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T REFLACEMENT ob ‘."5'?"?‘5. -—-——-—~———--——---—- O - - REPEACEMENT OPERATIONS
(‘a HOODLEDGE e P 'HOODLEDGE
Mommmmwruupmﬂha:bomnmwed.) .- ' 5 - R G e

. Spu:!:z!mlybppanehof}and&lwvwed
" wldi st orioag i1, o0 B O, Use apat I_mmsnu.anou Notes ] “l
cut, hnlu_,m side wwl mp far mg plug boles Align locating haoles following the figure. ®

i
" e
Portions 1o ba waided + A Fromsidemember chuio pam . . 5, Hioodidge pinforcmment Baich B 7kec”
= Front closkey ple parick Front skis mambar cloding piate & cow o "
From side mumber cleming plyz & front ftrt hedsing b Homtiege rinfarent paixh & side o . i _
#rant clazing pime pich +. __ Front skde mambar ciosing piae 3 cawl top * Mig plug weld portion (e} from Praide while
. X . R . lop= < - o4 s " e .
b. i:":::m:'::::‘;:a [y mw.: . s"",':,:;..u portion with * [asterisk| shoukd be welded
from gt houting 1. Hoodhedge renforckmect Sk cond . S ol o from outside.
e Fronsdemenberdoshapies o wa 0
Front side memiriv coting plate & Siedowtp” " T " v F o
Frimt side marmber
[ -removar NOTF_S—l

difficutt to ulign weld points wlnm welding from

Por Tayered Id. But it
¢ rifon {i) f= 2a xpat weld. Butspot o : Dutsde.; (’I\'eld Fmiluiei, will- ofoutif welding &

only one pane! for hoodledge rulnfurwmsm:“’

b oo @)j Y

" REPLACEMENT OPERAT]ONS
.SERVICE JOINT:  eees s

- &_' -

<2 of body parts). S s it : N ,
=L To maintain the integrity of the vehlcle body, work shouid be done obser\nng the instructions descrlbed
% here {particularly No. of welding pomts) P ETIVEE

R - i i i

[Example] P TR R i N HUR

S No::rof weldmg pomts -
Z MIG plug weld (See symbol mark on page 43.)

@ Symbols are used in |I!ustrat|ons to clearly |dent:fy weldlng methods (See symbol mark on page 43.)
PORTIONS TO BE WELDED ' S e e

® REMOVAL/INSTALLATION NOTES - - RNt S
Main service points and special notes for body repair work are described.
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‘GENERAL:INFORMATION

P

Vehicte identification plate

PRI

Vehicle identification nurber {Chassis number)

F.M.V S8, certification label

Emuss;on cantrot
information fabef

Vehicle identification number plate

5G|547

VEHICLE IDENTIFICATION NUMBER
ARRANGEMENT

TANT HIS 3 6P XAK w 000051
' T F'"T ‘ !

Manufacturer
JN1 NISSBH passenger vehlcle

~1~ eyl s

mbemmme—Vehicle serial number’ [

—————Manufactufe'planti=:2 :  ©
Engine type ‘— : : i1 iR S A “oWr Kyushu SR
H: KAZAE-o% o 0 mees o o e 5 P— .

Model year

Vehicle llne S R S = C o K: 1989 year model
S: NISSAN 24osx - '

. ) S Check dlglt (0 10 9  or, X)

Model change (0 to 9) — : The codetor the check dlglt is
o, = determined by mathematical

Body type m m Ao LT . computation.

6. Fastback - -~ Restraint system
PN BT s n e s [ E— S:.Stapdard Tuoge A0 - 0
) ) P: Automatic




{GENERAE
TION. NUMBERS:

IDENTIFIGA

Vehicle identiﬁc-ati.o;'! p;iate Vehicle identification number (Chassis numﬁé})

ERbiF I ERER AR

Plinn anitasititneid alateteds

i

7

" sGIs54

ARRANGEMENT

(For Europe)

JN1 :'Nissana,»..,;;,::-h-,---

R - : Fast Back

0 -

H OOO(EQ

Vehic[em serial; number

U : For Eifope .

— Model.—

000001

Vzhicle serial’ nimbat

1 : means no indication.

3

Modei



WARNING: _ . i
¢ Never get under the vehicle while it is suppo

use sa_f?aty stan

s Place wheel chocks at the front wheels when’
, wheels when the front wheels are raised. ; .« Lo mtmonTal o -

CAUTION:  + RS UM SR SO A

Place a wooden or rubber block between safety stand and vehicle body when the supporting body is flat. >

. %few stand points
i3 .

PP F et
w7y

1 the vehicle, open ithe lift arms as"Wide as possible a
vehicle are.well balanced. .. ;' - :
When setting the lift arm, do_not all

nd ensur

contact thé brake |

2 G e s SRR -G
he il in the siit 6F the lift pad 10 prevent
“¥hesill from deforming” 17 the pad does nothave .
L Ry [P O
the slit, prepare a suitable dtfachine slit. 00750 -

&

aa vl

'éGISSG




GENERAL:INFORMATION o oo

Unit: mm {in}

Europe Except Europe

Overall length 4,535 (178.5) 4,520 (17§.0)
+ Overaltmdth etz vilies 221,690,(66.5) 01
Overall helght 1 290 {50.8)

1,290 (50.8)..

