41 Body

41 11 028
043
051
141

4112535
548
4114 160
180
4121 510

41 22 000
050
541
571
41 31010
41 34 041
41 35110
294
337
3
41 51 004
101
4161014

NOLES 0N DOAY FEPAIIS «..vvviiiieeieiiiiies it ee e eeaeae s eeeesaaessaesb e s ensaeesms e e ebsbasmseesnsesbassnsnneeessas 41-  0/1
Removal of PVC material in Fepair roa .......ciimmmssmssseniisissssniainmssisessssmsmsassesinsnssess 41-  0/2
Wialding gaivanizad Sheab TREREE . i o v s s b ks e i 41-  0/2
CAmanting of DOCY COMBIONBIIE «.ioimmsssssiamnisassssnsiss samsssssiss s9ss8a8865505 8844130585558 dARamsanisss 85533354458 41- o2
Recommended working methods and tools ..........cceeeeeiciimiicnnniiiisss s ssssssseesssssseses 41-  0/4
Gaps of doors, engine hood and trNK lid ... s 41-  0/5
Wi ows Ano doar JOINIS i s shess s s eSS o SR SR e 2 ncham 41-  0/6
Frame control dimensions, BMW 8 Series E 31 ......ccovviinnnns IOUPRR O a4- 07
Chassis . NUMBEE — BIBIOBS: o isrisscamsesin asswsass s aes 544 s AR TR SR s o R s A 41- 013
Engine support (partial replacement of front axle), left — replace ... 41- 11/1
Engine support, front left (without wheel arch) —replace .......cccceecovceivievccccceeeeeee. 41- 11/4
Engine support, left — replace ....... i T, SR A T S T — 41- 11110
Cover for side member, left or right (partial replacernent B pillar before A pillar)

e L= L= Lot TSSO O USSR 41- 1115
Trunk floor, complete rear section (tail panel removed) — replace .........cccccommincninnciniinnn 41- 121
Crossmember, rear — replace (tail panel removed) ..........cceiiiieiciinies e 41- 12/5
Wheel arch outer section and side panel, rear right — replace .............ccevvmermevreerinnissneerenes 41- 14/6
Wheel arch, complete unit and side panel, rear right — replace ...........cc.eecemrrreevinnsssererenes 41- 14/13
Door pillar, front left — replace (roof frame, outside or roof frame partial

raplacament vemuatl) s R R e s 41- 21/1
Roof frame partial replacement, outside (windshield panel) left or right — replace .............. 41- 2211
Roof frame, outer, left or right — replace (roof outer skin panel removed) .........ccccevvvrinnenne 41- 22/4
Roof frame, front — replace (roof outer skin panel removed] ..., a1- 22/7
Roof frame, rear — replace (roof outer skin panel removed) ......oocooveeveeviiieme e iieesees s eremeeians 41- 22/8
Roof outer skin panel — replace (on version with slide/ilt sunroof) ..., 41- 311
AT AR == TB G i e L TR L s aa R s 41- 341
Side panel, complete rear right section — replace (up to roof connection) .........ccoveceeeeene. 41- 35/1
Side panel, rear left or right — replace (partial replacement of B pillar — wheel archj) .......... 41- 35/5
Side panel, rear left — replace (partial replacement up to wheel arch) .......cccccccciinniciierennnes 41- 35/9
Side panel, rear left and tail panel — replace (partial replacement up to wheel arch) .......... 41- 3514
Eront Qoo 181 o TR —BIERIEE ... coamoim momsssssmss s ssmnsmn oty s o5 6655 g fimasass s s s ssmss 41- 511
Front docr, 1aft OF right — TAPRIACE ..iviiiiinssinsinn i iwinssirsaivis vassaes i sannbssssbssaisnsiaansssbsassnssains 41- 5111

oo lid B sE . i S e R R e e 41- 611



41-0/1

General information about body repairs

Body repair instructions are meant for skilled workers who are highly qualilied, work conscien-
tiously and accept full responsibility for their work,

Tha Instructions are therelore limited to information and laclory-approved repairing methpds ag
wiell as associated lips and dala 1o make the work easier.

Tha body repair oparations described here reler 1o complele or partial replacement of parts with
Original BMW parts or seclions ol paris. Necessary straightening and dent removing operations
must be adapted Lo the pravalling damaged condition. Welded and spol-welded seamsa alected
by this must be inspecled and repalred where necessary.

The quantity and lecation of welded spols, inert gas welded seams and brazed cohnections can
be tken from the cut-out part. Use inert gas plug welding lor spol-welded connectiona which are
not easily accassible

Mosal piclures wane taken using an unfinished body shell, All vehicle parts which are in the repalr
rone and subjocied to damage from heat, (lying sparks and dust must be removed or coverad,

In zpite of conlinuous contral over welding operations durlng standard production, thers could
ba laclated cases of faulty welding. Such welding will be subsequently repaired by inort gas spot
welding ar by 15 mm long iner gas welded seams on flange end in inaccessible rones, Conse-
quently, the presence of repaired welding seams on the body dooss nol necessarily indicate re-
pairs carried out by a third party.

For exampla:
Left engine carrier is resistance spol-welded - right engine carrler is repaired with inort gas
welding.

Caulion!

Steering gear must be checked and, if necessary, replaced aller an accident or driving condljions
similar to an accldent - ses S1 320188 (B28).

All welding seams sealed oll with body sealing compound in onginal condition must be sealed
off again consclentiously immediately afler the repair work. Damaged antl-drumming compound
miust be replaced,

Mew sheel metal pans or the cavities, seams, cracks and folds lormed by new sheel metal parts
miust be sealed with a body sealing compound immediately.

Source of supply for workshop equipmaent, awxillary items, sealants, adhosives and similar
matarials: BMW Parts Service

Disconnect battery ground lead on body support point, Protect electrical leads from damage and
tha affect of heat.

Caution!

Dizconnecting the vehicle batlery cancels the faull memory of the control units.

For this reason, before disconnecting the vehicle battery, interrogate the faull memory and print
out the results on the BMW SERVICE TESTER. Investigate faull messages in memory.

Only ever connect and disconnect the contrel unit connector when the ignition is switched ofl.

The removal and installation of components, relays, luses otc. can causs faulls 1o be stored in
the faull memories of equipment with a dlagnosis capability. After working on the alactrical sys-
tem, it is always necessary to inlerrogate the fault memory.

Investigate any fault messages and cancel once rectilied.

On wehicles with an airbag system, nole relevant instructions in Gr, 321

Observe the lire and accident prevention regulations!

Welding can be carried oul with installed control units If

= there is a maximum distance of abour 1 meter batween the welding and ground conneclions
and

- thera is good electrical contact betwaan wolding and ground connoctions (o rubbor, mounts
or similar),

- otherwise attention must be patd o the hoal dovelopad, aspecially in the case of autogen
walding (decision must g made from case to casa),
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REMOVING PVC MATERIAL IM REPAIR ZONE

Body protecilon alter repalilng beglns already with the pralessional removal of PYC

undarcoating, antl-drumming compound and seam sealing compound In the repalr zone,

Remove PYC material with 8 rotating steel brush, or heal PYC to maximum 180° C with
@ hel alr blower and scrape off with a spatula. Burning ofl the PVYC material or heallng
It above 180° C with a gas flame torch or simllar tool would produce streng corroslon.
promoting hydrochiorlc ackd. Health Impalring vapors would also be sot Iree.

Hew undercoating would not have suliicient adhesion on burnt PVC material and con-
sequently undersurface rusting would be possible.

WELDING GALVANIZED SHEET METAL

Hol gatvanized and galvanized sheel meial us used (0 a greater extend lor componoents
of the body, which are especially subject to corroslan.

Conlormance with the following polnts Is necessary when warking with these pans.
The welding smoke contalns polsonous zinc oxlde, so thal especlally good extraction
Is necessary In the welding bay.

Do not grind oll zing coat for resistance spot welding and Inert gas welding.

The zing coal must be ground off lor brazing jobs.

I at all possible weided connections should be made with resistance spol welding.
Welding current Is boosied by ai least 10 % as compared wilth blank sheot metal,

Apply as high as poasible electrode contac! lorce (make break out lost on sampla sheal
metal).

A coat of spat welding paste can bo applied for better sealing.

Inert gas welding should ba prelerred 1o autogen welding In areas nol accessible lor
resistance spot welding, because of the lower heat dispersion.

Machining or forming of galvanized sheet metal In warm stato 1s normal.

Make sure of thorough exiracilon of the polsONGUS Yapors,

Remove burnt residual zinc completely.

Align, grind down and 1in out visible Jolnts as normally.

Coat ground-through zing layer with zine dust palnt,

Source ol Supply for Workshop Equipment, Toals, Sealing Compounds, Cement and
Similar ltems: BMW Pars

CEMENTING BODY PARTS
Froceod as described below whan using comant, BMW 51 0 032:

1. Amblont and materlal lemperature must not be below 18° C during opplication and
up o hardening.

2. Remove oxlde, rusi, paint or scale from cementing surfaces.

3. Roughen cementing surlsces wilh a steel brush or sandpaper to Improve adhesion.

4. Remove greasa lrom cemanting surlaces.

Uszo unlversal thinner or acelone 1o degrease surfaces and allow treated surfaces to
air-dry about 1 1o 2 minuies so thal comenting surlaces are complalely dry.

5. Place double-cariridge 51 0 032 In deuble-cariridge gun 51 0 031, remeve cop and
mouni mixing tube.

6. Eject about 2 cm of the mixed cemant and then tirst apply the mixed coment one-
sidedly on 1he cementing surface. Thickness of coatl: about 2 mm; Il necessary
gpread mized cement on the cementing surlace with a spatula.

