturer.

PREPARATION (sanding and cleaning)

Operate In the affected area by blending existing paint
coats with abrasive paper of prescribed type as follows:

BECTION -4 E
CLEAR PAINT ™, -
BASE PAINT ™, g i
FILLER », 2 g i
CATAPHORES!S (PRIMER) ™ & ¢

rd
ZINC COATING ™, rd

g .l A R ol A R

METAL BHEET

Thoroughly clean atfected area with silicone-proot prod-
ucls,
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SURFACING

Sheet metal repairs usually require surfacing. Prepare
slopper by adding catalyst to base resin as per ratio
indicated by manufacturer.

Mix thoroughly and apply a coat sufficient to fill dents.
Allow stopper to completely cure before proceeding with
subsequent operations.

SANDING

The dry or wel-sanding may be camed-out manually or
using electrically or pneumatically operated sand paper-
ing machines, with prescribed abrasive paper.

MASKING

The areas adjacem tc zone io be repaired should be
masked wilh paper shest and pressure sensitive
tape.

The masking is very important, and should be carried-out
with the maximum care to avoid any possible damage.
The masking should be applied after stopper has been
sanded, should be removed after filler sanding (due to
contamination by powder and abrasive particles) and
finally re-applied before final painting (ename! applics-
tion).

PRIMER APPLICATION

The primer should be applied on bare metal surtace tor
protection against corrosion.
When primer is dried, apply filler.

SEALING

The sealing is the application of specific products in
various areas of body 1o avoid water and moisture seep-
age.

The sealant should be applied on metal sheet joints using
brush or suitable gun.
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Apply sealant where indicated by heavy line in the following figures.
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TO BE SEALED
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CAUTION: Avoid any excess of sealant; ‘ NOTE:

apply sealant only where indicated.

49 -6

Sealant beads should be smooth, uninter-
rupted and free of ribbiness.
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FILLER APPLICATION

The filler coating, due to iis thickness, assures proper
insulation from coats below and ellminates any defec! of
primer coating.
Forthe best results, itis advisable 1o apply filler in suitable
booth; don't forget to wipe afiected areas with dustproof
cloth (Tack-Rag).
The filler shouid be prepared and applied as spacified in
paimwork schedule.
After filler has cured, apply a very thin coat ol enamal
[spy-coat) which will allows to detect any delect.
Allow enamel to cure as per manufacturer's instructions,
then dry or wet-sand the area, manually or using electri-
cally or pneumatically operated sand-papering maching
with prescribed abrasive paper.
Sanding of “spy-coat” allows the detect delects, if any,
and prepares filler coat lor ename! application.
' Clean area thoroughly with compressed air to eliminate
" any trace of dus! and moisture. ltis also advisable ioclean
area with silicone-prool solvent and 1o dry with com-
prassed air.
Finally, rub area with dustproof cloth (Tack-Rag).

ENAMEL APPLICATION

The required color may be obtained by mixing basic
colors by ratio indicated in the applicable color formula.
The enamels obtained in this way don't have the proper
vistosity value for application, and should therefore be
mixed with catalyst {f required) and then thinned to ratio
prescribed by paint-manufacturer. it is very important 1o
apply a properly thinned enamel, in order to avoid defects
{i.e. straining, pin punctures etc.).

Before enamel application, check that color of prepared
enamel corresponds exaclly with vehicle griginal color,
For this purpose, the cperalor should apply prepared
enamel on a sample metal sheet, using the same proce-
dure which will be used for vehicle painting.

The painted metal sheet should then be compared with
one or more vehicle areas: add basic color(s) as required
io obiain the desired color. When the proper color has
beenobtained andbelore painting the vehicle, the opera-
for should be check that affected area is dry and free of
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dust and should never touch prepared surface with
hands. In addition to the above listed precautions, some
envircnmental conditions, such as temperalure and
humidity, may affect the final result.

A too high temperature will cause thinnerto evaporate too
quickly (when paini comes out from spray gun nozzie),
thus prevenling paint to form & uniform coat and reducing
briliance.

An high environmental humidity, on the contrary, pre-
vents thinner evaperation and increases the risk of strain-
ing.

Each paint pass should overlap the previous pass for half
width.

Apply the required number of coats, allowing proper dry-
lime between coats.

Metallic colors can appear 1o vary in richness, depending
on dispersion of aluminum fiakes. “Dry" coats of metallic
paint appear light due iofine and uniform aluminum flakes
dispersion.

Allow paint to cure according to manufacturer instruc-
tions.

PAINTS PREPARATION

Mix base paint with catalyst and thinner by observing
thoréughly manufacturer recommendations.

PAINTING OF REPLACED FIXED
METAL SHEET (complete cycle)

The following table contains the complete cycle for paint-
ing of a replaced fixed metal sheet.

1. PREPARATION {sanding and cleaning)
2. SURFACING

3. SANDING

4. MASKING

5. PRIMER APPLICATION (i required)

6. SEALING

7. FILLER APPLICATION

8. SANDING

9. MASKING

10. ENAMEL APPLICATION
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Dry or wet-sand cataphoresis, blow-off with compressed
air, clean with silicone-proof solvent and dry thor-
oughtly.

Surface any defect and aliow stopper to cure. Sand and
clean thoroughly affected area. Mask, apply primer and
aliow air-drying.

Apply sealant, by brush or gun, on metal shael mating
araas.

Apply filler coating and “spy-coat” of enamel. Dry or wet
sand, remove masking and clean with compressed air
and sllicone-proof solvent.

Mask area surrounding sanded surface and protect
adequately allreaming parts of vehicle. Blow-off dusi then
clean with Tack-Rag.

Prepare and apply enamel (ong or two coats). Allow
prescribed drydime then cure enamel as prescribed.
Apply wax-oil on box-type elements.