Frontwead | 1,465 (67.7) i 488 (BTT)
Rear tread * " 7Y T 651577 1,460 (57.5)
Wheelbase ‘ 2,475 (97.4_}_ ) 1 2475 (97 4)

FRONT WHEEL ALIGNMENT (Undaden*1)” “REAR WHEEL ALIGNMENT (Unladen®)

For U.S.A. Exept for U.S.AL ‘ ;;....,w..;,.m.._ e For U.S.A, | Except fO[m .S,/ i
& Canada & Canada o ' & Canada
Camber degree | —1°30"t0 0° —1°25 10 5" Comber  dearee | —1°36' to —0°36' | —1° 40 to 040

5°65° - 7°
A M s

Caster . degree
FI Tt Fos ] f &

el TaTS |

Toe-in {Total}

mm {in)

degree

Kingpin inclination

12°30" - 14°00" ~
: . degree

.Front wheel turning angle {
Ful turn*2 o 6 rmne 3B° - 40°/32°+3 ;
inside/outside Vdegree 397 -437/33 39° . 43°/33° *4:; ,

*1: Tankful of fuel, radiator coolaht'ahd'éﬁéin;
jack, hand, tools; mats.in demgnated posmo ; B
*2: On power steering models wheel turmng force- (at clrcum- ;
ference of steermg wheel) of 98 to147 N {10

'i"fu'li."é‘baéé tire
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blllty and”corroswn res;stance a new of antl-corroswe precoated steel |s used. £

Chromate

Organic film

3 «\m

A phosphate\ {:
corrosioi effect are emp[oyed on all body components
CAUTION '

lt is recommended that

"‘, _G nume Service Parts a[so are treated in. the same- manner. Therefore

— 10



CORROSION PROTECTION:

L ANTICORROSIVEWAX___ |

In.order to improve corrgsion resistance;; anti-corrosive wax .is applied :dinside.the -body sillrand-inside-other”
closed sections. Accordingly, when replacing these parts, be sure to apply anti-corrosive wax to the -appro- :
priate areas of:the.new: parts Select an excellent;antlcorroswe wax whtch will: penetrate after applucat:on

and has a long shelf.life, .

ndicates anti-corrosive wax coated portions

Section C—C

Rear'f'i'c’mr‘ ‘tear
Rear floor \ Rear floor

Inner sill~

\side
N

| Fromt .

fender -

Hoodledge ‘ . Rear side

reinforcement L E (?uter Outer-door ! MR Front floor member -

Front side member sill | Iid Rear fender
SectionB-B |  Sectlon D_D Section F—F Section H—H Section J—J'

" Air box « Outer rear Fastback model
) ﬁv/_heeihu_use Outer trunk lid

Quter hood Rear floor rear

N

Vl.nner trunk Inner hood Center
Iid crossmember

fender

. |




' uch & panel is replaced Tor repalred apply'undercoatmg o that ‘PartzUse’an’ undercoatm'g»-i
whlch is rust preventwe soundproof, v1brat|on-proof shock-resistant, adhesive, and durablé. :

catalytic converter w ch are su bjected to heat),
Do not undercoat the exhaust ptpe other parts which become hot and rotary parts
3. Apply bitumen wax afté¥ -

N




-CORROSION:PROTECTION ______

£

R

STONE GI.EIARD";COAT _ 1 ; -
' g@l ,\etc) have an-

efore. Use a coat whlch 1s rust preve wiwe durable shock-
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e BOD Y. SEALING.

| DESCRIPTION

The following figure shows the areas which are séa!é{drat'thefactory; Sealant which has been 'a;p'plied.’ 0t ese
areas should be smooth and free from cuts or gaps. o B .

Care should be taken not to apply an excess amount of sealant and not to allow other unaffected parts to
come into contact with the sealant. " ‘ e : ;

SUN ROOF MODEL
E a View W

R " e
. R

FASTBACK i
liing portions not shown in the
lliustratiqns are the same as those

for coupe.

e ﬁ\’i}ez e

“ZPortion-N

Portion U




i

[l

L Detail C

e BODY-SEALING oo o

DESCRIPTION

35S e KT R T TR T TR P
T ———

Detail E

Detail G




———BODY SEALING ...

~ DESCRIPTION

Detail K -~ -~ -

EEERR IR

Detail Q

1.1 Detail R

i Cuupe model

Tl T




o
P
ki
.‘;’;
&

Fastback model .

,-F'" | Pasthack model

" | Detail U

Y lPewity o T
Fasthack modef .

Fastback model -~

Detail Z

Coupe model .- -1+,

~ 18 =



BODY“CENTER:MARKS

A mark has been placed on each part of the body to.indicate:the:vehicle center. When repairing parts dam-
-aged by :an accident which irgighfgafﬁfe_ct\,th‘ek vehicle frame .(members, pillars,.etc:) more accurate, efféective

repair will be possible by using these-marks together with body.alignment data.

Lo GGt L sl Dvsz

1

' Partion D

Portion H

.-

Portion G abiy L L

Detail A : ) Detail B Detail C Detail D, E

s Upper radiator core ¢ Lower radiator core
sttpport - support * Cowltop ® Front and rear rocf
Detail F Detail G Dstail H Detail |

R ST

0.