Potlite of mixed cement at 18 1o 25" C: about 1 1o 2 hours.
7. Press parls together, hold and punclate.
Extract produced vapors!

B. Remove excessive cemeant with paper or cloths.

Hardening time of mixed cemen! al 207 C: aboul 15 1o 20 hours,
Hardening can be sped up by applylng heat, ¢.9. In a spraylng boath.
Hardaening (Ima al

40° C = 310 6 hours

60" C = 50 10 60 minules
B0 1o 100" C = 15 1o 30 minutes
Impatant!

Do not gelect hardening lemperature above 120° C.
Kaoep loads and siresa ofl of cemanted parts untll complately hardanad.

Protoctlve Maasures:

Avold direct contact of cement wilh eyes and skin,
Do not eal, drink or smoke while carrylng out cemonting wark,
Clean and rub In honds with skin pretection erome after finlshing work,

Source of Supply tor Camant: Cartoal (also ralar 1o Servico Intormation 1 05 91 (306))

-]
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Elrst Ald;
In case ol contact of cement with eyes, ringe oul gyes immediately with running water
for about 10 to 15 minuias. Il necessary, go 1o a physician.

In case ol conlact of cement with skin, clean concerned surface iImmediately with water

and soap and apply a skin creme. Il necessary, go to a physlclan and Il oul a safoly
data sheol,

It cemant |s swallowed, rinse out mouth and throeat tharoughly with running water and
go to a physiclan,

It vapars are inhaled, provide fresh air, keep qulel, bfeathe Intensively and call In a
physiclan.

Immediately remove clothes dinled with resin residue and wear agaln only after having
them cleaned.

Toxlcology Intormation.
Could have sensibllisaling eftect and cause allergic skin reactions.

Disposal:
Small amounts of mixed and hardened resin residue may be disposed as
household refuse,

frmportant!
These precautions are applicable lor reguialions valid In Germany. Always apply poss-
ibly deviating reguiatlons valld In other countries.
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Recommended working methods and tools
1. Cutting Out Damaged Parts:

Determine the location of jaints in accordance with the replacement part before stariing
the operation.
Cut out the damaged part reughly within these joints.

Caution!
Be careful not o damage sheel metal underneath!

Remaove sealing compound, antl-drumming compound and, if applicable, paint to neutralize
the joints, Drill off welding spots. When drilling off, make sure that the drilled holes are
produced In the cut out part. Do not drill in the remaining connection flanges.

Grind olf welded seams carefully with a disc grinder, Heat brazed connections with an autogen
torch! Do not overheal! Take off scrap metal. Remove remaining spongy brazing solder with a

steal brush. Straighten and grind off all joint surfaces thoroughly.

Source of supply for workshop equipment, auxiliary materials, sealanis, adhesives and similar
items: HWB (a division of BMW AG)

2.

Installing New Parts:
Prepare joints in accordance with relevant repair instructions.

Repairs 1o suspension peints lor engine or transmission and running gear pans must be
carried out on a straightening bench using the set of attachments for a certain vehicle type.
Other attachmenis are also avallable lor various body parts. Check curvalure and dimensions
ol windshield and rear window by installing the original windows. Reler o relevant drawings
for gaps in doors, engine hood and trunk lid.

Coal joints required for resistance spot welding with zinc dust paint. Only remove proteclive
paint from galvanized replacement parts. Drill 8 mm dia. holes In joints not accessible for spol
welding tongs, using the spacing of drilled-olf spots and plug spot weld these joints.

Produce inert gas welded seams according 1o the cul-oul pan.

Produce brazed joints with heat dispersion limited to a minimum and withoul overhealing.
Jolning methods which deviate from standard production will be described in the repair
instructions. Grind down welded seams on visible outside surfaces.

Do not g‘rhr.l down thickness of sheet metal.

Grind down and Il Inv irregularities with tin, After tinning, the surface should be prepared 1o
such an extent that only a coal of fine filler has to be applied in the workshop.

All welded seams sealed olf with body sealing compound in original state must be sealed ofl
again thoroughly immediately after repairing. Replace damaged anti-drumming compound.
Hew sheel metal parts or cavities, seams, creases and folds formed by the new sheel matal
parls mus! be sealed with a body sealing compound immediately.

A1 21 083
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GAPS OF DOORS I ENGINE HOOD AND TRUNK
Door gaps and hood/lid gaps: 5.5 *™%._ g.y mm.
Max. permissible parallel deviation: 1.0 mm.

Plane displacermant A lor adjacent body paris
al rear = max. 1 mm toward Inside.

i
T TR, L rateren

S— :_-__"_:___

141079
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WINDOW AND DOOR GAPS

A-A

31 41 044

All dimenslons In mm.



41-0/7

Frame alignment control dimensions for BMW 8 series / E 31

Dimengions in mm, telarance « 2.0 mm.

MNote:

Only use the following values lor a reugh
inspaction.

Repairs can only be carried oul correctly
with tha approved sel of attachments and a
straightening bench.

1774

31 41089

CZ-IOMMOOO@E

L LI [ T T |

bore of front crossmember, 16 mm dia.
Front spring mounl

Front car jack take-up

Rear car jack take-up

Rear axle take-up, side, semi-trailing arm
Rear axle take-up, side, front

Shock absorber mount

Rear axle mount, side, rear

Bore ol rear crossmember, 12 mm dia.

Hinge axis, upper
Hinge axis, lower
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FRAME ALIGNMENT CONTROL DIMENSIONS FOR BMW 8 SERIES / E 31 A Front cross member bore, 16 mm dia.

B From spring mouni
Dimensions in mm, tolerance: = 2.0 mm, C Front car jack take-up

Notla:
Only use the lollowing values for a rough
Inspection

Hupulmuh only be carried out correctly
with the approved sel ol atlachmenis and a
straightening bench.

31 L1087
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FRAME ALIGNMENT CONTROL DIMENSIONS FOR BMW 8 SERIES / E I

D

Dimensions In mm, tolerance: = 2.0 mm. E

G

Note: H

Only use the following values for a rough |
Inspaction.

Repalrs can only ba cartied oul cormectly
wiih the approved set ol sttachments and &
siraightening bench.

1300

[}
1

31 47 088

Rear car jack take-up

Side rear axle take-up, tralling arm
Side rear axie take-up, front

Shock absorber mount

Side rear axle take-up, rear

Rear cross member bore, 12 mm dia.
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FRAME ALIGNMENT CONTROL DIMENSIONS FOR BMW 8 SERIES | E 31

B Front axle take-up, fron
G Side rear axle take-up,
Dimenslons*in mm, lolerance: = 2.0 mm. Bige st s ke
H Side rear axle lake-up,
only tralling arm Insida
B T R VEMERIEL N L Side rear axlé take-up, rear
Inspection,

Repairs can only be carrled out correctly

with the approved sel of attachmaents and a
stralghtening bench.
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FRAME ALIGNMENT CONTROL DIMENSIONS FOR BMW B SERIES / E 31

A Fronl cross member bare, 16 mm dla.
B Front axle take-up, front

Dimanslons In mm, tolerance: » 2.0 mm, C From axle take-up, conler
D Front axie spring mount

Naoto: E Thrust strul lake-up

E‘mh following values for a rough F Rear engine carrler bore, 6 mm dia.

Repalrs can only be carried out correctly
with the approved set of allachmants and a
siraighiening bench,

i B oA
i
i I e
]
]
]
o 1
480
]
]
]
] " »
1 "
e N ey
1“.
L]
ST s S
u_
1

4
L9

An 41 00
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FRAME ALIGNMENT CONTROL DIMENSIONS FOR BMW B SERIES | E 31

Dimensions Iin mm, lolerance: ¢ 2.0 mm,

Nota:

Only use the lollowing values for a rough
Inspection, ;

Aepalrs can only ba carrled out correctly
with the approved set of allachments and a
stralghtening bench,

ELELR e

=S -~ ]

Erx-

Side rear axla lake-up,
tralling arm outside

Side rear axle tako-up,

tralling arm Inside

Side rear axle take-up, froni

Shock absorber mount

Side rear axle lake-up, rear

Rear cross member bone, 12 mm dia.



41-0/13

DIE-STAMPING CHASSIS NUMBER

I the die-stamped chassis number Is
removed during repalrs, it must be die-

stamped again,

Note:

The chassis number can also be die-
stamped on a completely assembled
vihicla.

Assemble Spoclal Tools 41 1 001 and

41 1 004 (additional plate) In such a mannar
that the additlonal plate faces the stamp
guide.

Screw In boits only enough that the spacers
can sl be Insened later.

Apply Special Tool 41 1 001 and have
Speclal Tool 41 1 004 bear on the surface
Tor the chassis number.

2L Ty

Inser Special Tools 41 1 003 (spacers) on
left and right sides and clamp.

Align Special Tool 41 1 001 parallel with
bolts (1).
Tighten bolts (2).

Place die-stamp numbaers (Special Tool
411 002) In Special Tool 41 1 001 separ-
ately and dle-stamp number,

Die-stamp @ "+” In front of and behind the
chassis number instead of the BMW em-
blem for clear identificatlon ol companent
orf body replacements by & workshop.
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31 41 058

41 11 028 Replacing left engine su
gnﬂ (partial replacemen
efore front axle)

Fellow instructions on body repair!

Place vehicle on stralghtening banch.