PAINTING OF REPLACED MOBILE
METAL SHEET (complete cycle)

The fcliowing table contains the complete cycle for paint-
ing of a replaced mobile metal sheet:

1. PREPARATION (sanding and cleaning)
2. PRIMER APPLICATION

4% -8
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SEALING

FILLER APPLICATION
MASKING

ENAMEL APPLICATION

Ll Ll

Ramove affected component and dry or wei-sand cata-
phorasis coating: blow-off dust with compressed air,
clean with silicone-proof solvent and dry thoroughly.
Apply primer on affected area and allow air-drying.
Apply filler coating on inner and ouler surtace and aliow
io cure; apply enamel “spy-coat™ then dry or wet-sand.
Biow-off dust with compressed air, clean with silicone-
proof solvent and dry thoroughly with compressed
air. Cleanwith Tack-Rag then prepare and apply enamel.
Allow prescribed drying-time then cure enamel. Install
component when cool and apply wax-oil on box-fype
elements.

REPAINTING OF METAL SHEET
WITH A DEFECT AFFECTING METAL
(repair cycle)

The foliowing procedure applies both to fixed and mobiie
rnmal sheet. Repair defect on metal then proceed as
describedthe paragraph “Painting of replaced fixed metal
sheet”.
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WAXING

Apply prescribed wax on box-type elements areas indi-
cated by arrows, trough vent holes.

SECTWON D-D
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SECTION I-2
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REPAINTING OF METAL SHEET
WITII-I}SUHFACE DEFECTS (touch-up
cycle

When the damage is located in a not very exposed area,
it is possible to carry-out a paint touch-up. Such proce-
dure, however, requires tricks resulting from operator's
experience.

i only paint is damaged, repair may be limited to ename!
application, while il also matal sheet is damaged, com-
plete repair is required.

Manually sand affected area until damage is removed.
Make dull remaining of panel and mask all-around dull

BODY
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area. Clean with silicone-proot solvert and wipe with
Tack-Rag. Prepare and apply enamel; aliow prescribed
drying-time then cure enamel. Remove masking and
aliow part to cool.

RESTORING OF METAL SHEET
WITHOUT PAINTING (dents removal)

With this procedure, small dents are removed by using

suitable tools and no repainting is necessary.
The metal sheel original characteristics remain un-

changed.
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REPLACEMENTS

SYMBOLS - Cutting and welding/brazing operations
The symbols used in this Manual for cutting and wekding/brazing operations are indicated in the foliowing figures:

MWW

CUTTING WTTH SAW OR
PNEUMATICALLY-
OPERATED CHISEL

S8 98 | TWO OVERLAPPED PANELS

BPOT WELD-

ING OF TWD

OVEALAFPED
$POT PANGLS é
WELDING | p@@0 o

BrOT WELD-
MG OF TREE
ORMORE o | THREE OVERLAPPED PANELS
PAHGLS NOTE: NUMBER BETWEEN BRACKETS () INDICATES $PUT - WELD NUMBER

P Aam
FILLING ~WG"

co, WELDING

ARC

weoma [ (7T
SEAMSPOT
"R
WELDING

S

sEERER

PRAZING

TINHING

48-15
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GENERAL INFORMATION ON COM- | 4. Hspotweldings are notvisible, remove paintusing a

PONENTS REMOVAL AND INSTAL- metal brush.
LATION PROCEDURES TNT.A Eimﬂ:
- brush

COMPONENTS REMOVAL

1. Make sure that all damaged parts have been identi-
fied by checking chassis installation dimensions,
Redfer 1o figure entitled "Body squaring™.

Tools required:

- Centering tool

- Squaring 100l
Convex rule
Raichet jack or litting jack

2. Pulichassis using toolsuitable to damage extension.
Removed parts can be reused, providing that they
meet requirements of figure “Body squaring”.

5. Cenier punch each velding 1o exactly iocate hole.

CAUTION: Tools required:

= Tharoughly secure tension chains to
chassls, in order to avold any accidental
release.

Hammer
Ceanler punch

- Apply tension load in a reverse direction
of Impact.

3. Cut away damaged paris.
Tools required:
Pneumalic saw
Pneumatic chisel

CAUTION:

- Center punch should be deep and ex-
actly centered. An out-of-center punch
will not allow complete removal of weld-
ing, while an insufficient punch will not
drive drill securely.

- As a general rule, center punching

should be carried-out on edges of com-
ponents which should be replaced.

fl
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6. Remove spot-weldings using a spot cutter or pneu-
matically-operated drill,

Tools required:

- _Spol-cutter

- Pneumatic drill

CAUTION:
- Set driil to 1000 R.P.M.
- Care should be taken not 1o drili mating

components. Plug holes, if any, with
autogenans welding or projection weld-
Ing. The heoles can reduce component
stitfness and allow water seepage.
When using existing holes In welded
components for securing new parts, use
a small diameter drill {less then 8 mm /
0,31 In) and carry-out welding as soon as
possible.

7. Remove any trace ol welding using a chisel.
Tools requirad:
- Hammer

- Chisel

"PREPARATION OF MATING SURFACES

1. Grind metal sheet in area of wekling using a sanding
machine

Tools required:

- Pneumalic sanding machine

Disk-sanding machine

CAUTION:

Care should be 1aken not to reduce ex-
cessively the metal sheet thickness:
welding strength may be adversely al-
fected.

Thoroughly remove metal chips from
grinded areas: metal particies can re-
duce welding strength an cause corro-
sion.

CORARECT

2. Straighten buckled areas with hammer and dolly

block.

Tools required:
Hammer
Dolly block

-
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CAUTION:

- Make sure that all bucklings are re-
moved, in particular those on inner pan-
els or In hidden positions. On the con-
trary, difficult installation or loss of
strangth may oceur.

- Carefully check joint areas of aach plilar.

3. Remove all paint from welding areas
Tools required:

- Pneumatic sanding machine

- Disk-sanding machine

N
=
N\

4. Apply primer on edges of replacement parts and
chassis panels which are to be welded.

BODY
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Belore welding apply anti-rust conductive paint on edges
of all metal gheets which are to be Instalied.

Melal sheets should be welded within 15 minutes after
conductive paini application (paint drying-time).

The coat thickness should be 0.005 to 0.025 mm (0.0002
1o 0.0010 in) after curing.

PREPARATION FOR INSTALLATION OF
NEW COMPONENTS

1. K a compenent is pantially replaced, maintain an
overlapping tolerance of 50 mm {2 in) during cutting
of damaged parts, to maintain a sufficiert surface for
metal sheets welding.