¢ Rear waist panel ¢ 2nd crossmember ® Rear ficor front extension ® Parcel shelf

=40 ==




f : .BODY; ALIGNMENT
ES@RIRTIN‘
gauge ltself t0 make sure there is no- free play‘ T IR . .
e When a measuring tape is used, check to be sure there is no elongatlon tvwstmg or bendmg
e Measurements should be taken_ at the center of the mounting holes T T e
. ,
P

1 Vehicle canter
Y ;. Center Tine of front axie
"z Imagmary basa fine
- [200 nim below datum line
{“0Z" at design plan)]

|| @ : L.H. side
. R H s:de

I R :
P : :
; H 4 H
i H [
; : Lo
; : - )
- - H
E i
i
i z
&
7
p
H
i
i
|
H
3
f
[ = 20 —
‘



BODY:ALIGNMENT ...

ENGINE: COMPARTMENT

Unit: mm

. .. SBF193E

— MEASUREME

Unit: mm

/ Cowl top side \/
: . -~ 8dia.(B)° -
. ix ) ~ . ‘.’ o [] ~

Cowl top

L=

SBF220E

— 215~




e
I

~——————————————BODY, ALIGNMENT:

Strut tower

Front side membe:

SBF223E

SBF222E

— 22—

SBF224E




GNMENT ______

ALl

-BODY:

SBF194E

da)

5
7
;

o)
ol
<

For:.U

d

[ MEASUREMENT_ _ 1

*£B6E
*3L¥

w © xE£66
S SPEV'L
009°L .

apis ‘M
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UNDERBODY (For US.AZ

BODY: ALIGNMENT

Cnit: mm,

Front and rear strut tower centers

Coordinates:
D.@
X: 5422

Y: 6356

Front:
Rear:

Y: 2500
Z: 6589

@ 87 di
ONG! 48d|a

Z: 7257

& .o T\\\lﬂ

X: 4745 \/\
ia ’

Y 8BF119C) .

; Coordinates:
®,@

X: 1329

Y. —582

Z: 189

®.®
X: B35

Y: 2,050
Z: 1163

Front side member and fron

end
} Coordinates:

SBF272E




i

edm e

MEASUREMENT

- i 1 .
co._.m,c.wE _u..vuﬂum_ow_a.,oc Bl sy )

4,

aieopul suojsuawIp ||y

idauo jenioe aieg;

SBF389E

26




o UNDERBODY. (Except:for-U:S.A. & Can

“MEASUREMENT ..

.

" *~

EEF390E




‘

UNERWBE)Y(Excepf for:U.S

Coordinates:
0.9

X: 5422

Y: 635

Z: 7257
®.0

X: 4745

Y: 2,500

Z: 6589

Front and rear stry

Rear:

T\\a

Front: @ ;
®

1

@
@

42 dia.

[

Coardinates:
®.®

X: 536
Y: 2,050
: Z: 116.3

| threaded end
Coordinates:
@G
X: 303
Y: 2,635
Z: 658

Rear suspension member rear mbuntinﬁ bolt

A

e AN TE - I

Front side memb

“-. | Coordinates:

®.@
X: 1328

¥ -—582.
Z:189 . ~
®B.O-- :
X: 370
Yi —304

L.H. side

i

i -

(A&, @ 12 dia,

SBF271E

®©.0

Coordinates:

rmem-be_l',‘rear side meinber and rear extension

- P



PASSENGER COMPARTMENT AND REAR:BODY - coure

e T T T S T S o




g e e e s

%

pac]

PASSENGER COMPARTMENT 'AND REAR BODY

Unit: mm

ter front illar standard hole : . TS
@ © 0“ p ® @ Outer fmnt p||lar mdent:on

Ecenter (G dla ¥

€& (© : Outer front pillar standard hole
center {14 dia.) ;

~center |

- @ [ ': Rear fender- mdentmn canter

@ : Extension-rear floor front hole
center {8 dia,)

: Rear fender indention center

@ @ : Rear fender joggle
®™ @ : Rear fenderjoggle

‘® : Roof center positioning mark
®{) : Rear fender joggle

© (@ : Rearfender cérn_er joggle

& : Rear waist mold hole eenter
@ : Rear waist flange end _

E ©:

2nd crqssmemb@r
indention center

Rear ﬂoor rear bumper stay hole

IO Suspens:on mountmg absorber
- centér (30 d:a )

hole {10 dia.} ;

COUPE




- __BODY.ALIGNMENT — _
PASSENGER COMPARTMENT AND REAR BODY

FAST BACK

L MEASUREMENT______ | |~~~ ..




BODY ALIGNMENT ... . o
PASSENGER COMPARTMENT AND REAR BODY

R . FAST BACK

Unit: mm
"~ @ : Roof center positioning mark ® @ : Front piflar outer upper joggle ® (& : OQuter front pillar standard
() :. Front pillar outer upper jogale hole centet (14 dia.)’

1®® ¥ outer frgn; pillar indention
center - PN

() "+ Rear fendsr standard hale center [ (D () :_ Rear fender ii'id:gﬁtl_icj_n center

{6 dia.) . {6 dia.j

W : Rear floor front extension hole

center {8 dia.) (D@ : Rear fender indention center

® : Roof center positioning mark

& : Rear panel upper reinforcement
© (D : Rear fender joggle

. Rear fender - y pan e
- flange end . & B S,"f[?_ﬂ.!"lqwfr[?(rkn o

' ‘® @ Beinf;:.l}ce rear

s i ‘ / ear fender pa!lei upper
> ‘ = 8 ) corggf‘ Joggle: ®

o s S

®: 2nd crossmember indention tenter | (D (D : Suspension mountingabsorber @ (@) * Rear fioor réar bumper stay hole
T | hole (10 dia.) - R center (30 dia.)