Remove or detach the following components:

- bumper

- haadiight with frame

- fadiator

- radiator loop for power sleering unit
- condenser lor alr-condition ayslem
- lan shroud

- wolume alr flow sensor with air filter
- imternal cover of wheel arch

Remove or cover up other vehicle compo-
nents in the repair zone and which may be at
risk from heat, sparks and dust

3141 g

LR ARUA]

Unscrew and remove support lor frent bumper
brackel.

Unscrew bracket.

Grind down welding seams on crossmember.

Drill out poinis between laft and right front
crossmembers.
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41 058

-

3 41 008

Mark culling polnt of englne carrler,
distance (A) = max. 355 mm (13.976").

Drill off spol welding on ABS hydraulic
control unil holder.

Cul off engine carrier.

Produce relnforcement plates.
Change distances for new cutling point!
A = B0 mm (2.362")
B =1 x 20 mm (0.787")
1 x 23 mm (0.906")
4 x 30 mm (1.181")
2 x 40 mm {1.575")

131 A GDE

EIEL]

Cut new engine carrler seclion to dis-
tance B and fit.

Distance (B) = at least 230 mm (9.0557).

Clean surface for plug welding and
maling surfaces on old and new en-
gine carrier sectlons.

Clean mallng surface for cross mem-
ber bracket on wheel house.

Drill holes for plug welding of rein-
forcement plates on the engine carrler,

Drill holes for plug welding of rein-
forcement plates on the engine carrier
seclion.
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~ 31 41 613

Coat reinforcement plates with zine dust paint.

Slide reinlorcement plates 30 mm into old én-

gine support, adjust and plug weld.

Dimension (D) = 30 mm

Adjust engine support partlal replacement
Spot weld the unit, correcting welded seam

distance if necessary.

Weld both engine carrier parts into welded
seam,

Grind down connacting paints.

Expose bores concealed by reinfercement
plates.

Ajdust bracket of hydraulic unit for ABS to en-
gine support and plug weld through holes.
Grind down welding holes.

Adjust crossmember and weld into place.
Dimension (E) = 54 mm
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LR UL 1]

Weld front crossmamber between leff and
right engine supports.

34082

31 41000

41 11 043 Replacing front left engine
support (without wheel arch)

Hote intreduction 41-0¢

Place vehicle on straighténing bench.

Remove or cover vehicle components in the re-
pair zone which could be damaged by heat,

sparks or dust.

Unscrew mount for front bumper bracket.
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Unscrew bracket.

Drill off spot welding on front cross
| member between left and right engine
— - carrlers.

Take off cross member.

ke ﬂa ﬁﬂ@ﬁﬁb yoil

V€ e
— - - " i

31 a1 et

Drill off spot welding an holder for
ABS hydraulle contral unit.

— Clean mating surfaces In wheel house.

Grind off cross member welding seams.

~ Clean mating surface In englne com-
| partmenl.

a0 4N 048 1

@ @) 7| ussnnmeassrossann,

= -\.-'C‘f;:-...T e —
!
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Uncaover reinforcement connections be-
tween A-plllar and engine carrler In the
wheel house.

A angs U




41-11/6
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Uncover reinforcement connections be-
tween A-plilar and engline caver on un-,
derside.

Drill off spol welding.

Cut off inert gas welding.

Remove scrap metal.
Clean welded surfaces.

Drill off tront englne carrier section
spot welding on firewall and rear en-
gine carrler section.

Drill off front engline carrler sectlon
spot welding on rear engline carrler
section in the wheel house,

Drill off spol welding on wheel house.

Remove nolse Insulation sheet on in-
side of car.
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Drill off engine carrier spol welding on
tirewall from the passenger comparl-
meril.

Cul off engine carrier at peint of con-

nection.

Stralghten and grind mating surfaces.

Clean mating surface In wheeol house.

3041 04T U

Clean welding surfaces on new part.

Coat welding surfaces with zinc dust
palnt.

Fit in tront engine carrier seclion on
wheel house and rear englne carrler
secllion.

Weld front engine carrler section on
firewall and rear engine carrler section.
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21 40050 U

N0ty

21 43 238

Weld front engine carrier seclion on
rear englne carrler section In the wheel
house,

Fit In reinforcement between A-plilar
and engine carrler.
Mark and clean welding surface.

Clean maling surfaces on reinforce-
ment.,

Drill holes In reinfarcement for plug
welding A-plll connection and floor
plate assembly.

IR PRI RT

N4 oszU

Fit In relnforcement between A-plllar
and engine carrler.

Weld reinforcement between A-plilar
and engine carrler.

Weld reinforcement between A-pillar
and engine carrier on the underside.

Grind welded surfaces smoath.
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31 41 b5t

Fit In and weld holder for ABS hydrau-
lic control unit on engine carrler.

Fit In and weld cross member.

Distance (E) = 54 mm (2.126%).

Weld front cross member belween left
and right engline carriers.
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Al 4F GFR

31 41 001

41 11 051 Replace left engine support

Follow instructions on body repairt
Place vehicle on straightening bench.

Remowe or cover vehicle paris in the repair

zone which could be damaged by heal, sparks
and dust.

Remowve mount for front bumper bracket.

31 41 261

Unscrew and remove bracket

Grind down welded seams oa crossmember.

Drill gut holes in front crossmombar betwaean
left and right engine supports,

Remove crossmember,
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Jramy

Drlll off spot welding on holder lor
ABS hydraullc control unl®

Clean mallng surface In wheel house.

Clean maling surface In engine com-
partment.

Uncover firewall conneclion.

Nty

Uncover conneclions of reinforcement
between A-plilar and englne carrier In
the wheel house.

Uncover connecllons of reinforcement
between A-plilar and engline carrler on
underside.

Drill off spot welding.

Cut off Inert gas welded sections.
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Remowe scrap sheet melal parts.
Clean welded areas.

© 1 Drill out welding points on wheel arch,

Remove acoustic insulation from interlor.

Drill out welding points on englne support wall
facing passenger gumpar'lmml.

— | Remove engine support.

< “\:‘3\ 41 045 U

Clean connecting faces and drill oul welding
points.

=1 Straighten connecting point in wheel arch.

Straighten connecling point in engine compart-
ment.

Clean welded laces of new part
Coal welding laces with zinc dust palnt.
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a4y

3141051 U,

Adjust engine suppori on siraightening bench.

Weld up engine support in interior.

Weld up engine support on sidewall.

Adjust reinforcement between A plilar and en-
gine support.
Mark out welded area and clean.

1A g5 0

Clean reinforcemant on connecling laces.

Dirill oul holes for plug weiding connection
in A pillar and floor assembly.

Adjust reinforcement batween A pillar and on-
gine support.

Weld up reinforcement batwean A plllar and
engine support on floor assembly.

Grind down welded laces,
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3141 a2

31 41060

Fit In and weld holder for ABS hydrau-
lic control unii on the engine carrler.

Fit in and weld cross member.

Distance (E) = 54 mm {2.126").

Weld front cross member between left
and right engine carrlers.
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31 41 Q20

41 11 141 REPLACING COVER FOR
LEFT OR RIGHT SIDE MEM-
BER (Partial Replacement of
BE-Pilllar Im Front of A-Pillar)

Refer to Introduction on page 41-0!

Remove or disconnect following parts.

Seats, front and rear
Outside side member plate
Side member

Rear side trim panel partially
Wire harness cover

Relay module

I I I |

Remove or cover other parts of car,
which are located In the repalr zone
and could be subjected to heat, sparks
or dust.

a1 41 08

Remove left door.

Cut out front section roughly.

Distance (A) = approx. 20 mm (0.787").

Determine location of rear cutling
point with help of the new section;
note the edging surface.

Cut off section.

Distance (B) to bead = approx. 25 mm
{0.984™).

Drill off spot welding.
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31 41623

Drill offspotl welding for reinforcement
plates In the side mamber from the In-
slde.

Take off side member.

Drill off spot welding on remaining
front sectlon.

Remaove brazing solder from connec-
flon between remalning front section
and front mating surface.

30 4 055

Stralghlen front and rear mating sur-
faces.

Stralghten Inside of side member panel.
Clean mating surfaces.

Shoulder rear mating surface.

Cut new part to slze,

Fit In new part.

Clean welding surfaces on new part.
Drill and deburr holes for plug welding
(take location from old part).
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Coat welding surfaces with zine dust

paint.
Fit In and clamp new parl.

a1 a1 mé
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e 31 41 097

Tack weld new par.

Plug weld new par.

Grind welding spots smooth.

Clean rear seam for floating.

Float rear seam.
Grind floated seam smooth.

Clean front seam for brazing.
Braze front seam,
Grind front seam smoaoth,

31 41 23

Seal off seams.
Coat side member surface with Body-

Plast.
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31 41 160

4112 535 Replacing complete rear
trunk floor (rear apron
removed)

Body repair instructions: see 41-0/1.

Place vehlicle on straightening bench.

Remove or unfasten the following compo-
nents:

Fuel lank

Rear axle carrier

Heat shield on exhaust system

Upper shock absorber

Spare wheel

Remeve or cover other vehicle parts in the re-
pair zone which could be damaged by heat,
sparks and dust,

a1 41 150

3141 151

Expose joints in luggage compariment

Expose joints on spring reinforcement (spring
seal) and drill cut spots.

Caution!

To center spring reinforcement accurately on
the contact face of the side member, use set
of attachments!

Expose joints in wheel arch on side membar
and crossmember,

Expose crossmamber joints on side member,
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I 41 155

31 48 138

Cut out trunk floor roughly, allowing trunk
floor to protrude above side member.

Drill out points in section A",

Remove trunk floor.