Tools required:

- Pneumatic saw

- Hand saw

- Scribe
Convex rule (or equivaient)

It is recommended to use always Alfa Romeo genuing

spare paris to assume the best results and 1o maimain

vehicle servicaability.

OVERLAPPING
TOLERANCE

2. Filling MIG weiding.
Thistechnique should be applied in areas where spot
welding is not feasible. For such welding, drill 5to0 8
mm (0,20 to 0,24 in) dia holes in welding points.
Tools required:
Funch
Prieumatic drill
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S TO 5 MM (0.20 TO 0.24 IN) DIA HOLES

3. Remove paint from welding area.
Tools required:

- Belt-sanding machine

- Disk sanding maching

CAUTION:

m Remove paint from both sides of compo-
nents to be welded, such as spot-welding
surfaces, spot-welding outlines and buti-
welding laps. The paint prevents current
flow, with consequent low strength of spot-
welding and causes depressions In MIG
wieldings.

4. Apply primer on areas 1o be spot-wekied.
Tools required:
- Brush

BODY
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COMPONENTS INSTALLATION

1. Temporary instaliation of new componants.
Tools required:

- Adjustable clamp

- Convex rule

- Squaring tool

- Centering too!

- Welding machine power supply

- Jack

+  Spot-welding machine

- MIG-welding machine

CAUTION;

- Position components as indicated In
figures of “Body Squaring” paragraph.
Position moblle parts (doors, trunk, lid)
and check for proper installation by veri-
fying gaps, paralielism and sgquaring.
Adjust as necessary.

- Secure parns Iin proper position with
clamps or some spot-weldings.

49-19

2. Perform all necessary weldings, observing all rules
cortained in “CAUTIONS FOR WELDINGS”.
Tools required:
Spot-welding machine
MIG-welding machine
Autogenous wekding machine




3. Grind all MIG weldings using sanding machine,
Togls required:
- Pneumatic sanding machine

Disk-sanding machine

CORRECT MCORRECT

BODY
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CAUTION:

- Do not grind weidings exceasively:
metal sheet thickness may be reduced
with consequent loss of strangth

- Remove metal particles from grinded
and surrounding areas. Metal particles
can prevent a gcod welding and cause
corrosion.

48 - 20

After wekding have been completed, remove clamp-
ing devices and remove bucklings, if any.

Apply corrosion preventive compound on weided ar-
gas.

Apply sealanton metal sheet junctions; apply sealant
with care 1o avoid corrosion. Refer to figures con-
tained in “SEALING" paragraph.

7.

Apply a 4 mm (0.16 in) thick protective coat on
chassis underside.
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BODY COMPONENT PARTS
BODY PARTS ROOF PANEL ASSEMBLY

WOOD PANEL ASSEMBLY

CENTER PILLAR BOX

FR
ONT PILLAR REINFORCEMENT FUEL FILLER ASSEMBLY

HOOD ASSEMBLY

REAR FEHDER ASSEMBLY

FRONT FENDER
BODY SIDE FRONT SECTION

FRONT DOOR ASSEMBLY

UNDEREBODY PARTS

LUGGAGE COMPARTMENT BULKHEAD

UHDERSEAT CROSSHMEMEER
WINDSHIELD LOWER CROSSMEMBER

ACCESSORY COMPARTMENT

SKIN (REAR SECTION) \i GENTER FLOOR PANEL

&CCESEORY COMPARTMENT
SKIN (FRONT SECTION)

LOWER CROSSMEMBER ASSEMBLY /(&3 REAR FLOOR FAMEL

FRONT INSIDE VALAMCE PANEL
LOWER CRAOSSMEMBER CLOSURE

48 - 21
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FRONT FENDER INSTALLATION

REMOVAL/INSTALLATION 1. Position front lamp crossmember, observing speck
tied dimension and referring to fender securing hole.
Remove bolts as depicted.

LOWER CROSSMEMBER ASSEMBLY
FRONT FENDER

7%/

2. Carmy-oul weldings on points A (2 places) and B {1

FRONT LAMP CROSSMEMBER AS- place).
SEMBLY 3. Carry-out filling weldings C (4 places) and D (4
places).
REMOVAL 4. Inslall engine crossmember with four bolis and
washers.
1. Remove tour bolts and washers and remove engine 5. Check hood and front lamp paralielism.
crossmembaear.

2. Remove spol weldings with proper tool and remove
front lamp crossmamber.
ENGINE CROSSMEMBER BOLT FROMT LAMP

e
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Iﬁ?"}”EH CROSSMEMBER ASSEM-

REMOVAL

1. Saw-cut along cutting lines 4,B8,C and D and remove
lower crossmember center section with front lamp
crossmember Inner sections.

2. Remove spot weldings and remove lower cross-
member side seclions and remaining of each lamp
crossmember,

REMOVE SPOT WELDINGS
SPOT WELDING
CUTTING LINE “A™

CUTTING LINE “C"

LOWER
CRAOSSMEMBER
CUTTING LINE 0"
RENCVE
SPOT WELDING ;Hmm
INSTALLATION

1. Posttion lower crossmember and carmy-out, on both
sides, spot weldings A (7 places), B (1 place), C (7
places), D (2 places) and E (1 place).

2. Position crossmember box element and camy-out
spot weldings F (28 places), G (21 places), H (4
places).

The last welding on both sides.
3.  Apply wax (see “WAXING"”, section A-A}.
4. Check lid and front lamp parallelism.

49 - 24

LOWER CRUSSMEMBER WITH
FRONT LAMP CAOSSMEMBER

(28] WELDING “F"

7 sense o Run

— =4
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FRONT INSIDE VALANCE PANEL
(replacement should be carried-out
with vehicle on template stand)

REMOQVAL

1. Cutlower crossmember ioliowing culting ling *A™ and
using pneumatic saw.

2. Cut front inside valance panel following cuitting ling
"B and using pneumatic chisel.

3. Remove spot weldings and remove remaining com-
ponents.

FRONT LANMP
CROSSMEMBER

LOWER
CROSSMEMBER  pponT INSIDE

YALANCE PAMEL

INSTALLATION

1. Carry-out spot weklings A (€ places), B (7 places)
and C (7 places).

2. Carry-out filling weldings D (8 places), E (4 places),
F {3 places) and G (5 places).

45 - 23

B (3] WELDING “F"

@ (1) WELDING "B~
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3. Carry-out spot welding | (4 places) on L.H. side, or Carmry-out arc-wekiing. The air-bag sensor bracket
spot welding L (2 places) on R.H. side. should be positioned so as line joining holes centers
is parallel to vehicle cemertine with an aliowed toler-
ance of £ 2.5 mm({0.10 in), measured atforward hole.
Install lower doubler and carry-out arc-welkding "K".
OnL.H. side only, install shock absorber bracket and
perform arc welding “L".
8. Apply wax (see “WAXING", sections B-B, D-D, F-
F, G-G, J-J and L-L).

