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Appropriate protective clothing and goggles should
be worn at all timas when welding, using power
tools ete.

This manual should only be used by experienced
body repair technicians.

Volvos are sold in versions adapted for different
markets. These adaptations depend on many factors
including legal, taxation and market requirements.

This manual may therefore show illustrations and
text which do not apply to cars in your country,

Vaolve owners planning to export their cars to
ancther country should investigate the applicable
safety and exhaust emission requirements. In some
cases it may be impossible to comply with these
requirements.
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Group 81 Body

Special tools

Special tools

Mo Description - Use

998 5006-5 Lifting toel for lifting rear of engine

999 5115-4 Hook for 5006 (2 X)

999 5185-7 Lifting eyes: extension to 5115, right side

999 5186-5 Lifting eyes: extensicn to 5115, left side

999 5236-8 Jig for aligning and replacament of front side numbers, used with 6237, 6238
999 5237-6 Fixture for G236

999 5238-4 Jig arm for checking front section, front sidemember, used with 5236

999 5251-7 Chain attachment for front side member, used with 5262 and 5253

998 5252-5 Chain attachment for front side member, uzed with 5251 and 5253

999 5263-3 Chain yoke used with 5251 and 5252

993 5254-1 Chain attachment for ends of front and rear side members

999 5255-8 Chain attachment disc for aligning wheelarch turret position

998 5256-6 Chain attachment for rear side member, used also as counterhold

999 5257-4 Gauge rod betwean wheelarches, for alignment and replacement

998 9647-4 Spacer reguired to modify gauge rod for use on high and low suspension towers (turrets)
999 5258-2 U-bracket for front side member, used as counterhold and aligning sides
999 5964-5 Gauge rod used for wheelarch turrets

5257, 9647

|I‘..!'J " ‘ &

185, 5186

134 16




Group 81 Body
Checking wheelarch turret position

A. Checking wheelarch turret (suspension tower) position

lengine installed)

Al AZ
0 Stick a piece of tape at approximately center of Measure distance from this point to center of front ‘
: firewall. bolt on wheelarch turret (tower)
Measure 313 mm (12.33 in) from edge of hole for evapora- Low turret (tower) 630+3 mm (24.82+0.12 in)
tor mounting and mark up approx. 30 mm (1.18 in. from High turret (tower) 623+3 mm (24.55+0.12 in)

q upper edge of firewall.

A3
If spring strut is not fitted
Measure distance from center of the hole.

Lf_m.-.r turret (tower) 630+ 3 mm (24.82+0.12 in)
High turret (tower) 623+ 3 mm (24.55+0.12 in)

I—— -




Group 81 Body

Checking front end a.ffgnr;]em

B. Checking front end alignment

lengine installed)

Special tools: 5056, 2x5115, 5185, 5186, 5236, 5237, 5238

g\; \

¢

s
Mote: The jigs must not be forced into position. Q

When aligning the body, the jig alignment pins should be lowered or alternatively the front section of the jig
should be lowered down. The car should be supported on stands or a hoist. Mote that the angle of the front end
can vary depending on how the car is supported,

81
Attach fixture:
(Open bonnetihood fully)

Attach to rear of engine, lifting tool 5006 and 2 hooks 5115
and lifting eyes 5185, and 51B6.

g__... e e BT L W ﬁ“ﬁw&
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Group 81 Body
Cher:kia front end alignment

B2
Remove:

- engine splashguard (if vehicle is supported on
stands)
— gearbox crossmember, see left.

B3
Clean surfaces for fixture 5237

Remove underseal (undercoating).

B4
Attach 5237

Attach it first to the diagonal beam (make sure that
the guide studs are located correctly).

Use bolts supplied with 5237,

B5

Attach jig 5236 to fixture 5237
Attach jig to pins on fixture.

Tighten bolts by hand.

Make sure that pins bottom in forks.




Group 81 Body

Checking front end alignment -

-1

B&

Clean surfaces on front axle member where fixture
5236 contacls it

Swing up the jig against the front axle member, therg
should be a flush contact.

Clamp the jig in this position.

Under no circumstances should the jig be held in
position without the clamp.