= 2nd crﬁ_ésmerh!;ey e
' indention center .

_32_




HANDLING PRECAUTIONS FOR PLASTICS —

HANDLING PRECAUTIONS FOR PLASTICS

. . Heat resisting
Abbreviation Material name temperature
Oc ‘DF)

Resistance to gascline and

Other cautions
solvents-

oo Gasoli d t
PE Polyethylene 80 (176} asoline and most solvents Flammable
e ) are harmless

Gasoline and maost solvents

. } areh if applisd f st is emi
PVC Polyvinyl chioride a0 (194) are armiess if applied for a Poison gas is emitted
: T S very short time (wipe up- when burned.

quickly}.

PP Polypropylene ""90:('194)” L -Gasolme and most sglvents Flammable
. 5 e Lo are harmless - T

ABS Acrylonitrile butadiene 90 (194) © | ‘Avoid gasaliné andsolvents. | Avoid brake fluid.
styrene resin . - ST e e
AES Qi?é:;mtr[ie sthylene 90(194) | Avoid gasoline and solvénts, | Avoid brake fiuid.

PMMA Polymethy! methapy!lge’ge | 790{194) | Avoid gasoline and solvents, ; -Avoid brake ]‘_I_%Jld'.' e

PUR Polyurethane 90 (194) Gasoline and most solvents 1| 0 e fuid
are harmiess. g . R

AAS Acrylonitrile acrylic 95 {203) Avoid gasoline and solvents. . |*Avoid brake fluid, .~
rubber styrene Gyony s R e

PPO - | Polyphenylene oxide 110 (230)

POM Polyacetal = _ - : 120 (248) Avoid battery acid.

PC Polv'cal‘\bona_'gg '”“

PA Polyamlde(Nylon) Avoid immersing in water.

FRP 170 (338): ;| a0 N nd most

: SR are harmless: -

PPC | Polypropylene composite "} I 115 (éégl 7| Gasoliné and most

- Flammable -
o j_are,harmless.' ’ einen i

PBT Polybutylene terephthalate 140 (284) Gasoline’ and r.nﬁlcln)‘sgthsgllven
L e e . | are harmiléss.’ o

TPR Thermoplasticﬁr_qb}ggrq" . |. 80 {176} -| Avoid gasol:ne and solvents.‘:
TPE Thermoplastic elastomer 80 {176} Avoid gasoline and solvents..“. o I

1. When repairing and painting a portion of the body adjacent to plastic parts, consnder their charactenstlcs
(influence of heat and solvent) and remove them if necessary or take suitable measures to protect them.
2. Plastic parts should be repaired and painted using methods suiting the materials, T

~ 33—




R Frontfmlsher

HANDLING PRECAUTIONS F

e TREALELTN N SIS TR S5

o, was

__ATPR)

ary: g Door handle (POM) o
Front fender

$| de turn sngnal

Roaf side garmsh (PP) & :
B e ank‘plllar fmlsher (ABSl

T Instroment panel ;"
(PURPPG. . -
ABS PVC PC)

finisher (PP}
o m— Rear anr

,:_(A.BS), i

‘Dash 5|de finisher (PP)

{ %% = Kicking platé {PP) -
PUR FEE
Lt w)w Rear combmatmn R SR E:;é?r console box -~ - e -
:laimp lens (PMMA ' : ‘ WL
. amp ens(ﬁ .) Rear side flnlsher (PP) . B

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

—34—
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--protector (PP) [ o




HANDLING PRECAUTIONS FOR PLASTICS -

CATION.OF PLASTIC :PARTS FAST BACK

.Rear grille spacer e
o~ ’ T
E E i ) o 7-:=Vﬁnis=h'er-’ SN Bod SldEWEathers b (ABS)
o . oo T : 'Ré;}}‘;ﬁina;"“ﬂp‘P) Lock pillar finisher:

finisher (PP) |

y (ABS} T LT
[ e | iggage Fear
trim (PP}

Front pillar finisher
(PP}
- Door finisher —
APVE) n |

‘ * 'Front finisher
e e = S - :('TPR) Lo

Door mirror —~ Door handle (POM} 3}
AABSY - fET R
Front air Spoiler "
: CAPUR) ., . &
Tnter cooler grille (ABS) - For Europe
Back-up lamp o
; lens {PMMA) : I
: " _{ Rear air spoiter (PUR) pUn ppa panel
' - ‘ Hi-mountéd stop ;\gs' puc
Re f i
ar roof garnish (PP} Side turn .
- signal lamp lens
(FMNA)
#
: i g ; ( ) Center console box
: ear bumper fascia {PUR .
: ’ L pe (PPC} Kicking plate
: - Rear combination {PP}
—~ Rear finisher _. _lamplens .. Dash side finisher
(PMMA) {PMMA) {PP}

NOTE: Arrows ‘. ** {in enlarged portions) indicate the location of symbols used to identify plastic
material used.
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-PRECAUTIONS:

PRE SAUTIONS INOPERATION

1. Wear protectors

s Be sure to Wear: goggies earplugs respirator,
*gloves and_so forthn‘ dependlng

| WELDING PRECAUTIONS | Working cap
\ Goggles ‘
! the work to
clothes,“safety shoes, Respi-

he; perfermed thWérkmg

mg':'cap must be worn as usual:i:

rator

Working:

AR clothes
Safety

goggles

? EE Earpiug
Gloves
{for
welding}

2.

refer to “Llfting Pomts”
3. Inflammablest = sy
® Before start ng reparr

the tank.