Dnll out spots in trunk flaor over the side
member and remove scrap sheel metal,

Expose contact faces of side member.

Drill out welding points of scrap sheat maetal
paris on slde member.

Remove scrap sheet metal.

Grind down joints,

{1 Expose connecting points on wheel arch ex-

tension and inside of wheel arch.
Drill out spots.
Remove scrap sheet metal.

Grind down welding surfaces (trunk fioor, side
member, outer and inner whesl arch).

Clean joint on wheel arch extension,
Grind down welding surface,

Instaliation:

Remove underbody protection from both side
members.

Itis then easier 1o install the trunk flloor.

Align connecting faces.
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3147 164

3141183

Instaliation;

To facilitate installation of the new trunk foar,
drill outl welding points in section "A" on left
and right sides of upper trunk fioor of front
side membar.

Lift up crossmember frem trunk floor In sec-
tion "A” approx. 10 mm.

Clean both sides ol welding faces on new sec-
tion of trunk fioor.

Clean both sides of welding surfaces on new
trunk floar section,

Md e

31 41167

Drill holes tor plug welding wheel arch joint to
new trunk floor.

Drill holes for plug welding in front crossmeam-
bear.

Coat welding surfaces with zine dust paint.

Install trunk floor from above at oblique angle.
Gradually work in trunk floor to jainls on side
member and rear floor section.
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31 41 168

4118

31 41 169

Fit set of attachments.
Secura trunk floor (with tongs)

Align joints in side member and crossmember,
Tack weld joints.

Align jaints in side member and crossmeamber.

Tack weld joints.

Align joints in trunk floor section.
Tack weld trunk floor section.

Check for correct position and weld up trunk
floor.

21 47 17

314129
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Align side member on joint of trunk floor.
Weld up drilled spots on side member.

Spot weld wheel arch extension.
Grind down welding surfaces.

If new spring reinforcemeant |s fitad (spring
seal):
Drill out hioles lor plug welding.

Align spring reinforcemaent (spring seat) with
set of attachments and weld up.
Grind down welding surface.
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31 4 372

41 12 548 Replacing rear crossmember
(tail panel removed)

Hote Introduction 41-0!

Remove or detach the following parts:
Scope: see "Replacing Tail Panel”
and, In addition:

Compiete exhaust system

Heat shield of exhaust system

Place vehicle on straightening bench

Remove or cover ather vehicle parts in the re-
pair zone which could be damaged by heat,
sparks and dusl.

Disconnect rear mulller bracket at readily ac-
cessible point.

Mill away welded seam at joint between rear
saction of side member and crossmembar.

Drill out welding spot in bracket of rear muffler
and crogsmember at rear of trunk flsor section.

Drill out welding spots in crossmember of
trunk floor in the spare wheel recess.



41-12/6

3141 238

Drill out spots on side member.

Drill out spots in rear trunk floor,

Disconnect crossmember from rear section of
side member.

Grind down welded seams on oulside of spare
wheel recess.

341176

34177

31 41 178

Remove crossmember.
Remaove scrap sheet metal from rear mufflar
bracket on side member.

Clean welding surface.

Align joint

Clean welding surfaces on new part and coat
with zinc dust paint

Clean welding surfaces on new part and coat
with zinc dust paint.

Coat welding surfaces on |oints with zinc dust
paint

Adjust crossmember with attachments and se-
cure (with tongs).
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31 41 037

Weld up crossmember in trunk fioor and in
spare whesl recess,

Weld up crossmember on the rear trunk floor.

Weld up crossmember on rear section of side
member.

Drill out holes for plug welding rear muffler
bracket.

31 &% G35

Clean joints on rear mulfier bracket and adjust
rear mulfier bracket to fit.

Spot weld relevant poinis on rear muffler
bracket.

Perform inert gas welding on rear mufiler
brackeat.
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|_ 3% 41 084

41 14 021 Replacing front left wheel
arch - partial replacement -

Body repair instructions - see 41-0/1,

Flace vehicle on straightening bench.

Remowve or detach the following vehicle parts:
front axle with engine and transmission
impact absorber

bumper

tront side panel

radiator

hydraulic accumulater

front seat

hood lid

interior carpet

Remowe or cover other vehicle parts in the re-
pair zone which could be damaged by heat,
sparks and dust.

Expose joinis on closing plate an A pillar.

Expose jeints on clesing plate in wheel hous-
ing.

Drill out welding spots and grind down welded
SEAMS.

Drilll out welding spots.
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Determine, mark out and clean locating point
for partial replacement.

Dimension A = 30 mm
Dimension B = 35 mm
Dimension C = 20 mm
Dimension D = 35 mm
Dimension E = 35 mm

Clean joints for partial replacement on front
panel.

Detach connecting point for partial replace-
mignt.

3 a1 R E

ﬁ( 41072 E

Clean joint in wheel arch and drill out welding

| spots on engine support.

Remove wheel arch.
Clean joints,

Cut out new wheel arch roughly.

Adjust wheal arch.
Determine locating point and mark oul,
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Manufaciure reinforcement plates (depending
on line of cut).

Ensure adequate level ol overlap (min. 30 mm
at all points)!

Drill holes lor plug welding in the reinforce-
ment plates.

Coal welding surfaces with zinc dust paint.

Weld reinforcement plates to body.

Grind out welding spols.

| Clean connecting faces on wheel arch / carrier

Clean connecling faces on wheel arch,

Adjust wheel arch to fit.
Mark out spots lor plug welding and drill oul.

Tack weld wheel arch and adjust jeints il
necessary.



41-14/4

Tack weld closing plate.

Grind down welding surfaces.

Grind down welding seams.

Clean welding surfaces on closing plate and

body.

/

v

Adjust clesing plate.
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Adjust ABS hydraulic unit to fit engine sup-

Solder contact surface.
port and weld up.

Grind down soldered surface.

Adjusl crossmember and weld up.
Dimension (E) = 54 mm

= | Adjust brackel on ABS hydraulic unit to fit
wheel arch and weld up,

31 41 060

Wald front crossmember between tha left and
right engine supports.

‘Weld wheel arch to engine support (plug weld-
ing).

IR ©

31 41 081

A5 E I

Grind down welding surface.
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41 14 160 Replacing rear right wheel
arch outer section and side

panel

Body repalr instructions: see 41-01.

Remove or disconnect the following parts:
Rear window

Trunk lid

Fuel tank

Rear wheel

Bumper

Battery

Front seat

Interior carpel (partial)

Remowve or cover other vehicle parts in the re-
pair zone which could be damaged by heat,
sparks and dust.

HAZ181 U
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Expose joinis on side panel beside lamp sup-
port and wheel arch extension.
Roughly cul out joint on side panel besido

lamp support.

1 = Joint for cut
2 = Bead in rear side panel

Dirill oul welding spola in door opaning.

Drill out welding spots in side window.,

Expose contact face of C pillar on roof frame.
Determine location of joint and separate.

Dimension (A) = 170 mm.
1= Joint
2 = Separating point fer pariial replacement



Crrill out welding spots on rear window.

Expose welding spots in wheal arch extension
and drill sul

Expose joinl In side panel of whee! housing
and separate roughly.

A
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Expose joint on windshield and separate.

Caution!
Detach along welded seam on edge, otherwise
part becomes too short.

Remove side panel.

Roughly separate wheel arch extension,

Roughly separate side carrier on rear window
frame and roughly separate joint in center pil-
lar.

Roughly separate side carrier on rear window
frame,
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Cut out ingide of side section.

1 = joint
2 = joint

Drill out walding spots or grind out.

Support roof section.

Determine joint for partial replacement of rear
window frame.

Dimension (A)= 70 mm
Dimension (B) = 160 mm

Cut through joint,

Caution!
Do not sever gasket bracket in roof frame (1)!

3141158

Disconnect rear window frame from outside of
wheel arch and lower rear window frame,

Disconnect outer whael arch, lower rear panel
and rear window frame from inlerior.

Remove rear window frame.

Disconnect outer wheel arch and remove.

Remove scrap melal.
Align joints and grind down.

Adjust outer section of wheel arch. Mark out
surface for plug welding and spot welding.
Clean welded surfaces on outside of new
wheel arch.

Coat welding faces with zinc dust paint.
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3141 203

Adjust whee| arch Lo 1it side panel.Ensure that
joint is of uniform width!

Remove side panel.
Weld up wheel arch.

Daterming joint lor partial replacaement of rear
window frame and separate.

A =70 mm
B = 160 mm

Adjust rear window frame.
Clean welding areas.

Produce new part from scrap sheet reinforce-
ment metal (approx. 40 mm wide),

Drill holes for plug walding.

Clean walding surlace.

31 41 208

Clean welding surface for reinforcement plate
on rear window frame.

Coat walding surface with zinc dust paint.

Secure reinforcement plate and weld up (ap-
prox. 20 mm overlap on each sida).

Adjust rear window and weld up.
Plug weld the reinlorcement sheel.

Weld rear window frame Irom inside vehicle
body to wheel arch and and lower section of
rear window frame.

Weld locating point for partial replacement.

Weld connecting points for rear window
frame { wheel arch from inside vehicle body.
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Adjust side panel to fiL Adjust wheel arch extension and weld into

Clean connecting laces on side panel and coat place.
wilh rinc dust paint. Grind down welding surfaces.
3141 210
Adjust side panel Lo fit, secure and weld into Adjust © ° carrier to fit and mark out holes
place. for pluy, ’
Orill out . 25 in side carrier for plug welding.
Clean welding surfaces.
P
&S a—S e el
4
31 4120
Waeld up side panal. Adjust side carrier to fit side panel and secure.
Grind down welding surfaces, Remove side panol again.
Weld up side carrler.