B7
Check position of side members at front axle
Slide the alignment pin up into the side member,

The smallest diameter on the pin must fit into the side
member,

The upper groove on the pin must be flush with the
jig.

B8
Check alignment of front end of side members

Attach jig arm 5238 to jig 5236. Slide the alignment
pin up into the front end of the side member.

The side member is correctly aligned if the groove
shown on the left is visible. Dug to variations in en-
gine weight and method of support, pin positions
down to the lowest mark are acceptable.

B9
Cars with air conditioning

The alignment pin hole in the right hand side member
is coverad by the refrigerant tube to the condenser.

Therefore check the left hand side and use the align-
ment pin to sight the right hand side member.

e wﬂ"im;



Group 81 Body

Checking front end alignment

C. Checking front end alignment

lengine removed]

Special tools: 5236, 5237, 5238, 5257, 5364, 9647

|
[!J !

Mote: The jigs must not be forced into position.

When aligning the body, the jig alignment pins should be lowered or alternatively the front section of the jig
should be lowered down. The car should be supported on stands or a hoist. Note that the angle of the front end

can vary depending on how the car is supported.

Clean surfaces for fixture 5237

Remove underseal (undercoating).
Attach 5237.

C1 |

Attach it first to the diagonal beam {make sure that the

guide studs are located correctly).
Use the bolts supplied with 5237,



Group 81 Body

Checking front end alignment

s

c2
Attach jig 5236 to fixture 5237
Attach jig to pins on fixture.
Tighten bolts by hand.
Make sure that pins bottom in forks.
c3

Clean surfaces on front axle member where
fixture 5236 contacts it

Grind off any welding slag.

Swing up the jig against the front axle member, there
should be a flush contact.

Secure the jig in this position with the support stands.

C4
Check position of side members

Acceptable position: The center diameter at the end sec-
tion of the alignment pin should fit into the side member.

Exact position: The largest diameter at the end of the
aglignment pin should fit into the side diameter,

The lower groove should be visible.

The exact position should be used when fitting a new side
member.

Ch
Checking front end of side members
Attach jig arm 5238 to jig 5236.

The side member is correctly aligned if the groove
shown on the left is visible,



Group 81 Body

Checking front end alignment

Ce
Checking alignment of wheelarch turret (tower)
using gauge rod 5964

Max deviation = 5 mm (0.20 in).

c7

Checking alignment of wheelarch turret (tower)
using gauge rod 5257 and spacer 9647

Gauge rod can be used for both high and low turrets by
adjusting position of retaining bolt as illustrated.

Retaining bolt Gauge rod

/

525+1.5 mm (20.69:£0.06 in}

o High turret

Retaining bolt Gauge rod
i

/

§25+1.5 mm (20.59+0.06 in), K i

— @ — @

1038

Low turret

—_ - - —



Group 81 Body

Prepressed parts

D. Prepressed parts

The parts shown below can be used to replace damaged bodywork sections.

lﬁﬁ\“
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Group 81 Body

Replacement parts

E. Replacement parts

Front section including side member
and inner and outer wheelarches

| Front floor section

135237

Pop rivet mounting brackets into position.




Group 81 Body

Replacement parts

A Pillar, lower, inner

12

Bodyside, outer

138376

D Pillar, inner

N—_* N—



Group 81 Body

Replacement parts

Rear floor and boot {trunk) sections

Rear side members and inner wheelarch

Rear wing (fendar)
Wheslarch, outer
D Pillar, outer

orly

[FPE

13




Group 81 Body

General repair procedures

F. General repair procedures for replacement of panel work

Wear appropriate protective clothing and goggles when welding, using power tools etc.

F1

Removal of welded joints
There are several methods which may be used:

1 Removing spot welds by drilling or grinding.
Grinding off bead welds.

Fz2
2 Removing section with a chisel

If the bead weld comprises a thin panel on top of a
thick one, it may be possible to remove the weld
directly without damaging the thick panel.

14

e wrﬁ“ﬁfw

Using a power chisel to remove damaged sections. o‘?
1

L
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Group 81 Body

General repair procedures

F3
Soldered seams

Remove solder prior to separating seams.

Use an oxy-acetylens flame to heat the seam, and
remove the solder with a wire brush.