¢ Plug the fuel pipe and
Ieakage when removmg
pipes ™ ° :

4. Working environment

* Pay attention to: ventilat

operators.

] Palnt and seafant may generate msonous gases B
when heated by fire, To prevent. this, do, not™: [N
use ‘a’ gas welder . for cuttmg off’ damage 'por-
tions. Use an air saw or an- air chlsel N E

e Use a belt sander or rotary wire. brush for re-
moving pamt from the panel. '

When weldmg parts near the fuel tank be'sure
to’ remove the fuet tank

Plug, the filler port of

brake pipes to avoid
connectors from the

— 36 —




~PRECAUTIONS.: e s i

PRECAUTIONSIN' OPERATION.

5. Vehicle body straightener

e Be sure to use correctly according to the in-
struction manual. prepared by the manufacturer

~of the stralghtener When stralghtenmg a dam-

aged portion, never stand in front of the
machine in the direction that the body is to be
stralghtened Equap w:th a safety chaln in case
of emergency :

Never stand
in front of the
machine.

L PROTECTION OF EODY AND
EXTERNALLY ATTACHED PARTS
~ Protection of body
~Remove Jor ,cover. lnterlor components (seats
instruments, carpet). - , :
e When welding, cover glasses seats :nstruments ‘
" and carpet wrch a heat-resistant material‘ (Thls ,
protection ] oecessary espemaliy-—*

movmg external parts (moidmgs
he body to prevent scratchmg

may cause COI’TOSIOI’I
PRECAUTIONS IN REPI.ACING
OPERATION -
Use of genuine parts ~

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




—————  PRECAUTIONS

Gen;e S o RN AR R

t be ‘.ﬁ?gp\”'é;rly;gq:r'fgrmei;ﬁo thativehicle body will retain sufficient strength and durability..
¢ ‘The REPLACEME Tf@F"EﬁéTE‘ON sectionzin e T
. the: Manual deals: with. the“welding methods, -

locatiois ™ {6 be welded; % number. of weldin
spofc;s {or welding™, )

pitches) for. each body :
port t is-recomménded:tg Perform welding
o.the instructions. o

<

[T Never Lse acetylene gas
welding.. -~ - -

unnecessary ; :
For these reasons, it is_fecommended that-re- |
| sistance spot welding be. used.whenever possi- °
blewe o o ' "
Further, use of mig welding is recommended
for locations where resistance spot welding

“cannot be'utilized. 77 RS BT 0 Seroen
CAUTION:

Gas welding (oxyacetylene gas welding) must not
be used because it causes a decline in strength of
areas surrounding the welded parts.

There are a variety of resistance spot welders on the market. Be sure.to, use a welder with a sufficient
capacity to secure weld strength. Also, inspect welded parts to confirm weld strength, ‘
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- PRECAUTIONS.

m " PRECAUTIONS IN: OPERATION |
Spot weiding ) PRI co h% :
1. Spot welder : : : o i L aets

To obtain sufficient strength at the spot welded port;ons perform the followmg checks and adjustment
on the spot weldmg machine before startmg operatron oo SR - g
{1) Adjustment of arm__ -
a. -Keep'the gun arm as short as p055|b|e to cbtaln :
the maximum pressure for welding. i
b. Secuire!fy tighten the gun arm and tips so that
they will not become loose during operation. '

] ] Use the mlmrnum possable _'
SIS B S length of arm. -

Uneven

length of
|nsuff|0|ent pressure resultmg in: msufflment gun arms
current. densrty and insufficient strength at the Maladjusted
weld, electrode

tip length

‘ .. : A LN iMaI?ad]usteé‘ ot
e P electrode o
di A )  propér size, ahd fileit
: j D =2T + 3 (mm)
cleanly 10 remove burnt or forergn matter from : D = 2T + 0.12 {in}
-----the su rface ofthetipr e — o
T e e e T ‘oD Tip diameter ~ 7o I SO IS RN
Unrt mm (in) T = Plate thickness . .
Thickness (T} | Diameter (D) | {Thickness (Tl Diameter (D} '
06 (0.024) }| a2(0.165) || 10 (0.039) | 5.01(0.197)
0.7 {0.028) :| 4.4 {0.173) 1.2{0.047) | 54(0213) | | T
0.8 (0.031).!| 4.6 (0.181) 1.4 {0.055) | 58 (0228) | N
0.9(91935 43810189} 16 10 063) - '5:_;1;'(,0.2441 e BT opnh N

reductlon is spot ar, ,,‘and these Eead 1o unsuccessful weldmg sty LR LRI
Before begmmng, it is necessary to thoroughly check the condition of the panel and make any necessary

- COrrections. -« - o e e Zren iz miy, stlmo1n nd B
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. PRECAUTIONSL

e

PRECAUTIONS INOPERATION

(1) Clearance between weldmg surfaces:

" Any clearance between the surfaces to be
s welded"“causes poor currefit flow ‘Even if welds-
IR mg can: be- made without removmg such gap, <!
the Wwelded area would ‘become smaller, result- -
ihg in insufficient strength. i

Flatten the two §D7faCes"f0""remove the gaps,
and” clamp them tlghtly wath a clamp before
‘weldlng et :

Incorrect

(2) Metal su rfaces to be welded
¢ Paint film, rust, dust or any other contamina-
- tion on the"rhetal surfaces to be welded cause |
_insufficient current flow and. poor results. - - .
‘.nRemove all. foreign.-matter from.the surfaces to——
be welded o

corrosaon agent:that has hlgher conductmty
It is |mportant to apply the agent evenly even
to the end face of the panel

Before operatlon .