LH. SIDE

N o;

4. Installlower crossmember as per applicable insiruc-
lions.

5. Install air-bag sensor brackel, positioning it 552 + 2
mm {21.7 £ 0.08 in) above lower edge and with aft
hole 630 + 2 mm (24.8 = 0.08 in} from vehicle
centerling (see “BODY SQUARING” figure).
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FRONT PILLAR SKIN
REMOVAL

1. Using pneumatic chisel, cut front piliar skin ioliowing
cutling lines A and B.

2. Using a disk-sanding machine, grind spot weldings
on front pillar doubler.

3. Remove spol weldings and remove remaining of
tront pillar skin.

FRONT PILLAR ﬁé:f,

SKiN
FRONT
PILLAR
DOUBLER

k
b
b
b
b
b

CUTTING LINE A

CUTTIMG LINE "B

INSTALLATION

—d
4

Fosilion and ciamp piliar skin.
2. Carry-out spot weldings A (18 places), B (3 places),
C (& places), D (7 places), E {12 places) and F {1

place). 6. Remove clamping devices and check for proper
3.  Carry-out filling welding G (7 places). installation.
4. Carry-oul arc weldings H and 1. 7. Applywax (see “WAXING", sections C-C, H-Hand
5. Installfront pillar doubler and carry-out arc welding J. 0-0).
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UNDERDOOR SKIN
REMOVAL

1. Using alternative saw, cut underdoor skin foliowing
culting lines “A" and *B", (to cutling lines B, ona

e a

altemnative 10 the other, are available).

Using pneumatic chisel, cut skinfollowing cutting line
“A’. Care should be taken not 1o damage lower
doubler.

Remove spot weldings and remove remaining of
underdogr gkin.

UMDERDOOR 3KIH

INSTALLATION

Posiion and clamp underdoor skin.

Carry-out spot-weldings A (2 places}, B (12 places),
C (2 places), D (2 places), E (9 places) and F (30
places).

By -

IR {3) WELDING “H"™

ALTEANATIVE CUTTING LINE

Carry-out tilling weldings G (3+3 places} and H (3
places).

Carry-out arc weldings 1, J and K {following allerna-
tive linas).

Remove clamping devices and check for proper
installation.

Apply wax (see "WAXING", section M-M).

SECTION UNDERDOOR BKIN (3 + 3) WELDING "G~
| L ALTERNATIVE
Mrer WELDING 1° @ (30) WELDING “F~ WELDING LINES
7 sensE oF RUN
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CENTER PILLAR
REMOVAL

1. Using alternative suw, cut pillarifollowing cutting lines
Aand B.

2. Using pneumatic chisel, cut pillar foliowing cutting
lines C and D. Care should be taken not to damage
remaining parts.

3. Hemove spot-weldings and remove remaining com-

[ .'E‘J_

T =« OVERLAPPING TOLERANCE

REMOYE 3POT-WELDS

INSTALLATION

1. Posifion and ciamp center piliar.

2. Carry-out spot-weldings A (4 places}, B (1 place), C
{1 place), D (4 places), E (5 places) and F (B places).

3. Carry-out arc-weldings G, H, and J.

4. Bend edges of pillar skin and carry-out arc-welding K

5. Siraighten edges of pillar skin and carry-out arc-
welding L.

48 - 25

6. Remove clamping devices and check for proper
installation.
7. Apply wax (see "WAXING", section M-M).

.....

/. i (1) WELDING =C"

o
ar

b

& (4) WELDING

@ (1) WELDING “B" D=

|
J —

@ (4) WELDING “A"
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REAR FENDER
REMOVAL

1.

2.

FENDER

FITs—

Using pneumatic chisal, cut Tender loliowing cutting
line A,

Using pneumatic chisel, cut fender lollowing cutting
line B. Care should be 1aken not to damage rear
window lower crossmembser,

Using pneumatic chisel, cut fender following cutting
iine C. Care shoukd be taken not to damage inner

wheelhouse.

Remove spot weldings and remove remaining part.

CUTTING LINE “A"

CUTTING LINE “F

[ \

|

CUTTING LINE “C™

INSTALLATION

1.

Cut spare fender in-line with attaching panel.

T=OVERLAPPING TOLERANCE

BODY

2.

4.

~N o

49 - 30
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Seal joint area between fender, wheelhouse and
fioor.

Carry-out spot-weldings A (6 places), B (12 places),
C {16 places), D (5 places), E (9 places), F {12
places), G (4 places), H (2 places), | {9 places) and
J {5 places).

Carry-out filling-welding K (5 places).

Carry-out arc-welding L.

Carry-out brazings M, N and O.




BODY 4
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9. Remove clamping devices and check for proper | BODY SIDE REAR SECTION (proce-
instaliation. dure "A" with fender removed)
10. Apply wax (see “WAXING", section O-0).
REMOVAL

1. Using pneumalic chisel, au iollowing cutting lines A
and B; care should be taken not to damage lower

components.
- 2. Remove spot weldings and remove remaining sec-
tion.

CUTTING LIME “A"

REAR FENDER

- ;‘ “_‘ .
WELDING “L™ ™. N3,
‘-.."
L 1L / .

L TRES!
WELDING “B"

'::"-‘I : ': . &
&
i (18) WELDING “C" i

_Efdhﬁ' | L LY F TV 1§
@ (5] WELDING “D"
I (5} WELDING “K"
(9 WELDING “E™
(sense of ruk INSTALLATION

1. Carry-out spot-weidings A (3 piaces;, B (Spiaces), C
{17 places), D (2 places) and E {3 places).
2. Carry-out arc weldings F, G, H and L.
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1. Using pneumatic chisel, cut following cutting lines A
and B; care shoukd be taken not to damage lower
components.