Fd4
After separating the joint

Trim the mating surfaces with a cutter.

i

F5
Grind-clean mating surfaces




Group 81 Body

General repair procedures

16

Align flanges and other mating surfaces

Use a hammer and a dolly block.

F7
Cut new section to size

Cut to approximately right size.

If possible, position the new section and cut through
both panels at the same time.

Fa
Punch holes in new section for plug welds
Punch or drill holes in upper panel.

6 mm (0.24 in] for panels less than 1.5 mm {0.06 in}
thick

8 mm (0.32 in) for panels more than 1.5 mm (0,06 in)
Space the holes approx. 25-35 mm {1.0-1.4 in) apart.
High Strength Steel

Slightly larger holes, placed 20 mm {0.79 in} apart, are
required for HSS panels.

Fg
Coat mating surfaces with weld primer

Metal surfaces must be bare and free from dirt. Grind-clean
wherever necessary.




Group 81 Body

General repair procedures

F10
Position new section and tack weld
Use welding lype vice grips.
Keep number of spot welds to a minimum.

F11

Check fit

Make sure that the new part fits correctly; for instance by
testing with doors, wings (fenders), boot (trunk) lid, bonnet
{hood) etc.

Fi12
Weld

Spot or bead weld the new section.

Refer to bodywork illustrations for recommendad walding
method.

Aluminum can be welded with appropriate welding equip-
ment.

F13
Use a sanding disc to remove any high spots

Surrounding panal(s) must not be sanded.

Fi14
Drill holes

E.g. drill holes for any new mounting brackets re-
quired.

Diameter = 2.5 mm (0.1 in}
Holes must be drilled prior to painting

e



Group 81 Body

General repair procedures

Fla
Apply filler to joints and uneven sections

Use plastic body filler.
Apply with a plastic spreader.
Mote: With some types of fillers it is necessary to apply a

primer prior to the filler to improve rustproofing of surface.
(Refer to manufacturer’s instructions.)

F16
Grind and file joint(s)

Depending on type of surface select a rough file,
sanding disc or block. f

Fi7
Sealing (caulking)

Smear surfaces with rustproofing primer to improve

adhesion.

Fia
Apply sealer
Use an air cement gun {caulking gun) with a suitable adapt-
er.

(If rear door or trunk lid is replaced apply sealer to new part
prior to installation.)

18
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Group 81 Body

General repair procedures

F19
Rustproofing

On completion of repair and after painting it
is extremely important that the repaired sur-
face is treated with a suitable rust proofing
compound.

F20

The inside of panel sections should be sprayed with a
low viscous rustproofing compound, so that all cavi-
ties and sections are coated. A power spray with a
3607 nozzle andfor an angle nozzle is ideal. Withdraw
the nozele while spraying.

F21

The underbody and wheelarches ete. should be
treated with a thicker rustproofing compaound,

Surfaces whith are exposed to mechanical wear
should be sprayed with an additional layer.

19



Group 81 Body

General repair procedures

G. General repair instructions for aluminium parts

{Wear appropriate protective clothing and goggles when welding, using power tools etc.)

1316

20

G1
Welding

Mot all welding equipment can be used to weld aluminum
parts.

G2
Shaping

Great care musl be taken when shaping aluminium
sheet. If it is not possible to press out the damaged
saction by hand, a hammer and wooden dolly should
be wused — short light blows are best.

G3
Shrinking

Can be carried out electrically with a carbon rod, or
with a gas flame. In both cases, repeated application
of heat followed by rapid cocling should be carried
out until original characteristics are obtained.

G4
Soldering

Soft solder without flux can often be used to repair small
holes. However, the method has its disadvantages - the
application of heat causes high tensile stress in aluminum
sheet which as a result must be shrunk to attain its original
characteristics (a time consuming process).

Soft soldering method:

1. Thoroughly clean surface to be soidered.

2. Adjust torch to obtain a soft flame (LPG can be
used instead) and apply heat until solder melts on
contact with surface,

Thick layers of solder can now be applied to sur-
face without difficuity.

-

-
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Group 81 Body
Welding

G5
Grinding

To prevent heat damage use a low speed disc sander
lapprox. 1200 rpm)} with disc Na. B0,

G6
Filler

Apply filler to joints and uneven sections. Use plastic
body filler. Apply with a plastic spreader.