Apply agent to the whole
* surfate mcludmg the end face.

3 Precautions in performmg spot weld:ng
(1) Selection of spot welding machine =
© Use the dlrect ‘welding method.. (For the por-
. tions to which direct’ welding cannot be
wapplled,,use plug welding by mig welding.)
(2} Application of electrode tips —
Apply electrodes at right angle to the panel. If
the electrodes are not applied at right angle,
the .current - density will bevlow resulting in: @ ¢
insufficient welding strength, RE
{3} Lap'welding of more than three metal sheets =

. " more metal sheets averlap, -

Spot -weld twice :f three or,

For portions where three or more metal sheets
are overlapping, spot welding should be done

twice.
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PRECAUTIONS

PRECAUTIONS IN OPERATION!

{4) No. of points of spot-welding: T CE T bl
Generally, the capacity of spot welding machmes available'in“repair shop is smaller thanh that of welding
machines at the factory. Accordingly, the number of points of spot-welding’ should be ancreased by 20 to
30% in a service shop compared to spot -welding in the factory. SR P

{5) Minimum weldmg pitch: : o
The minimum weldmg pitch varies with the thlckness of plates to be wélded.-in general; the values given”
in the following taple must be observed. Note that excessively small pitch aliows the curfent to flow *

through surrounding portions, and this results in insufficient welding strength of the metal./o0 wron

Unit: mm (in)

Thickness {t) Minimum pltch {2}

0.6 (0.024) 10 (0.39) [

0.8 (0.031) 12 (0.47) 2
1.0 (0.039) . 18(0.71) |
1200047 )Y 2010.79)

- 71:6(0063) - v |° - . 27(1.06) SR

1.8 (0.071) o vt 314022) e | e L s

(6) Minimum lap of pane!s §
Observe the foilowmg values for the lap distance of paneIs If the lap dnstance |s too sma!l
insufficient strength and also ina stramed pane[ e :

U nit:-mm (in}

Th_ickpe;; o | “Minimum piti:i:h" (52) . .
6 ST 110 |
0.8(0.031)- | ™ . 11(0.43) |

00039 < T 120047 z

1.2 (0.047) 14 (0.55) ' |
1.6 (0.063) 16 {0.63}
1.8 (0.071) . 17 (0.67)

Be su re to spot weld at the ce
portion.

(7) Spotting sequence:
! . L g e o . . Welding
Do not spot continuously in only one direc ssquencs |
tion. This-method provides weak -weiding due s 5
.. _to the shunt effect of_the current. I the weld-. Good 5 2 4 k3
ing tips become hot and change their color, ‘ Y A 4 . e
stop welding and allow the tips to cool. e
Wrong | 2 3 4 5
¢ — iy =
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{8) Welding corners:
=~ Do: not weld the corner.radius: portron Welding:;
--this, portion.- results, in-* stress,: concentration
which leads to cracks. _
Examp‘les‘ -~
* -:Upper corner of front and*cen’ter piliars;

.~ Carner- . .
. radids

4.

mspectlon explalned beiow can be adopted easily at the time of weldmg Before and after Weldlng, be

sure to perform this destructive inspection to check the strength of the welded portions
The welding spots should be spaced equally and arranged at the center of the ﬂange io be welded

(1) Check by using test piece (Confirmation before
soperation), s qeboedy Fiosin
e Prepare test pieces hainng the same thickness as
the pane! to be welded and weld them togeth-
er. Break the welded port|on by: tW|st|ng and
~ examine the condition of th _ptured portion.

Clamp ‘both™ test~ pieces- together so-that they will
not shp ar move durlng weldmg

e With this test, a_ hole _should be made on one _
test piece by tearm at the»welded portion. I~
no hole is formed“ indicates that the welding
conditions ‘are incorrect. Adjust the pressure,
welding current, current passing time and other
conditions; and repeat 'et until the best result
is obtained, e

. Clamp secu};ly: )
; both test pieees

L T Good T

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

T

_ Wrong

— A%



. PRECAUTIONS

PRECAUTIONS' IN :OPERATION

{2} Check by using chisel and hammer {Confirima- RS
tion after welding) . ! : I A T ?g“’zs'l‘;f“‘::'““

® Insert the tip of a chlsei between the we[ded SO ho &y e 0 5-(0.059:0.0790n) e
plates, and tap the end of the chssel until the - ¢ ;
clearance of 3 to 4 mm (0.12 to 0.16 in) [when
the plate thickness is 0.8 to 1.0 mm (0.031 to
0.039 in)] is formed between the plates. If the
welded portions re‘m‘a'ih normal, it indicates -
that the welding has been done properiy

This clearance varies W|th the location of the -
welded spots, length of the flange, plate thlckness
welding pitch, and other factors. Note that the