Grind down welded areas.,

Adjusi wheel arch extension 1o fit. Adjust side panel to lit and ensure that joint is
Clean wheel arch extension to welding sur- of uniform width!
laces. Mark out holes for plug welding.

Remaove side panel.

3141 212

31 41 209
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Drill holes lor plug welding.
Clean welding surfaces.

Fit sealing material * 1o recess (or lank liller
neck.

Adjust side panel to fit
Ensure that joint is of uniform width!

Weld up side panel.

* Reler 1o BMW Paris Service
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Weld connection for C pililar.

Arrange individual spots so close to one an-
other that a continuous welded seam is cre-
aled.

Cawtion!

Ahways allow each spot to cool down slighily
before starting on next spot.

Risk ol distortion!

Install welding points in lamp support.
Braze water gutter and link to lamp support.

Braze joint between tail panel and rear side
panal.

1= Joint in tail panel (brazed point)
2= Bead in side panel at rear

Weld up link between lower rear window frame
and side panel.
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3441 145E

Braze link between lower rear window frame
and side panel.

Braze cover for side member in door opening.

Grind down welding and brazing points.

Tim out joint in water gutter and grind down.

Tin out joint on side panel and grind down.

1= Connecting point for tall apron
[brazing point)
2= Bead In side panel al rear

I 41224

Tin out joint on C pillar and grind down.

Tin out cover for side member in door opening
and grind down.

Tin oul link batween lower section of rear win-
dow frame and side panel and grind down.
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4114 180 REPLACING RIGHT REAR
WHEEL HOUSE COMPLETE
AND SIDE PANEL

Refer 1o information on body repairs!

Set up car on a straightening bench.

Remove or cover paris of car which are
located In the repair zone and couid be
subjected 1o heat, sparks or dust.

marH?
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Uncover lamp carrler connection.

Cut off gide panel roughly al the lamp
carrier.

1 = Culting line
2 = Bead in rear side panel

Cun ot side panel roughly at the wheel
house extenslon.

Drill off welding spots In door opening.
Uncover gide section to side member
connections.

Cut off side section roughly at the side
member.

Drill off welding spols at side window and

rool frame.
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Uncover and cut shouldered surface al
C-pliiar (roofl frame).

Distance A = 170 mm

1 = Mating surface
2 = Cutting ling for pariial replacement

Dritl ol rear window welding spots.

Uncover and drill ol wheel house extension
welding spots.

Cut off side panal In whae! house.

an 4187

Cut ol cowl panel connection.

Impartani!
Cut off In front of the welding seam al edge
as otherwise part would be 100 shor,

1 = Cutting line
2 = Mating surface

Remove side panal.

Cut through side member roughly at the
rear window frame connectlon and at the
center plllar connection,

Cut through side member roughly at the
slde window,

Cut ol wheel house exiension roughly.
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Cut out rear side section.

1 = Mating surface
2 = Cutting line

5k J1 41 188y

© Dl ar grind off welding spots.

Suppor rool.

Deferming cutting line for partial replace-
ment of the rear window frame.

Distance A = 70 mm
Distance B = 160 mm

Cut ol connaclion.

Impartant!
Don’t cut through roof frame seal holder (1).

NAIE |

o |
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31 41 184

Cut off rear window frame from outside of
wheel house and rear window Trame al
bottom.

Cut off outer wheel house sectlon, rear
wall and rear window Irame at bollam
from Inside of the car.

Remove rear window frame.

Cut off and remove outer wheel house
section.

Clean mating surfaces Inside of wheel
house and drill off welding spots.
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31 41187

Clean mating surfaces on Inner wheel
housa sectlon Inom Inside of car and drill
off welding spols.

Remowe Inner wheel house section.

Clean mating surfaces.

Remowve scrap metal from cowl panel and
side member.
Clean welding surlaces.

Fit In new inner wheel house secilon using
sel of attachments.

impartant!
Ensure that attachment seats correctly.

Mark the mating surfaces.

a1 41 198

Remove Inner wheel house seclion.
Orill holes lor plug welding.
Clean mating surfaces on Inner wheel

house sectlon and body.
Coat welding surtaces with zinc dust paint.

Install Inner wheel house saclion.

L]
Ensure that attachment seals carmectly.

Weld Innar whoel house section In wheel
house.

Weld Inner wheal housé séctlon from
Inside of car.
Grind welding seams smoath.
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Fit In outer wheel house section,
Mark surlaces for plug welding and spot
welding.

Drill holes for plug welding.
Clean spot welding suriaces.
Coat with zinc dusi paint.

Fit in whee! house together with side panel.

Ensure unliorm gap!

Remove side panel.
Weld wheel house.

2141 200

340208

Partlal Replacement Cutting Lina
Determine line for rear window frame and
cut.

A = TOmm
B = 160 mm

Fit In rear window frame.
Clean welding surfaces.

Froduce relnforcement from remalning
section ol new pan (approx. 40 mm wide).
Drill holes lor plug welding.

Clean welding surlaces.

Claan welding surface for relnforcement
on the rear window frama.

Coat welding surface with zinc dust paint.

Pesition and weld relnforcement (approx.
20 mm overiap on aach side).

Fit In and weld réar window framae.
Plug wald ralnforcemeant.
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Waeld rear window frame to wheal house
from Inside ol car and rear window frame
al battom,

Weid panial replacement mating surfaces.

Weld rear window frame o wheal house
mating surfaces from Inside of car,

‘Weld rear window frame 10 wheel house
mating surfaces from the wheel housa.

Fit In side section.
Clean mating surfaces on side sectlon and
coal with zinc dust paint.

3141 209

’! 3410

Fit In, clamp and weld side section,

Weld side sectlon.
Grnd welded surfaces smooth.

Flt In wheel house extension.
Clean welding surfaces on wheel house
extensian.

Fit in and weld wheel house extension.
Grind welding surlaces smooth.
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31 41 33

Fit In side member and mark location of
holes for plug welding.

Drill holes for plug welding In the slde
member.

Clean walding surlaces.

Fit in and clamp side member together
with side panel.

Remaove side panel.

Weld side member.

Grind welded surfaces smooth.

Fit in side panel and ensure uniform gap!
Mark location of holes for plug welding.
Remove side panal.

Drill holes lor plug welding.
Clean welding surfaces.

341 212

3041 218

Apply sealing compound* In opening for
tank fliler neck.

Fit In side panel.
Ensure unlform gap!

Weld side panel.

Weld C-plllar joint.
Spot weld so close together thal a continu-
ous seam s produced.

Important!

Always wait untll one spot Is cold before
producing an adjacent spol.

Danger ol distoriion!

*  Souwrce ol Supply: BMW Paris
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Spot weld In lamp carrler.
Braze water drailn channel and lamp carrier
iransiion.

Brare tall panel and rear side panel joint.

1 = Tall panal mating suriace (brazed)
2 = Bead In rear side panel

Wald transhion between bottom of rear
window frame and side panel.

Braze transhion between botiom of rear
window frame and side panel.

31 41 220

31 48 232

31 47 224

Braze side member cover In door opening.
Grind welded and brazed surfaces smooth.

Tin mating surface in the waler draln
channel and grind smaoth.

Tin mating surface on side panal and grind
smooth.

1 = Tall panel mating surface (brazed)
2 = Bead In rear side panel

Tin C-pillar joint and grind smooth.
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Tin cover lor side member In the door
opaning and grind smoalh.

Tin transition belween bottom of rear
window Irame and side panel and grind
smooth.
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4121 510 REPLACING LEFT FRONT
DOOR PILLAR
{Outer Reol Frame Sectlon or
Roof Frame Partlal Replace-
man Sacllon Remaoved)

Aeter 41-0/1 lor Information on body
repairs.

Remove or disconnect the lollowing pars:

Windshleld

Dashboard trim panel

Aool liner

Engine hood

Frant door

Side panel

Wire harness (rool liner and door plilar)

Remove or cover pars of car which arng
located In the repalr zone and could ba
subjected to heal, sparks or dust.

)
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Uncover wolding seams of end plate.
Grind off welding seams.

Dl off spot welding of end plate.
Remove end plate.

Uncaver and dilll ail spol welding In door
opening, on slde member and lirewall.

Determine culling line for cowl pangl partial
replacement.

Impaortant!

Whenaver possible, mark the cowl panel
panlal replacemant cutting ling In such a
manner that the chassls number does not
have 1o be die-stamped again,
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Cut mlong cutting line.

Uncover and drill ofl spol welding of cowl
panel.

Remova cowl panel.

Remove scrap melal,

Break welding seam at top of wheel house
and cowl panal.

Break welding seam on inslde of door
piflar,

Uncover and break the brazed soam.

Drill off spot walding for the guide of the
door window seal up 10 approx. 20 mm
behind the relnforcomant pipe.

Cut through the Inner plale of tha A-plllar
100 mm before the end of the reinlarce-

ment plpe.
Distance & = 100 mm

Break welding seam of the relnforcement
plpe on the Inner plate of the door plllar.

Drill oMl spol welding for the car |ack
lake-up relnforcament.
Broak welding seams of doar hinges.
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Remove door piilar.
Aemove scrap melal.
Stralghten and grind maling surfaces.

Fit in and cut door plilar 1o slze.

Impartant!
Don't damage the relnforcemant pipe!
Don’t cut the reinforcemant plpe!

Produce reinforcement lor lnner plate ol
tha doar plllar.

Width of relnforcemant = 60 mm

= distance A.

il holes In A-plilar for plug wekding tha
relntorcement.