Mote: It may be necessary to apply primer to surface
prior to filler. (Refer to manufacturers instructions.)
Primer improves corrosion resistance.

H. High Strength Steel

HSS stands for High Strength Steel and refers to cold
rolled steel plate which is especially designed for
pressing. Its strength is obtained by using alloys
{Vanadium, Miobium, Titanium, Phosphorous) or by
thermal hardening.

Compared with standard steel plate, HSS has a
greater tensile strength. Conseguently thinnaer panel
sections can be used without any corresponding loss
in strength, Moreover weight can be saved.

The tensile limit of HSS increases with temperature to
a certain point, this helps when painting, but special
care has to be taken when welding or panel beating
as H3S can be difficult to reshape.

It is advizable to use MIG or spot welding equip-
ment when repairing damaged sections to lessen
the chances of overheating. Do not use oxy-acety-
lene welding equipment.

Similarly when reshaping or realigning panels on
an alignment jig do not use an oxy-acetylene torch
to heat HSS.

It is also important to follow instructions for join-
ing body sections, given on the following pages.




Group 81 Body

Body sections, welding

HSS shown in blue (note that some parts were brought into production before 1985).

Body sections, welding

The illustrations in the following section are intended
only as examples of how the different body sections
may be welded. Preparing the body section, removing
and refitting parts are not dealt with in this manual.
The different types of welds which must be used for a
certain body section are indicated in each illustration
as well as the type of joint. Repair procedures and
hints are also given.

Flug welds can be used in certain cases instead of
spot welds, see page 16, F8-12.

Mote: In some of the illustrations the Volve body
aligner is shown, The fixtures 5236-5238 can howewver
be used instead.

Welding

The majority of the seams and joints are spot welded
during the manufacture of the body.

The equipment needed for this type of welding is
awkward to operate and cannot be used in a normal
workshop. When welding new panel sections, the ori-
ginal finish should be copied as far as possible to
maintain strength characteristics and stability. To be
able to do this the MIG (Metal inert gas) welding

22

method should be used. This method is easy to carry
out and strong joints are formed.

Also a high concentrated melt is obtained at high
energy conditions which prevents impurities weaken-
ing the joint. Moreover the heat dissipation is very
small which minimizes the risk of damage 1o heat
sensitive materials and also tensile stress formation.

MIG welding is used for bead and spot welds.

'S L ‘“'ﬁ‘:'ﬁﬁ-' oy




Group 81 Body

Front section, right
I. Front section, right

Side member front part, replacement
Battery shelf, replacement

Wheelarch outer, welding

Front side panel, replacement

Front cross member, replacement

Spot weld XXXX
Bead weld HHHHH

Battery shelf

1EER

- Measura to centre of
outer hole

Measure to outer
edge of arch

Lise a jig to ensure that the side member
is positioned correctly. Wheelarch outer

Front side panel

55 member
Slits facing forwards

Side pangl and battery shelt

must be edge 10 2008, —— &

23



Group 81 Body

Bottom rail outer, welding

J. Bottom rail, outer
(Use prepressed parts)

Spot weld XXXX
Bead weld HHHHH

-

/
\

| 1
\\
' kS
\ e / ) gi L
; R o e i e g T e ,_,;.fi-"Wiq.H_
= 1.-'-'--'---‘-_-_-‘;.;:ﬁ_#.mﬁliﬁ:'
Mote: If bath inner and outer rails are replaced, dis- Drill holes for plug welds
place joints by 100 mm (2.5 in).
Removing Fitting
Grind off spot welds from reinforcement panel beneath B Test fit door before final welding
pillar {center) and lower bodyside.

24
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Group 81 Body

Bodyside outer, welding

K. Body side, front section outer

Doors, front wing and upper section of body side front section removed

Use prepressed parts

Spot weld XX XX
Bead weld HHHHH

MNote: Plug weld beneath 1|
the &-pillar

K2 ‘
A-pillar inner, replacement

It may be necessary to replace the inner part of the A
pillar when fitting a new body side front section. |




Group 81 Body

B-pillar, welding

L. B-pillar

Use prepressed parts |

=Y

"LI':'J.F_-; L

— |l —

fLes ’:_“"l'.{—u—*nh_ﬁ'| -
— r

Jl
J
|

Bead weld HHHH

L1

Chassis number

If right side pillar is replaced, stamp in chassis num-
ber before fitting new part.