Referencea value

value shown above is only a reference value _ 3-4mm
- " : . £.(0.12-046in) : ;

Tap with a hammar

e If the thickness of the plates is not equal the i
' clearance between the plates must: be l[imited to :
1.5 to 2. 0 mm (0. 059 to 0. 079 in). Note that
further, opemng of the plates can- become ade-
struct:ve test. : :
®. Be sure 10 répair the’ deformed portlon of the
pane] after rnspectlon e |

’ Tap with a hammar

Mig welding--- . e e ._._..._MM,,,,,*"‘“&“; _

1. -Condition of panel to-be welded -~ i, urrounding

. AR purtmn of hole
Paint film, rust or oils attached to the surface :
of the panel reduces the welding condmons ;
‘causing b[owholes and - spatter. Thoroughiy
remove any foreign matter from the surface to .
be welded by usmg a be!t sander or W|re brush.

2. Preca’uti‘eh‘s in welding

(1) Plug weldlng

a. Open a hole of 5 to 6 mm {0, 20 to 0.24 |n) Plug welding Butt welding

: diameter on one of the two metal plates to be ; ' 3

- welded .and keep . the. -upper. plate.and Iower
plate in tight contact,

b. Apply the torch at right angle to the plate and
fill metal into the hole at a stretch. Note that:
intermittent weiding leads to the generation of
oxide film on the surface and this causes blow-

[N i : End faces

Holeof 5o 6 mm -
{0.20 to 0.24 in) diameter

> Wald here

tightly
holes. If this occurs remove the oxide film with :
a wire brush,
¢. Make sure that the upper and lower plates are Lower
. piate
welded together tightly.
Section A—A
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tiils to_be welded to prevent

ins. “and to ahgn two metal

sectlon

Tt 3
Much strain
will be
coyosee] catised if
Walding. = ~ ° | welded con-
movamant tinuously.
as a wholé ’

’To f[il the spaces betweenq mtermnt ently
placed beadS“ i

surface of th

metal« into th

7



~REPLACEMENT OPERATIONS
SRR . __ SYMBOLS FOR CUTTING AND

7. DESCRIPTION - WELDING,BRAZING OPERATIONS
The identification of the cutting and the welding/brazing symbols used throughout this guide js given in the
following pages.- -~ - - . . B ST P aven e

Y BEEE

Saw'cut or
air chisef cut

® . @ . L B 2-s'p0"t welds ~— —
Lo e - --| * (2-panel overlapping porfions)
2-spot | S
welds
SpOt T .
weld @@@@ ;
35pot S
welds

3-spot welds
(3-panel overlapping portions)

MIG {metal inert gas) ——
plug weld » [ﬁ

Mig seam weld/ m ——
Paint weld o e

Brazing

Sealing
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* _indicates that there is an equivalent welding norti

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

Portions to be welded -

Upper hoodledge

Front lower hoodledge &
coré support assembly
Eront lower hoodledge

- plate patch™..

side radiator side member...

Frontside member & front closing

. Front Jowér hoodledge & side radiat

f.
. core support assembly .
Front lower hoodledge E
9. : Upper hoodledge

__INSTALLATION NOTE__

Align locating holes and inst




REPLACEMENT OPERATIONS
RADIATOR- CORE:SUPPORT (Partial Replacement)

Service Joint

i ‘be welded L : e T e
Portions to be we Side radiator cere support ~f. * Lower radiator core support

c, .
a.  Upper hoodledge d.  Uppet hoodledge ’ Lower radiator core support assembly
e.  Front lower hoodledge :

b.  Side radiator core support
) o Side radiator core support assembly

Service parts for radiator core support are available
in 4 parts in addition to an assembly |

Thus, only the damaged part need be replaced. The
procedure, whereby side radiator core support and
upper radiator core support -are replaced simulta-
neously, is described in the page that follows.

Upper radiator
core support

Lower radiator
core support
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~-REPLACEMENT: OPERATIONS

RADIAT.R CORE: SUPP.RT (Partial: Replacement)

Allgn Iocatmg holes- (posmomng ‘arks) and e e
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REPLACEMENT OPERATIONS:

HOODLEDGE

(Work after radiator core support has been removed.)

| Service Joint .

Portions to be welded -
. Ided d.  Frontside member closmg plate

a. Frontclosing plate patch Front side member closing plate ;
Front side member closing plate & front strut housmg
t¥ront &ldsing plate Datéh 7. " n7 e, "\-Front side mermber closing plate & I

b - Front side member: iclosing plate “ - ., lowerdash panel . ' Side cowf top -

" Front side member ‘closing plate & _ Lower dash panel ; ‘Lower dash panel”
front strut housing “f. - Hoodledge remforcement & 5|de cowl - . Side cowl top
c. Front side member closing plate o top : Wi 7 o

"~ Frontside member closing
front side member

Side cowtl t_op

f . K ﬁ

1

6 Portlon (i) is 2 Iayered'spot weld But spot cut
; only one pane! for hoodledge reinforcement.

Hobdledgs
reinforcement{_ o

Lower dash panei
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REPLAcEMENfopmATmNS
- HOO| l, EDGE

Stop eut” onl"““""‘“’ﬁ' panef§ of 2 and” 3«Iayered | INSTALLATION NOTES
welds at portions (g) {h) and (j). Use spot .

cut holes . in sude cowl- top for MIG plug hoEes Align locating holes as shown in the flgure
when welding service part : ;

fmm dig.” becal
Wil be used as M

Hoodledge

As Iower dash panel is sandwmh steel plate it is
dufﬁcult to align- weld pomts when we!dmg from
outside. (We!d fa:lure w1l! occur “if Weldmg is
made at. portl *w1th melt sheet" overlapped_)
Accordmgly, _MIG'pIug weld from |n5|de

— 50



REPLACEMENT:OPERATIONS

:. “Apply Tan 'al"]ﬁ-(_:OI"rOSiVB"‘ agent o “welded parts
and inside of side cowl top !
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'REPLACEMENT

HOODLEDGE: (Par

N T pae Vg

OPERATIONS

‘Replacement)

(Work after radiator core support has been removed.)