2. Remove spol weldings and remove remaining sec-
tion.

FUEL FILLER CAP
R.H. SIDE

® (17) WELDING ~C"

@ (3) WELDING “A"

i 3 \1
// &5 WELDING "B~ ‘ E
{'Ll{\““ rrre WELDING G~ '1
_— @ () WELDING D" L curme

{7 sensE oF AUN

BODY SIDE REAR SECTION (proce-
dure "B" with fender installed)

INSTALLATION
REMOVAL
1. Carmry-out spot-wekdings A (6 piaces;, B (12 places).
NOTE: For fender removal, refer ic applicable C (17 places), D (2 places) and E (3 places).
procedurs. 2. Carry-oul arc weldings F and G.
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For remaining weidings of fender, refer to
applicable procedure.

NOTE:

rrrT WELDWNGE "

(3 WELDING “E-

48 -33
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™
REAR PANEL

REMOVAL

1. Remove jack poim coubler by grinding weldings with
disk sanding machine.

2. Remove two bumper support doublers by grinding
welkdings with disk sanding machine.

3. Remove spol welkdings and remove panel.

INSTALLATION

1. Drli welding edges ot new panel where lilling weid-
ings are 10 be carried-out.
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PARTS TO DRILL

2. Carry-oul spol-weldings A (5 piaces), B (2 places), C
(9 places), D (3 places), E (13 places) and F (4 {3 sense o Ruw A A——
places).

3. Carry-out filling-weklings G (9 places) and H (7

places).

Carry-out arc-wakding 1.

5. Carry-out brazings J and K.

-

48-34



_ | BODY 'ﬁ'
=< ™

6. Install two bumper support doublers and carmy-out REAR FLOOR
arc-weldings L, M and N.
7. Insiall jack point doubler with related bracket and REMOVAL

cary-out arc-weldings O and P.
8. Apply wax (see "WAXING", section Z-Z and AA- 1.  Using preumatic chisel, cul fioor, 730 mm (28.7 in)
AA), from rear edge (see section A-A),

INSTALLATION

1. Using special 100/, drill front edge of fioor.

T WELDING “N™

4935
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2. Using special tool, drill bumper atiaching brackets
whera filing-waldings are 10 be carmried-out.

3. Carry-gut spot-weidings A (9 places; and B (9
places).
Carry-out {illing-weldings C, D and E.

Carry-out arc-weklings F and G. 10. Install "compact spare wheel” chute with two nuis
and related washers and spacers and five nuts and
washers.

11. Install muHler chute with spot weldings P (13 places)
and arc welding Q.

12. Install bumper support doubler with spot-welding R
(10 places).

13. Apply wax (see "WAXING", sections R-R, 5-S and
Z-Z).

LU

WASHER REAR
NUT FLOOHR

SPARE WHEEL

WASHER

Position bumper altaching brackets.
Carry-out spot-weldings Hand 1.
Carry-out filling-weldings J, K, L and M.
Carry-out arc-weldings N and O.

© o~ o
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ROOF PANEL 1. Using pneumatic chisel, cut panal folowing cutiing

lines A, B, C ana .
2. Remove spoi-weidings on both sides and remove

REMOVAL panel.

=248

INSTALLATION 2. Camry-out spol-weidings A (3 places; and B (3
places).
3. GCarry-out spot-welding C (23 places) on both sides.
1. Position roof panei and clamp it in position. 4. Carry-out brazings D, E and F on both sides.
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OPERATORS INFORMATION 4. Work snvironmaent.
- Work environment should be wall ventiated and
WORK ACCIDENTS PREVENTION highted to assure operator's safety.
Painls and sealans can produce loxic vapors under
1. Protective cloths. heat action.

2.

+*

+

Make sure that adequale proteclive devices

(glasses, mask, headset) are used, depending on
work duties.

As a general le, working cloths, safety shoes and
cap should be wom during work.

PROTECTIVE
SHIELD

Safety support.

Whenvehicle is lifted, apply suitable safety supports.

Refer to “LIFTING POINTS" for location of bearing

points.

Flammables.

Make sure that negative (-) lead is disconnected from
. battery before attempling any repair.

i weldings are to be carried-out near fuel tank,

remove it and plug filler neck.

When fuel and brake fluid lines are disconnected,

plug open ends.

Remove fuel injection electronic comtrol unit before

any welding.

K is thare fore advisable 10 use pneumatic chisel or
saw, instead of oxhydrogen flame, for cutting and re-

. moving damaged metal sheats.

Use beli-sanding machine or rofating brush to re-
move paint.

Badywork straightening.

Make sure that siraighiener is atways used as per
procedures set forth in Manufacturer's Instructions
Manual.

During straightening operations, never stand in front
of straightener in the direction of pulling.

BODY AND EXTERNAL COMPO-
NENTS PROTECTION

1.

49 - 38

Body protection.

Remowve or protect imtemal fumnishing (instruments,
upholstery, carpets).

Protect glasses, instrument, upholsiery and carpets
with heat-resistant materials before attemnpting any
welding operation, in particular if arc welding in CO,
atmosphere is to be carried-oul.

External componants protection.

When ramoving external components {hood, trunk
Id, finishing), adequately protect them against
damage with tape, cloth or other suitable materials.
Repair all painted surfaces which show damage:
also repair scratches, since they cause corrosion.
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REPLACEMENTS INFORMATIONS

It is recommenced i use aiways Alla Romeo genuine
spare parts, in order to assure the best resulis and
maintain vehicle onginal service ability.

WELDINGS INFORMATIONS

Remove al the vehicle mounted elecironic control units
prior to periorm any electric welding operations.

SPOT-WELDING
Spot welding machine

The maximum strength of spot weldings can be obtained
enly il the following checks are periormed before starting
“welding operations.

Adjustment of welding machine arm

1. Maintainasshor as possible, 1o obtainthe maximum
load.

2. Carefully lighten arm and electrodes to prevent any
movement during welding.

SPOT-WELDING
MACHINE ARM

END

MINIMLUN ARM
LENGTH

Electrodes alignment

Align ends of upper and lower elecirodes. A misalignment
causes a low pressure on welding points, with conse-
quent iow strength.