Recommended number size 7 mm (0.3 in)

Lz

If inner and outer B-pillars are replaced displace joints
by 100 mm (2.5 in).

L3

Transfer the nut plate (for door lock) to the new
panel

26
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Group 81 Body

Outer door panel, replacement

M. Outer door panel, replacement

M1

Removal of reinforcement panel (rear doors
only)

Drill out the spot wells on the top edge of the rein-
forcement panel at the rear of the doaor.

M2
Removal of door panel (all doors)
Grind through the edge of the door panel.

M3

Grind down the spot welds on the edge of the doar
panel,

M4

Chisel free the edge of the door panel and remove the
panel.

EOHe




Group 81 Body

Outer panel, replacement

Spot weld AXXX
Bead weld e

Front doors

Fold edge of panel over frame
when installing section

28
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Group 81 Body

Outer door panel, replacement

Rear doors

Spot weld XX XX
Bead weld HHHH

Fold edge of panel over frame
when installing

Secure reinforcement plate

Apply filler to sides before painting

LEEE ]

29




Group 81 Body

Side members, panels,
spare wheel well, tail section,
replacement

N. Side members, panels, replacement
Spare wheel well, replacement
Tail section, replacement

Spot weld 200X
Bead weld HHHH

Side member can be joined behind reinforcement sec-
tion. Reinforcement section is 630 mm (24.8 in) from
end of side member, measured undernaatch member,

Apply filler to all joints in boot (trunk).

30




Spot weld XXXX
Bead weld HHHHHH

Group 81 Body
Rear wing, replacement
O. Rear wing, replacement

Carefully grind section BN
nearest rear window.

Scoring marks should
not be evident,

o1

Transer the nut plate (for door lock) and cable
clip {for cable harness) to the new wing

MNut plate and clip shown on left.




Group 81 Body

Rear wing, rear section, welding

P. Rear wing, rear section, welding
Use prepressed parts

Carefully grind
rear section

Spot weld XX XX
Bead weld HHHHH

Scoring marks should
not be evident

Prepare joint
for bead welding

32




Group 81 Body

Rear body section, welding

Q. Part of rear section, welding
{Often necessary when replacing the rear wing fender)

Spot weld XXXX
| Bead weld HHHH

Locate joint at one of lamp holes to reduce amount of T

welding.

ai

Template

A template can be made of the shape of the rear section,
see left. Place the stop in the center of the templata. This
helps when marking out the center for the lamp opening.

az
Side panel boot (trunk) floor, replacement




Group 81 Body

Rear wing (fender), front section, welding

R. Rear wing (fender), front section, welding

Use prepressed parts

Spot weld XXX X
Bead weld

HHHHE

The wing (fender) should be welded at a suitable point

beneath the rear window. Prepare the joint for bead weld-
ing (butt weld).

R1

Transfer the nut plate and cable to the new part

34
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Group 81 Body

Roof panel, replacemnt

S. Roof panel

Replacement panel sections must not be used to re-
pair a damaged roof. A new roof must be fitted where Spot weld XXXX

necessa ry.
Bead weld HHHHHH

On replacement, the roof panel can be cemented to
the drip moulding to avoid distortion when welding.

Use a two component lype adhesive.

Adhesive

Rounded edges ﬁ;.j‘,'[:? :;_\“_—n;;.--- : __f.l"

51
After removing old panel

— Grind down pieces of roof panel in drip moulding
- Clean and remove grease from mating surfaces
. — Grind mating surfaces of new roof paneal.

Body cement Rounded ad

52
Check roof panel

{This is especially important if a sun roof is fitted) -4 i P
. Make an alignment jig (use a 20x50x1300 mm = %x2x51 in 0-4mm(0-0.16in)

piece of wood, 2 wood screws welded to triangular support
pieces as illustrated).

When sliding the jig over the roof panel the clearance
must not exceed 4 mm (0.16 in). The distance from
the bottom of the cross piece to the bottom of the
triangular support should be 77 mm (3.03 in). Wood
screw centre to centre dimension shouwld be 1278 mm
50.35 in).