Importani!
Don't damage the relnlforcement plpa!

Install relnforcement In door plilar 30 mm
deap = 1/2 ol distance A.

Irnpoviant!

Relntorcemant must not cover tha hala re-
quirgd lor walding the relnlorcamaent plpoe
1o the section of the A-plilar remaining on
the car,

?/ /?
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Coal reinforcement and mating surfaces
o the door plilar with zinc dust paint.

Weld relnforcement to A-plitar.

Clean maling surface of gulde lor the door
window seal.

Drill holes in door pillar for plug welding.

Clean maling surfaces on side member
and Nrowaldoor plilar at Inslde.

Clean mating surfaces in door opening
and on reinlorcemant for the car jack
Iako-up.

Coat mating surlaces wilh zinc dust palnt.
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Fit In, clamp and weld door plilar.

‘Weld door plilar from Inside of car,

Weld reinforcement for car jack lake-up.

Weld relnlorcement pipe In top hole.

Grind welded surfaces smoolh.

Fit In and weld gulde for Lhe door window
seal,

# #_F___________,__—n

Braze guide for the door window seal.
Grind brazed and welded surfacos smooth.

Weld and braze side meamber jolnl
‘Weld car jack joint,

Grind brazed and welded surfaces smooth.

Weld door plilar at top of wheel house and

| cowl panel.
1
| Grind welded surtaces smooth.

Shoulder cowl panel pariial replacemant
seéction surface on car,
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Fit In and cut cowl panel partial replace-
mant saction 1o size.

]

Size large enough for shouldering!

Clean and coat mating surlaces with zinc
dust paint.

Fit in and clamp cowl panel partial replace-
ment section.

Weld cowl panel panlal replacement
section.

Grind wolded surfaces smodih.

Tin mating surface of cowl panel replace-
ment section and grind smooth.
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[ | | 4122000 REPLACING LEFT OR RIGHT Mark location of cutiing line and cut roof
| i ROOF FRAME OUTER PAR- irame.

| | TIAL REPLACEMENT SECTION = SO |
i ; (COWL PANEL) PEENT IR, : - | Distance A = 60 mm
| i Note
| : This step 1s shown on the right-hand side.
' :
| .
| ]
! b,
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Reter 41-0/1 for Information on body - ——————— | Uncover and drill off spot welding.

repalrs.
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Remove or disconnect the lallowing parts:
Windshield

Dashboard trim panel

Roat liner

Engine hood

Franl door

Slde panel

Wire harness (roo! liner and A-plllar)

Uncover and break welded seam and
brazed seam.

Aemove or cover pars of car which are
located In the repalr zone and could be
subjected to heat, sparks or dust.

Uncover and break welded seam.
Remaove roofl frame.
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Remove scrap melal,
Straighten and grind mating suriacos,

Cut rool frame partial replacement section
1o size and Mt/ In.

Produce and 1i In reinforcement for the
rool irame partial replacement section.

Widih of relnforcement = 60 mm.

Drill holes in reof frame for plug welding
the reinforcement.

Clean and coat mating surfaces with zing
dust paint.

Clean and coat relntorcemant with zinc
dust paint.

Weld reinforcement to rool irame.

]
|

Cilean cowl panel maling surface.
Drill holes for plug welding tha reinforce-
ment.

Cilean and coal mating surlaces on tha
ool frame parlal replacemant saction with
2inc dust paint,

Fit In, ctamp and weld rool frame panial
replacement section.

Produce welding spols at the cowl pana
joint so close together 1o have a continu-
OUS Seam.

i
Wait unill the spot is cold betore producing
an adjacent spot.
Danger ol distortion!

Braze the A-plilar joint.
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Grind welded and brazed suriaces smooth,

Tin cowl panal mating surface and grind
smooth.




41-22/4

Ma T

41 22 050 Replacing left or right outer
roof frame

(roof outer skin panel
removed)

Body repair instructions, see 41-01,

Remove or detach the following parts:
Scopa: refer to replacing roof outer skin panel

Remove or cover other vehicle parts in the re-
pair zana which could be damaged by heat,
sparks and dust.

MAIZBE

Expose and grind off welded seam.

Expose joint betwean rool frame | rear side
panel,

Dimension "A" = 125 mm.

Expose and drill out welding spots on wind-
shield frama.

Expose and drill out welding spols on rear win-
dow frame and rool frame,
Dimension "A" = 125 mm.

[Drill out spots in rool irame | side irame.
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Expose welded seam and brazing point on A
pillar / windshield frame and open up.

Open rear brazed joint betwesn roof frame /
side panel.

Remove roof frame.

Remove scrap sheet metal and grind down
joints.

Adjust rool frame to il
Clean joints and coal with zinc dust paint.
Adjust rool frame to fit and secure in place.

Mark out spots along roof frame beside pre-
vious welded seam.

Apply spot welds to roof frame / side framae.

Apply walding spots to windshiald frame.

Apply welded seam and brazing point to A pil-
lar /| windshield frame.

Apply spot welds lo rear window frame and
rool frame.,
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Apply brazed seam to joint between roof frame/
side panel,

\\ = Tin out joint and grind down.

Grind down welding and brazing poinls.

3141 28]
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41 22 541 Replacing front roof frame
(roof outer skin panel
removed)

Body repair instructions: see 41-01.

Remove or unfasten the following parts:
Scope: refer to Replacing Rool Outer Skin
Panal

Remove or cover alther vehicle pans in the re-
pair zone which could be damaged by heat,
sparks and dust.

Expose welded seams.
Grind walded seams.

Drill out welding spots and remove roof frame.
Align connecting faces and grind out.

Clean connecting faces on new part.
Adjust new parts to fit and weld up.

Weld up new parts,
Grind down all welded seams.
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41 22 571 Replacing rear roof frame
{roof outer skin panel
removed)

Body repair instructions: see 41-0i1.

Following parts must be removed or detached:

Scope: refer lo Replacing Rool Ouler Skin
Panel

Remove or cover other vehicle parts in the re-
pair zone which could be damaged by heat,
sparks and dust,

MAT1ET E

31 41 291

34111 E

welding surface.
Drill out welding spots.

Drill out welding spots.
Remove roof frame.
Align connecting faces and grind down.

Clean connecting faces on new part.
Adjust new part to fit and weld into place.

Weld new part into place.
Grind down all welding surfaces.
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4131 010 REPLACING ROOF PANEL
(Version with Sun Roof)

Reter 41-01 for Information on body
repalrs.

Remove or disconnecl the lollowing pars:

Windshleld

Rear window

Rool liner

Sun rool

Hatrack

Wire harness (partially)

Remove or cover paris of car which are
located In the repalr zone and could be
subjected 1o heat, sparks or dusl.

31 41 ZBG

3141 287

Uncover and drill olf spot welding In
channel.

Uncover and drill off windshield frame
spaol welding.

Uncover and drill off rear window frame
spot welding.

Remove rool panel.

Impaortant!

The rool panel will be easier to remove by
heating it at the surfaces coaled with seal-
Ing compound and cement.

Exiract the produced vapors!
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Align and grind down joints.

Remove sealing compound frem rool frame
i)
Clean adhesive surlace (2).

Clean contact points for spot welding elec-
trodes through bores in roof frame.

Fit new rool ouler skin panel.

Clean joints.

Coal joints which are not going to be coaled
with adhasive, with zinc dust paint.

Coat adhesive surface (2) with adhesive
510032,

Obsaerve adhesive specifications for body
parts, see 41-0v2,

Caution!
Do not coat retaining thread for roof carrler
bracket with adhesive.

Coar roof frame |1) with sealinng compound *.

Fit rool outer skin panel and secure,

Spot-weld roof outer skin panel along roof gut-
ter.

Note:

Position and number of welding points is
determined by the bores in the roof frame pro-
vided for spot-welding electrodes.

Bores in roof frame for spol-welding elec-
trodes.

* Refer to BMW Parts sorvice.
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31 41 285

Spol weld windshleld frame.

Spot weld rear window frame.,
Grind mating surfaces smoath,

Remove excessive cement,
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41 34 041 Replacing rear apron

MNote body repair instructions!

Remove or disconnect the fellowing parts:

- bumper with impact absorber
- complete cover for trunk floor
- batteries

- car jack

- tail lights

- luggage compariment gasket
- part of wiring hamess

- spare wheel

- forced ventilation

- trim on spare wheel box

- ceniral ground connection

= lock in tail panel

Remove or cover other vehlcle parts in the ro-
pair zone which could be damaged by heat,
sparks and dust.
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Clean joints.

MHote:
To make illustration clearer, trunk lid has been
removed.

Caution!

i= connection point for tail panel
[brazed section)

2= Bead in side panel al rear

Dimension (A) = approx. 20 mm

Roughly cul out reversing light section of tail
panel with air cutter,

Caution!
Disconnect tail panel (1) in tront of joint.

1= Joint (brazing point)
2= Bead in side panel at rear

Dimension (A) = approx. 20 mm

Roughly chisel off tail panel ot outside joint
with trunk floor.

a141 112

11 41113
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Disconnecl joints batween internal reinforcing
members of tail panel and trunk floor.

Mote:

To make the illustration clearer, shown with
tail panel removed: viewed (rom luggage com-
partment.

Remowe Lail panel.

Remove scrap metal.

Mote:
To make the illustration clearer, shown with
tail panal removed:

clean welding surfaces and align.

Clean welding surfaces (new par) and coal
with zine dust paint:

- jaint in trunk foor

- wheel arch extension

- lighting cluster

- internal reinforcements on trunk floor
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Adjust tail panel to fit

Instaliation:
Install tail panel obliquely from below

Ensure that tail panel Is correctly seated on
light cluster!