4%-39

e ARMS OF
I % UMEQUAL
} LENGTH
o7 LA ELECTRODES
LENGTH
ALIGN BOTH %
ELECTRODES
CORRECT NCORRECT
Electroce and diameter

H is very imporiani 1o check elecirode end diameter to
cbtain the best result.

The end diamster (D) should be adequate to the thick-
ness of the metal sheets.

Remove any trace of burns and foreign materials from
electrodes.

150*

D2+ 3mm 0120}
B

L » ELECTRODE END DIAMETER
t = PLATE THICHNESS

k 1
4 i |
r

Preparation and conditions of panels

The presence of discontinuity, paint, rust or dirt on panel
edges prevent current flow, thus reducing welding
strengih.

Check conditions of mating surfaces and comect as
necessary before stanting any welkding operation.
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Gap beatween surfaces

If gap exists between surfaces 10 be welded, the current
imensity may be reduced. The wekling will rasults 1oo
poor and with low strength.

Make sure that surfaces mate properly; use clamps K
necassary.

— [ =
-_ Ll
MCOARECT INCORRECT CORRECT
E—

Welding of metal surfaces

Remove all foreign materials (paint, dust, rust} and dirt 1o
prapare surface, in order 10 oblain the best result.

Corrosion prevention of metal surfaces

Coat argas tc be welded with a corrosion preventive - high
conductive compound. Apply coal also on edges.

BODY
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DM ENTIRE BURFACE,
NCLUDING EDGES

Cautions to be observed for spot-welding

Spot welding

Use conlinuous method (i this method cannct be applied,
use MIG welding).

Electrodes instaliation

Electrodes should be perpendicular i metal sheets:
otherwise, the welding strength will be reduced.

Welding of three or more overlapped sheets

Where three or more shaets are 1o be welded, periorm

i

F THREE OR MORE SHEETS
ARE TO BE WELDED, PERFORME
WELDING TWICE

Number of spot-weldings

Generally, the welding machines used in repair work-
shops are less efficient than tose used by vehicle manu-
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tacturer. Therefore, the number of spol-weldings camied-
out in repair workshop should be increased by 20 to 30%

with respect to original welding.
Disiance between spot weidings
The minimum distance between spol weidings depands

on sheets tolal thickness. The value in the following table
are applicable in most instances.

a5
A

Minimum distance (1)
Thickness (1) mm {in)
0.6 (0.024) 11 {0.43)
0.8 (0.031) 11 (0.43)
1.0 (0.039) 12 (0.47)
1.2 {0.047) 14 (0.55)
1.6 (0.062) 16 {0.62}
1.8 (0.071) 17 {0.66)
|
S
= N
—_———
T
i

Thickness (1) Minimum distance (1)

mm (in)

0.6 (0.024) 10 (0.39)
0.8 (0.031) 12 (0.47)
1.0 (0.0348) 18 (0.71)
1.2 (0.047) 20 {0.79)
1.6 {0.062} 27 (1.06;]
1.8 (0.071} 21 (1.28}
i

- —" ¥ - e——
| t

The above listed distances should not be reduced exces-
sively, 10 avoid current leakage and consequent loss of
welding strength.

Distance from edge of panel

It welding is close to panel edge, observe dimensions
listed in the following table.

A welding too close 1o edge has an insufficient strength,
and sheets can be subject to warping.

Welding sequence
Do not camy-out welding by proceeding in one direction

only: the welding can result weak due to current leakage.
Interrupt operation it electrode ends overheat {color

48 - 41

change).

WELDING SEQUENCE
] 5
CORRECT 1 5 2 i 3
A . ! |
e
| 1
MCORRECT 1 F | | ) ]
i ! L 1 |
; i : |; ;i




o

BODY

.

Weldings on angie-shaped suriaces

Do not cary-out weldings on angle-shaped surfaces, due

to tension concentration which can cause cracks.
Examples:

-  Front pillar upper comer.

- Rear fender forward section.

- Front and rear window comers.

ANGLE-SHAPED
BURFACE

Weldings test

A spot-welded area can be inspected either visually or
with destructive method. The last method should be
applied on a specimen, and ¢an be performed before and

after repair.

Spol-weldings should be equally spaced and positioned

at center of llange.

Specimen test, before welding

1Eq

L ] L

M CORRECT

h 1]
A 3 mm (0.92 in) DIA HOLE
SHOULD RESULT IF A
PLULLING FORCE B3 APPLIED
[ T T —
| — i |
NCORRECT
L
1

Test after welding, with chisel and hamimer

Prepare specimen using metal sheets of the same
thickness of pars to be welded. Clamp specimens
together.

Carry-out weliding.

Rotate specimens arcund spot-welding untii ihey
detach.

All spot-welding should remain on one specimen,
while a recircular gpening should result in the other.
H the above condition is not met, wekding conditions
are improper. Adjust pressure, cument, time and all
other conditions then repeat test untilihe best resulis
are obtained.

49 -32

insert chisel point between welded sheet and tap on
chiselunlil3to4 mm (0.12100.16in) gap is obtained.
H no warpage is found, the welding is acceptable.
H sheets thickness is not equal, gap shoukd be limited
to 1.510 2.0 mm (0.06 to 0.08 in).

The above indicated gap is only a reference dimen-
sion,

The gap can vary, depending on spot welding posi-
tion, edge length, sheet thickness and other ele-
ments.

Do not exceed this limit, 1o avoid any breakage.
Make sure that tesied area is repaired atter test.




=24

BODY

AEFERENCE DIMENSION
It 4 mm (0.92 to 0.8 Inj

B sucHTLY Tar
WITH HAMME R

REFEAENCE DAMENSION
1.5 10 2.0 mm (2.06 10 0.08 inj

CHISEL

BLUGHTLY TAR
WITH HAMME R

MIG WELDING

Conditions of panel

Remove any trace of foreign maleriais by grinding or
brushing.

Painl, rust or oil on sheet surface could reduce the
strength of welding, causing blistering.

Informations for welding

Fllling-welding {(of prepared holes)

1.