53
Install butyl tape on roof cross member
(Mot vehicles with sun roof)

54
Apply insulation paper to new sun roof

Flace paper between roof cross members.

35
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Group 81 Body
Roof panel, A-pillar, replacement

55
Mix adhesive

Pour a tin of adhesive and a tin of hardener into a
strong plastic bag. Tie a knot in the bag and knead the
contents until thoroughly mixed and colour does not
change. If only small quantities of adhesive are re-
quired, refer to manufacturers mixing instructions.

56
Apply adhesive to drip moulding

Cut hole in bottom of bag and squeeze out @ 5 mm
{0.2 in) strip of adhesive along drip moulding. Lift on
the roof panel and locate it with welding type vice
clips.

57
[ )
Spot weld upper section of windscreen {wind-
shield) and rear window
Carefully grind front and rear sections.
Mo scoring marks should be evident.

Spot weld XXXX
Bead weld HHHHE

Mote: The joint with the roof gulter is soldered,
Track weld on the new panel and test its location in relation ‘ Carefully grind window aperture. \

to the door and front wing (fender) before spot welding. Dot not leave any scoring marks,




U. C-pillar, outer panel, replacement

Group 81 Body

E-‘_—p.mar, D-pillar, outer panel, repfacemeni

V. D-pillar, outer panel, welding
s (May be necessary when replacing rear wing fender)

To remove:

Drill out the spot welds in the lower corner of the rear
window aperture, (Not enough space for grinder.]

V2
To install:

Carefully grind rear window section. Do not leave any
scoring marks.

Spot weld XXXX
Bead weld HHHHHH
Spot weld XXXX
Bead weld i'l'i'l'l'i'i"i‘i'J

37
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Group 81 Body

Front side member and wheelarch, replacement

X. Front side member and wheelarch, replacement
wheelarch, welding
Front cross member and side panel, replacement

Wheelarch outer

Front side
panel

Frant cross mermber
Front side member

+ wheaalarch

X1
Removal
Remove front cross member

Remove the spot welds by drilling or grinding. Cut off
cross member,

X2
Remove outer wheelarch

Use a saw or chisel.
Cut in front of the bonnet (hood) spring mounting.




Engine compartment
with side membar and
wheelarch removead.

Group 81 Body

Front side member and wheelarch replacement

X3

Remove inner wheelarch and stay with a power
chisel

Free inner wheelarch from the firewall and cuter wheelarch
and also the stay between the spring turret (tower) and
firewall

X
Remove soundproofing from floor and firewall

Cut free the soundproofing to expose the spot welds.
Drill out spot welds from inside of car.

X5
From under car:

Remave underseal from rear section of side member
and drill out spot welds which have not already been
drilled from inside the car.

X6

Jack up front end

Chisel off the side member from the floor, jacking
point and if necessary the firewall.

Aemove any remains of the spot welds by chiselling
and grinding.

Align all mating surfaces,

39



Group 81 Body

Frant side member and wheelarch, replacement

X7
Installation

Clip holes in the side member-wheelarch for the spot
welds and apply welding primer to 2l mating sur-
faces.

X8

Align side member-wheelarch and lower front
end of car

Full the car towards the floor with a turnbuckie con-
nected between the jacking point and floor.

At the same time press the side member towards the car
floor with a floor jack, see fig.

X9

Check alignment of side member using jig and
alignment pins

Use e.g. jig 5236.

X10

Check distance between left and right spring
turret

Use gauge rod 5257,

lllustration shows the Volvo Body Aligner

X11

Tack weld side member-wheelarch and check
alignment

an
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Group 81 Body

Front side member and wheelarch, fitting

X12
Spot weld side member-wheelarch to:

- floor

- firewall

- outer wheelarch
— jacking point.

Inner wheelarch

Spot weld AXXX
Bead weld  HHHHH

Jacking point

| . Inner wheelarch
| welded to

firgwall

Side member
welded to floor

Side member can be joined behind reinforcement
piece.