3141118
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Insert internal reinforcements in trunk foor.
Turn tail panel into correct position.

Align contacl faces ol light cluster.
Secura tail panal with tengs, spot brazing
where necessary.

Adjust tail panel to fit trunk lid.
Engure that joint iz of uniform width,

Spot weld tail panel to trunk floor,
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Spot weld Lall panal at tall light assembly.

Braze waler draln channel and tall light
assembly transition,

Braze 1ail panel and rear side panel joint.

1 = Tall panel mating surlace (brazed)
2 = Bead In rear side panel

Grind welded and brazed surlaces smooth.

314 22T U
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Tin mating surface in water draln channel
and grind smooth.

Tin mating surface on side panel and grind
smoolh.

1 = Tall panel mating surface (brazed)
2 = Bead In rear side panal

Weld Inner relnforcements ol tall panel,

Note:
Tall panel was removed In picture for
betler ustration; ¥iew [rom trunk.
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41 35 110 Replacing complete rear side
panel (up to roof connection)

Body repair instructions: see 41-0/1,

Bumper with impact absorber

= Complete cover on trunk floor
- Battery

= Car jack

- Tail lights

- Luggage compartmant gasket
- Section ol wiring harness

- Spare wheel

- Fuel tank

= Forced ventilation

= Trim on spare wheel box

- Back wheel

- Front seal

« Rear window

« Trunk lid

Remove or cover other vehicle parig in the re-
pair zona which could be damaged by heat,
sparks and dust,

3148 297
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Expose connecling points for lamp support.

Roughly separate side panel beside lamp Sup-
port.

1 = Joint for cut
2 = Bead in rear side panel

Roughly separate side panel on wheel hous-
ing extension.

Drill out welding points beside door opening.
Expose joints between side panel and side
member.

Roughly separate side panel from side mem-
ber.

Drill out welding points on side window and
roof frame.
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Expose joint between C pillar and rool frame,
Determine and separate joinl.

Dimension (A) = 170 mm.

1 = Connecting point
2 = Separating point

Dl out welding polnts on rear window.

Expose and drill out welding spots on wheel
arch extension,

Expose and roughly separate connecting
point on side panel in wheel housing.

A1 41 185 U

31 41 212

3141 293

Expose and saparale connecting point on
windshield,

Caution!

Separate along edge in front of welded seam
otherwize part will become loo short.

Remove side panal,

Remowe scrap sheet metal,
Align connecting points and grind down.

Adjust side panel to fit and ensure that joints
are of uniferm widlh!

Mark out holes for plug welding.

Remove side panel.

Drill out holes for plug welding.
Clean welding surfaces.
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Apply sealant * to recess lor Lank filler neck.

Adjust side panel to fit.
Ensure that joints are of unilorm width!

Weld up side panel.

Weld up connection on C pillar.
Place welding spots 5o close to one another
that a conlinuous seam |5 created.

Caution!

Ahways allow each spot 1o cool slightly before
applying the next spot weld.

Risk of distortion!

* Aeler to BMW Parts Service

I an iz
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Apply spot welds to lamp support.
Braze water gutter and link to lamp support.

Braze connection between tall panel and rear
side panel.

1= Connecting poinl in tail panel
{brazed point)
2= Bead in rear side panel

Weid link between lower section ol rear win-
dow frame and side panel.

Braze link between lower section of rear win-
dow frame and side panel.
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Braze cover on side member in door opening. Tin out cover for side member in door opaning
and grind down.
Grind down welding and brazing points.

na 20

Tin oul link betwesn lower rear window frame
and side panel and grind down.

Tin out connecling point in water gutter and
grind down.

e 322

Tin out connecting point on side panel and
grind down,

1= Connecting point for Lail panel
(brazing point)
2= Beadin rear side panel

Tin out connection on C pillar and grind down,

3 a1 24
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4135 284 REPLACING LEFT OR RIGHT Remove or cover other parts of car
REAR SIDE PANEL which are localed In the repair zone
and could be subjecled to heat, sparks
or dust.

31 41 296

Refer to Information on body repairs!

Remove or disconnect following paris.

- Bumper with impac! absorbers
- Complete trunk floor cover

- Battery

— Car Jack

Tail light assembly

Trunk seal

Wire harness partlally

Spare wheel

Lock In tall panel

Extraction slot

Spare wheel well trim panel
Rear wheel

- Central ground connectlan

- Left bottom hinge

= Trunk lid
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Clean mating surfaces.

Door opening
Slde member
Window line

Wheel house

Determine and mark cutting line.

Cut off along cutting line.

Remove brazing solder.

Driil off welding spots.

- Door opening
- Window line
= Wheel house

31 41 0as

31 41 093

Cut off side member/side panel connec-
lion roughly with a sheet melal chisel.

Take ofl side panel.

Remove scrap metal.

Grind (clean) mating surfaces.
Straighten mating surfaces (wheel
house).

Remave undercoaling on edge of
wheel house,
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Clean shouldered surfaces for parilal
replacement (side panel).

Mark cutling line on new side panel.

Neota!

Consider width for reinforcement.
Relnforcement Is produced from new
side panel,

A =40 mm (1.575") wide.

Cut out reinforcement and cut off sec-
flan not required.

Fit Iin reinforcement on side panel and
drill heles for plug welding.

Fit In and tack weld reinforcement.
Motch at beads.

Plug weld reinforcement.

Flt In partlal replacement sectlon.
Check gaps.
Hote door gap!

t 3141 097

31 41 083

Clean welding surfaces on partlal re-
placement section.

Drill holes for plug welding In partlal re-
placement sectlon.

Coat welding surfaces with zinc dust
paint.

Deoor opening
Window line
Slde member
Entrance
Wheel house

Fit In partial replacement section.

Plug weld reinfarcement on partial re-
placement section at the side panel
mating surface.
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ﬁpﬂ weld partial replacemaent aleng window
ne

Only tack weld door opening (apply individual
spois)

Align door opening

Spot weld door opening

Apply spot welds along joint 0 close together
that a continuous seam |s created.

Caution!

Always allow each spot to cool slightly before
applying the next spol.

Risk of distortion!

Plug weld connection between side member /
side panel.

Align wheel housing (knurl along edge).
Inert gas weld joint in wheel arch,
Grind down joint.

3147 100
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Spot weld wheel housing.

Grind down joints.

Clean brazing around door opening.
Tin out brazed area of door opaning.

Tin out connection for partial replacement.
Smooth down tinned areas.



'“] 41 35 337 Replacing rear left side panel
[partial replacement to
wheel arch)

3141287 E

Body repair instructions - sea 41-041.

Remove or detach Lhe following parts:

= Trunk lid

= Bumper

= Cover for trunk floor

- Battery

- Tail light, left

- Gasket for luggage compartment
- Section of wiring harness

« Lower hinge

- Back wheal

Remove or cover other vehlcle parts in the re-
pair zone which could be damaged by heat,
sparks and dusl
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Clean mating surfaces.

Important!

1 = Tall panel mating surface (brazed)
2 = Bead In rear side panel

Distance (A) = approx. 20 mm (0.787").

Drill off welding spots in lamp holder.

Grind off brazed surfaces In water
drain and lamp holder transition.

Grind off brazed surface on tall panel
mating surface.
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Determine and mark cutting line.

Distance A= approx. 1170 mm (46.063")
Distance B= approx. 1040 mm (40.905")

Determine and mark culling ling.

fi
Make sure of sulficlent distance to the
window.

Distance A = approx. 30 mm (1.181")
Distance B = approx. 85 mm (3.346")

Remove undercoating on mating sur-
laces.

Cut off wheel house exlension along
cutting line roughly.

Drill off wheel house welding spots.

Cut off side panel along marked cul-
ling line.

Important!
Don’t cut through reinforcements.
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Disconnect side panel al marked point on
waler guiter.

Caution!
Do not cut through sheet metal reinforce-
ments.

1 Positien ol sheel metal reinforcements on

water gutter.

Caution!
Do not cut through sheet metal reinforcement.

Remove side panel,
Remove scrap metal, clean joints (wheel arch
extension) and align.

Offset remaining side panel frem Paint 110
Poinl 2 and disconnect at edges.
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Mark out joint on new pan for partial replace-
ment of side panel and cul out roughly.

Caution!
Mote olfset dimension on remaining side
panei!

Produce reinforcement plate lor side connec-
tion of water gutter and drill holes for plug
welding.

Dimension (A} = approx. 30 mm
Dimension (B} = approx. 50 mm

Adjust reinforcement plate to fit and plug weld.

Ensure adequalte overlap
imin. 15 mm all round)!

Produce reinforcement plate for lower joint on
water gutter and weld into place.
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Fit in new part.

Clean welding surface on new part,
Coat welding surfaces with zinc dust
paint.

Drlll holes for plug welding.

Fit in new part, checking for uniform
joint width.
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Plug weld shouldered edge of side
panel partlal replacement sectlon,

Spot weld on wheel house extension
and In wheel house.

Spot weld side and bottom of water
drain connection.

Place welding spots so close logether
lhat a welded seam Is produced.

Impaortant!

Protect rear window zone against ex-
cesslive heat, as rear window could
then leak.

Let one welded spot cool off belore
producing an adjacent spot.
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Butt weld along edge of wheel housing.

Apply individual spot welds along edge of par-
tial repiacement for side panel so close
together thal a continuous seam Is created,

Caution!
Ahways allow each spot o cool slightly balore

applying the next spol.
Risk of distortion!