2,

Drill 2 510 & mm (0.20 to 0.24 in} dia hole on one of
sheets 1o be welded. Secure sheets together.
Position blowpipe perpendicular to sheet and per-
form welding by filling hole,

Wheneverwelding is interrupled, an oxide coat gen-
erates on surace, causingblisterin. Insuchinstance,
brush ot oxide.

3. Check for proper workmanship.

PART ARQUND
HOLE
-
FILLING PANELS EDGES
WELDING
HEAD WELDING

510 § mm (0.20 1o 0.24 in) DIA WOLE

1.

Head-welding

Tack parts (o be weided (to prevent buckling and to
align suraces) then fill voids with wekding seams.

1 mem (0030 in}
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2. Do not carry-out step welding with a continuous 3. Flushwelding seams wih a sanding machine before
saam: buckling may occur. Proceed as indicaled in filling voids. if seams are not flush, buckling may
figure to reduce buckling., OCCUr.

_.....-"
SECTION A-&
Welding test

The last procedure is similar 1o that previously described
for spot-welding.
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TROUBLESHOOTING PROCEDURE:

MOSPHERE AND CHEMICAL AGENTS)

PAINTWORK DEFECTS
TROUBLES AND SYMPTOMS TEST REFERENCE
DEFECTS OF APPLIED PRODUCT VISIBLE AFTER APPLICATION OR DRYING PROC- A
ESS
DEFECTS OF APPLIED PRODUCT DUE TO BY AGING (EXPOSITION TO LIGHT, TO AT- B
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DEFECTS OF APPLIED PRODUCTS VISIBLE AFTER APPLICATION TEST A
OR DRYING PROCESS
Defect Cause Remedy

DIRT
(dirt spots-inclusions)

i shows as marking of pricks
caused by impurily included during

Dust sediments on painled sur-
facewhenpaintisnot yet dry ordin

in case of superficial dust, polish
with abrasive paste and Polish.

baking or spraying. paricles of diflerenl nature con- When dirt is includad inthe layer it is
tained in the paint. necessary to repaint upon sanding
Cperator clkothing nol appropriate. of the aftected area.
Atmospheric dust.
Lacquer not perectly filtered.
Oven filters no longer serviceable.

CISSING

(Cissing hole)

it appears, on wel paint, as a lbcal-
ized contraction in the lorm of small
round deprassions that may un-
cover the layer below (cissing hole)
or aftect subject layer only (cupel).

Variationof superficial tension due
fo: grease particles or presence of
foreign matters on primer; ambient
contaminaied by silicone; steam
gaturation in the spraying cabin
causing condensale on the wet
paint; deficiency of spraying sys-
temn.

Defect can be corrected by washing
with antisilicone products and sand-
ing the effected area, ensuring to
reach a whole layer in the areas
where defect was evidenced. Res-
ume painting cycle afler accurate
cleaning by repeating treatment that
praviously showed the delect.

LOOK-THROUGH
(Missed coating)

It consists of a painl coat thickness
that allows to see the color below.

Insutficient lacquer thickness, low
covering capaciy.

Teo correct these detecis it is neces-
sary to sand the surface and repeat

painting.

(Cont.d)
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DEFECTS OF APPLIED PRODUCTS VISIBLE AFTER APPLICATION TEST A
OR DRYING PROCESS
Detect Cause Remedy
SPOTS
(Spotting)
itconsists of the builkd-up of different | The brilliance variation is due 1o Sand and repaint.
color or brilliance areas on painmted | iregular absorption of suppornt
surface. area.
REMOVAL
This defect arises when a product | Primer not periectly dry or incom- Whether tauli is found during appli-

applied on a painted surface re-
moves the layer below; i normally
shows as wrinkling. This faul can
arise both when applying and when
drying ofl,

patibility between the product
being used and the previous ones.

cation or drying, it is necessary to
sand till a normal layer is reached,
then repaint.

SHADING

It shows on metallic paini, as areas
or shades havingtone diffierentfrom
the normal color.

Some metallic paricies have not
been distribuled evenly during
applications.

Sand and repaint.

ORANGE PEEL

It shows as an irregular surface,
more or less wrinkled, due to bad
distribution of the product.

Spray viscosity 100 high; solvent
too wvolatile; wrong application
{improper jel or improper pras-
sure: 1o low or too high); drying
period oo shorl or excessive ap-
plication of product.

Light orange peel: sand and polish
with abrasive past and Polish.
Deep orange peel: sand and repaint.

(Cont.d)
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DEFECTS OF APPLIED PRODUCTS VISIBLE AFTER APPLICATION TESTA
OR DRYING PROCESS
Defect Cause Remedy
STRAINING
(Sliding-Sagging-Curtaining).

it is a sliding of the applied paint
layer, with consequent generalion
of irregular heaps such as drops,

pocketls, rims.

Gravity force prevails over the
pain adhesion and cobesion ca-
pacities.

This fault shows on vertical and
inclined surfaces. i it shows dur-
ing application of paint, t may be
caused by a very low product vis-
cosity, by spraying distance being
oo shon, by not suitable spray gun
jet, by low pressure, by high thick-
ness of the applied filmor by layers
below not completely dry.

Operate as demanded by fault en-
tity: for small straining aliow the
strained portion 1o dry and cool off;
sand and polish with abrasive paste
and Polish.

Forlarge straining sand tillthefault is
completely removed and repaint the
affected area.

PIN PUNCTURES
{Pin holes-Bums-Boiling)

It shows as small holes in the paint
film.

Presence of air bubbies or iregu-
lar evaporation of solvent; this
generates, in the wet film, small
craters unable to kevel out before
the film is completely dry. In some
cases it may be caused by porosity
of the support or of the layers be-
low, or by over pressure or very
short drying time.

Folish with abrasive pasie and Pol-
ish; il this operation is not sufficient,
sand the affected area lill a good
layer is reached (Primer) and re-
paint.

SANDING RIBBINESS

It shows as thin furrows of painted
surface, of variable length, perfectly
visible with the nacked eye.

They may be caused by strong
furows on the surface 1o be
painted or by sanding of primer
carried out with large grain abra-
sive paper.

if fault is not remarkabie, sand and
polish with abrasive paste and Pol-
igh. if faull is remarkabie, sand and
repaint.