M Cut a piece of sheet metal (width 100 mm = 3.9 in) to
,'\_,/ size as follows: place panel in line with drain hole and

mark out the side member and panel. (The panel sec-
tion can be used for the right and left side members

_—Il-"'"-
. —— [ﬂ=_=-———- by simply turning it.)

Drain hole
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Group 81 Body

Front side member and wheelarch, fitting

Joints can be made to inner
whaslarch

X13

Measure to
autermosl hole

Finish weld outer panel
(1050+2 mm = 41.37£0.08 in}

Spot weld XXX
Bead weld HHHHH

High spring turret (tower)

I -



Group 81 Body

Front side member, and wheelarch, fitting

X158

Align and weld the front side panel and front
cross member

Grind all welds.

Front side panal

Front cross member
Slits facing forwards

X16

Apply sealer (caulk)

Apply rustproofing primer, wash primer and hardener
to surfaces which are to be sealed.

Apply filler to joints beneath wheelhouse:

— guter and inner wheelhouses
- outer wheelhouse and firawall
— wheelhouse and side member
— around suspension tower.

Apply filler to joints on engine compartment side:

— wheelhouse and bulkhead
— suspension tower
— front and rear of battery shelf.
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Group 81 Body

Rear wheelarch repairwork

Y. Wheelarch, rear outer, replacement
Body side, rear section, welding
D-pillar, lower section, welding

Use prepressed

parts

Spot weld AXXX
Bead weld HHHH

Y1
Note:
Before welding the lower section of the D-pillar to the

outer wheelarch, the position of the rear side member
must be checked/adjusted to conform to specification.

Fold edge down to provide
space for tank filler tube.

Weld inner
section of
D-pillar first

D-pillar, lower section

Weld outer panel

RO

D-pillar, lower section

N —



Group 81 Body

Index

Aluminum . ...................

A-pillar, inner lower

replacement . ..............

A-pillar, windscreen (windshield) . . .

Battery shelf, replacement ..

Body filler,

Body side, outer
BB st nn Saas

Body side, rear section
welding

Bottom rail
weldlng ooosisivinin i

B-plllar ...............

C-pillar, outer panel
replacement ...

[}
Door panel

D-pillar
lower section, welding
outer plate, replacement

Front cross member
Front end, alignment check
engine installed ... ... ...
engine removed . ... ...
Front section .
Front side panel

High strength steel

Mut plate

(for doorlocks) ...........

Oper-
ation

G1-6

Index
Page
20 Panel sections, replacement
general description .......
25 Plugwelds _..... .. .............
u8 Rear wing (fender)
773 replacement .................
rear section, welding ..........
18 front section, welding. . ........
Rear wing (fender)
5 WaldINg.. . ..ot s ey hes
template o la s L
37 Roof panel, replacement. .. ......
Rustproofing . . ................
24
Side panel, boot (trunk) floor ... ..
Side member
37 front section, replacement .,
complete, replacement .........
27
Boldenng rsssrss iy
44 Spare parts ... ..
37
Specialtools . ....................
43 3
Welded joints, cutting .........
4 Welding primer ... ._..............
7
Wheelarch turret (tower)
21 alignmﬂnt check
(engine installed). . ........
43
Wheelarch
21 front, outer, welding . . .........
+ sidemember, replacement .. ..
rear outer, replacement ... ... ..
26

Windscreen (windshield) pillar
(A-pillar) outer

panel replacement .........

Oper-
ation

F1-21

Fg-12

TToO

o)
S51-7
F19-21

N, Q2

X1-16

F3

F1-2

Fa

A-3

X13
X1-16

Page

14

16

eRe

35
19

30,33
23

23
38

15

11

14

16

B85

45
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Alignment of wheelhouse

r—— )T

145{1 *2# I 'J

S 7 BT
5?5+2|_/. \"' _-._4;1--L-

\\ T “'T’/

High suspension tower 545+1.5 mm (21.47+0.08 in}
ey Low suspension tower 515+1.5 mm (20.29+0.06 in)

,I_‘“'L \ 1450 +2*~_ )

C=High suspension tower
E) D=Low suspension tower

B-pillar oD i o

£

1ao0

Fy

anp ™
pa) B,
i) kil ) H
g H 2 &
5 = 3 i

Bottom of battery shelf should be edge to
edge with bottom of member (test with
straight edgel.
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