Align joints with one another,

Spot weld in the lamp support
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Braze water gutter and link to lamp support.

Braze link with tall panel and rear side panel.

1= Joint on tail panel (brazed point)
2 = Bead in rear side panel

Tin out connectlon in water gutter and grind
down.

Tin oul jeint on side panel and grind down.

1= Connacling point on tall panel
(brazing polnt)
2= Bead in rear side panel
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41 35 341 REPLACING LEFT REAR Remowve or cover other parls of car
SIDE PAMNEL (Partlal Re- which are located in the repalr zone
placement Up to Wheel and could be sublected 1o heal, sparks
House) AND TAIL PAMEL or dust.

Refer to information on body repalrs!

Remove or disconnect lollowing parts.

Bumper with impacl absorbers
Complete trunk cover
Batterles

Car |ack

Tall lights

Trunk seal

Wire harness partially

- Spare wheel

- Lock In tall panel

- Extractlon slols

— Spare wheel well trim panel
— Rear wheel

- Central ground connection
- Bottom left hinge

= Trunk lid
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Clean mating surfaces.

Nota:
Trunk Ild was removed In plcture for
better lllustratlon.

Important!
1 = Tall panel mating surface (brazed)
2 = Bead In rear side panel

Distance A = approx. 20 mm (0.787)

Cut out tail panel in the 1all light area
roughly with a pneumalic saw.

Important!
Cut In front of tall panel maling surface
(1.

1 = Tall panel mating surface (brazed)
2 = Bead In rear side panel

Distance A = approx. 20 mm (0.787")

Chisel off tall panel roughly on the out-
side of the trunk floor plate connection.
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Cut off connecting plate of Inside tall
panel reinforcements on the trunk
floor plate.

Nola:

Tall panel was removed In plcture lor
better lllustratlon; view from trunk.

Take off tall panel.

Determing and mark cutting ling.

Distance A = approx. 1170 mm (46.063")
Distance B = approx. 1040 mm (40.945")

Determine and mark cutting line.

Impovrtant!
Make sure of sutficlen distance o win-
dowl

Distance A = approx. 30 mm (1.181™)
Distance B = approx. 85 mm (3.346")
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Remove undarbody protection from connect-

ing points.
Roughly separate wheel arch extension. Drill
oul spots in wheel housing.

Separate side panel al marked location,

Caution!
Do not cul through reinforcement plate.

Cut through side panel at marked location in
watar gutter.

Caution!
Do not eul through sheet metal relnlonce-
ments.

| Location of reinfarcement plates in water gut-

Caution!
Do not cut through sheot metal relnforce-

| ments.
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Remove side panel.
Remové scrap metal, clean joints and align to

Offsat remaining skde panel from paint 1 1o
point 2 and disconnect al edges.

Mark oul joint on new part for partlal replace-
menl of side panel and cul to shape roughly.

Caution!
MHote offsel dimension on remaining side
panel!

Produce a side reinforcemenlt plate for connec-
tion lo water gutter and drill out holes for plug
welding.

Dimension (A) = approx. 30 mm
Dimension (B) = approx. 50 mm
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Fit in and plug weld reinforcement. Clean welding surfaces on new part.
| Make sure of sufficient overlapping — Coat welding surfaces with zinc dust

. atleast 15 mm {0.591") each. palnt.
|
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Produce relnforcement for bollom Drlll holes for plug welding.

waler drain connection.

Distance A = approx. 20 mm (0.T87")
Distance B = approx. 35 mm (1.378")
Distance C = approx. 50 mm {1.969")
Distance D = approx. 75 mm (2.953")
Distance E = approx. 20 mm (0.787")

l S 3141 139U |
Fit in and spot weld reinforcement. Fit In new part, checking for unilorm
Make sure of sufficlent overlappingl — | |olnt width.
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Fit In new part. Clean welding surfaces on tall panel.

Trunk floor plate

Wheel house extension

Tall light assemblles

Inner relnforcements on lrunk floor
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Fit In tall panel and rear slde panel par-
tlal replacement section,

Stralghten mating surfaces on tail light
assemblies.

Hold tall panel In position with clamps,
using brazing spols Il necessary.

Spot weld tall panel on trunk floor
plate.

Weld Inner relnforcements of tall panel.

Note:
Tall panel was removed In plciure for
better Hustration; view from trunk.

N4 3T
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Plug weld along shouldered edge of
side pangl partlal replacement section.

Spot weld on wheel house extension
and In wheel house.

Spot weld side and boltom of waler
draln connection, placing spots so
close together that a welded seam s
produced.

important!

Protect rear window zone agalnst ex-
cessive heat, as olherwise the rear win-
dow could leak.

Let a welded spot cool off slightly
before producing an adjacent spot.

Butt weld along edge of wheel house.
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Spot weld along edge of side panel par-
tial replacement section, placing the
welded spols so close together that a
welded seam Is produced.

important!
Always lel a welded spot cool off
slightly before producing an adjacent

spolt.
Danger of distortion!

Stralghten maling surfaces.

Spot weld In lamp holder.

Braze waler draln and lamp holder tran-

sition.
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Braze tall panel and rear side panel
connection.

Tin and grind down maling surface In
the water drain.

Tin and grind down mating surface on
the side panel.

1 = Tall panel mating surface (brazed)
2 = Bead In rear side panel
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41 51 004 Adjusting left or right front
door

Vehicle musi be standing on lavel ground.

MNote:

Only perform adjustment operation on one
completely mounted door,

The weight of the equipment means that it has
a difterent mounting location than it would
withoul agquipment.

Once the door has been adjusted, check the
adjustment of the side windows.

Door joints 5.5 mm 'P‘f mim

Permitted parallelity deviation 1 mm,
Level offsel of relevant body section, closing
Lo rear is max 1 mm lowards Inside.

41 51 101 Replacing left or right front
door

- Remove pin for arrester hook
Remove and disconnecl cable connector
unit

. Remove door

Convert the following parts:

- Door trim and interior trim

- Control unit and wiring harness

- Window cavily cover strip, oulside mirror,
rear rubber cover, door cavity wealher-
strip and angle section for trim

=  Slde window, window regulator and win-

dow guides

Door lock, door handla

Body maolding on cutside of door

Door stop

Rubber seals

Ater conversion, fit door and align carafully,
sea 41 51004
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41 61 014 Adjusting hood lid

Hote:

The lids and doors are aligned in the body
sheil and bolted into place.

During subsequent movemeant, unpainied sur-
faces become exposed,

These must be touched up In the appropriate
color of paint.

Open hood lid.

Unfasten left and right screws (1) in such a
way that the hood lid can be moved.

Loosen screw (2) on lelt and right with special
tocl 41 6 100 to enable the hood lid 1o be
moved and adjusted.

Naote:
Screws [1) for height adjustment of hood lid,
Screw (2] for angle adjustment of hood lid,

Loosen screws (3) on left and right sides 1o on-

able these to be Inserted in the hood lid.

Hole:
Screw (3) for longitudinal adjustment of hood
lid.

A &1 0003

Summary of hood lid adjustment:
Screw (1) = height adjustment
Screw (2) = angle adjustment
Screws (3] = longitudinal adjustment

Carefully close hood lid.

Caution!

Hooad lid must nol make contact with side pa-
nels, frant trim (bumper) and the hoeadlight
pod covers.
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The distance between hood lid and side pa-
nels and to front trim (bumper) should feature
a unitarm width of gap all round.

The hood lid should be approx. 1 mm deeper
than the sida panels.

Adjusiment dimensions: reler 1o gaps lor
doors / hood lid and trunk lid.

Align hood lid to side panels and to Iront trim
{bumper).

Open hood lid and tighten loosenad scrows.
Check selling and repeal if necessary,

Check sotling of hood lid locks and adjust if
necessary.

A 41 0008

Helght adjustment and centering of the hood
lid lecks

Regquiremant:
No parts may be worn or damaged!

Height of the hood lid:
Tha hood lid should be approx. 1 mm lower
than the side panels.

1.  Open hood lid.
2.  Open clips on air guide cover lor radiator

by twisting.

3. Inser a screwdriver in the groove at the
marked points. Twist screwdriver in
order to release the lock.

4,  Remove alr gulde lor radiator and unclip
Bowden cable for right hood lid lock.
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5. Loosen nut on centering plate until it is
possible to move the centering plate.

6. Unfasten screws on left and righl sides of
hood lid lock untll it |s possible to
maova the lock,

7. Block Bowden cable on hood lid locks lo
prevent the hood lid locks from baing
able to angage.

B. Slowly close hood lid

Caution?
Ensure thal centering plate, centering pin and
hood lid locks are in the correct positlon.

The hood lid must not make contact with the
side panels and tha headlight pod covers.

9. Press down hood lid until the specified
height setting is oblained.

Nota:

The hood lid locks are responsible for the
haight of the hood lid.

10. Open hood lid, tighten scraws on left and
right hood lid locks.

11. Tighten nut in centering plate,

12, Lift interlock on Bowden cable lor hood
lid locks.
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13. Slowly close hood lid.
Chack setting of hood lid and repeat
procadura il necessany.

Caution!
Chack that hood lid locks have engaged cor-
rectly on arrester hook and readjust if necess-

ary.

14. Clip right Bowden cable lor hood lid lock

into place.
Install air guide for radialor,

Check that air guide is correctly seated in
groove (1}

15, Install clips and twist 10 close.

16. Close hood lid.
Check that hood lid 18 In correct posk-
tion and is secured comeclly.

17. Check position of headlight pod covers
relative to hood lid and adjust i Necess-
ary, see 63 12 450,