49-48

End of test A
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DEFECTS OF APPLIED PRODUCT CAUSED BY AGING (EXPOSITION TO LIGHT, TESTB
TO ATMOSPHERE AND CHEMICAL AGENTS)

Defect Cause Remady

BUBBLINGS
(Blistering)

it shows as swelling or bubbles | Mineral salis contained in: water Repaint the affected iayer.
localized on some poinis of the | used to sand the piamer; ringing
surface and, in special cases, on | water; waler absorbed by primer
the complete surface. and not eliminated. it can also be
LACQUER OR PRIMER BLISTER- | caused by a hand print inadver-
ING: presence below the paint film | tently left on the surface ready to
of mineral salts absorbing moisture | be painted.

through the paint film originates
0smosis phenomena (dus to differ-
ence of salt concentration between
quantity of absorbed water and the
exiemal one) and conseguent swel-

ling.

FLATTING

It shows as loss at balliance and Primer not cured in deep; paint not Polish with abrasive paste and Pol-
shine arising during application at | comectly prepared, inadequale or ish; i the resulls are inadequate,
one layer. If can affect a limited | incongruous catalyst. sand and repaint,

area, a specific component or the
entire surface.

(Cont.d)
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DEFECTS OF APPLIED PRODUCT CAUSED BY AGING (EXPOSITION TO LIGHT, TEST B
TO ATMOSPHERE AND CHEMICAL AGENTS)

Defact

HAIR CRACKINGS
(Fissures-Reticulation)

If shows as cracks, of dry fiim, thal
interlace in a more or less complex
way. Whenthey affect the final paint
film, and are hardly visible they are
called crazings; when they atlect
the whole final layer ore more than
one layers,ihey are called check-
ing crackings.

The crazings are present whanthe
defect is limited 10 lacquer only.
The checking-cracking attects all
the protective coating; in severe
cases they may reach body sheet
metal.

Faulty curing of primer, showing a
more remarkable withdrawal of
the layer generating the superficial
crackings.

Following are presented schematic exampies of checking-crackings.

Sand il a good layer is reached and
repaint.
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DEFECTS OF APPLIED PRODUCT CAUSED BY AGING (EXPOSITION TQ LIGHT, TESTB
TO ATMOSPHERE AND CHEMICAL AGENTS)

Defect

Remedy

EXFOLIATION
{Exfoliation-Flaking)

it shows as separation of the film
paint that did not stick to the support
surface.

Flaking: it is caused by insufli-
cient sanding or excessive curing
of primer coat that generates vet-
rification of the paint film.
Exioliation: separation of the
fransparent paint from the metallic
base might be caused by exces-
siva time between application of
base film and transparent film, or
by excessive thickness of the
transparent film.

Remove faulty film and repeat paint-
ing cycle.

CHALKING

it shows as whitish pulveruient film
on the surface.

Gradual degradation of the sol-
vent with consequent release of
pigment due to exposition to at-
maspheric agents and particularly
to the action of the U.V. compo-
nent of sun light.

Sand till a good layer and repaint.

COLOR CHANGE

it shows as a light color change that
may affect the tonality of one or
more components, of the complete
surface.

Products incorreclly prepared;
iouch-ups incomrecily done; ag-
gressive action of atmospheric
andfor chemical agents.

Sand and repaint.

(Contd)
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DEFECTS OF APPLIED PRODUCT CAUSED BY AGING (EXPOSITION TO LIGHT,

TO ATMOSPHERE AND CHEMICAL AGENTS)

Defect

SPOTS DUE TO EXCESSIVE
PERCXIDE CATALYST

It shows as spots of ditterent color in

Use of excessive quartity of cata-

Sand tili the fault is eliminated and

correspondenceof plasteredareas. | lysl in the peroxide plastering. repaint.

BRONZING

It shows as a bronze refiection on | Pigment oxidation. Polish with abrasive paste and Pol-
the film of some paints containing ish.

blue or red pigments.

SPOTS (Acld attack)

It shows as spots of different color, | Atmospheric precipitations full of Sand and repaint.

more or less regular and of variable
size and depth.

sulphuric acid depositing on ve-
hicle flat surfaces. After water
evaporation they may reduce 10 a
solution with high concentration of
sulphuric acid. The acid then ai-
tacks the paint; in the comact point
with metallic paint, # may com-
pletely desiroy the aluminum par-
ticles that give the metaliizing ef-
fect 10 a paint.

SPOTS [Attack by vegetable res-
Ins)

This phenomenon affects horizon-
fal surfaces of those wvehicles
parked ofien or for a long period
under the trees.

Small resin drops cover the paint
film; if hardened, they stick 1o the
paint and they can be hardly re-
moved with washing.

Wash with warm water, if spots per-
sist repeat washing using technical
octlane dited in water. i the paint
surface isindented, polishwith abra-
sive paste and Polish; if the opera-
tion shows no resufts, sand and

repaint.

{Cont.d)
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DEFECTS OF APPLIED PRODUCT CAUSED BY AGING (EXPOSITION TO LIGHT, TESTB
TO ATMOSPHERE AND CHEMICAL AGENTS)

Defect

Remedy

TAR SPOTS

This phenomenon mainly affects
the lower surface of vehicle, since
kis the mosi exposed totar
Bprays.

Driving on roads covered by iresh
tar.

' cloth imbedded with specific prod-

Clean the affected suriace with a

uct.

CONCRETE SPOTS

They show as small paricies or
rough concregle colored spots thal
stick more or less on the paint de-
pending on the time they are left
there.

Stopping near a concrete lactory,
whera working dusts may deposit
on the vehicle horizontal areas,
which may harden in presence of
moisture ; expasition to water that
licked cement wares (bridges,
viaducts, eic.).

Wash vehicle using one of the fol-
lowing water solutions:

- 50% of vinegar

- 4% of acalic acid

- 10% of oxalic acid

Sand and repaint i washing is not
sufficient.

SPOTS OF BIRDS EXCREMENTS

They are known by anybody and
undoubtly identified.

The gxcremens are of ackd na-
ture: they atack the car body
when lkeft in contact for long time.

Generally a strong polishing should
be enough; if insufficient, sand and
repaint.

End of test B
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