Service Joint

Portions to be welded

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

front strut housing

=]
3

Hoodledge reinforcement

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

The procedure, -whereby partial replacement of
upper hoodltedge and front lower hoodledge are
replaced simultaneously, is described below.

Z Front strut housing

Hoodledge reinforcement

e Upper hoodledge

Front lower hoodledge

— B2




'HOODLEDGE (Pattial R plti‘“

'REMOVAL Non-:s__l .

. Cut off upper hoodledge as shown in"figure, cuttmg
then remove with front lower hoodledge

e When cutting upper hoodledge, be careful
¢ ..not to damage hoodfedge remforcement '

. Hoodledge
s orel nforcement i

in same posmon as that of vehicle™ body for
p05|t|on|ng S

Lappmg allowance o




REPLACEMENT OPERATIONS —

[

Servrcez'.'.lomt

Port}____ns to be we[ded Lower dash pane! & front side member N

a: Front closmg plate patch - gxtension’- | :
: Front side member closing plate & e. Frontside member closmg plate & )
L Front closing plate patche—. - e e s TrONT side member extension J-"'

b. Frontside member closing plate f. Front side member c|osmg plate

Front side memper reinforcement & e ks

Lower dash panel
¢. Lower dash panel

extension Front side member closing plate &

front side member extension - n.
: ’ extensmn

front side member extension =l - e I
Lower dash panel & front side member h. Front side member closmg plate .

*" Frant closing plate patch
,kFront 5|de member closing plate &

Frant snde member c!osmg plate &

" fronf'side member extension’

Front side member’ extenslon

Lower dash panel .
Lower dash panel & front srde member

- extensmn

Lower dash panel & front side member

[ REMOVAL NOTES______ |

o Spot cut through weld portiens (c}, (e}, (f)
and * (asterisk) in {b).
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REPLACEMENT OPERATIONS ___

2~ FRONT:SIDE:MEMBER

~ Align front “suspension - miermberH

e Bend parels as shown in figure to“fat:i']it'eit”é“‘i':_f

removal. . . 7oer i installing front side member closing pla

P -
iont side member
‘ Front side Front side member
member closing - closing plate
plate i
-~ Front side member extension - 7

L INSTALLATION NoTES | * gy

o Install front side me_rhﬁef, correct bent front
side member extension, then weld front side .
member and front side member extension. P S

. '~';~:\"‘._ Positioning
\ rﬁark_ Vi

-.® _Apply._anti-corrosive .agent to inside.of front
sidé member.

0 Grind welded portions.




FRONT SIDE MEMBER- Partia

_ REPLACEMENT OPERATIONS ____

e

Replacement)

Lo Butt foint - -
A

Patch joint
welding.

welding

‘:_j___Portions to be welded

c. Front side member remforcement =,

" " Front side member clgsing plate . -

a. Front closing plate patch d. Front lower hoodledge "Front clgsing plate patch AR
Front closing plate patch & front ‘side Front lower hoodledge & front s:de Front closing plate patch & frent side -
- - member closing plate member elosing plate. ) ¢ member closing plate
b. Front side member closing plate e, Front side member closing plate - A.  Front side member
e Front side member and front side member’§ -

closing plate service parts are available. The:
front side member ciosmg pla’tes are avatlable’
in 2dw|ded smgle parts ih addltion to an':

assembiy

"_‘Thus .the damaged area alone can be rep!aced
The procedure for replacmg the front closing
-plate patch and partially- front side member’

simultaneously are described below.

" Eront side member

Frunt side member
closing plate’ :

Front closing plate patch




e REPLACEMENT:OPERATIONS .
FRONT SIDE' MEMBER (Partial. Replacermart)

L _REMOVAL NOTES |

elding-

INSTALLATION NoTES

e Scribe a straight line on the front side mem- o _Put_gum tape on the front side ‘member.. Cut.
ber along the hole centers as shown in figure, : off gum tape along front side member edge
and make holes in the gum tape at front side

member holes. w2 T

*: Pimensions of left side parts Unit: mm

e (Cut off front side member along scribe line.

Be careful not to damage front side member ' o
e Remove gum_ tape and._fix it_to service part,

reinforcement and do not cut on the hole, o ; _ 2
: . - aligning the front side member flange end and :

" holes: L el
¢ Scribe a line at the end of the gum tape.

Scribed line 7




REPLACEMENT OPERATIONS

FRONT::SIDE MEMBER"
—BUH Jomf

at the

Front side m
reinfoycemen

+ align front side member holesdnd front closmg;
B plate patch bolt as shown in flgure '

as mdlcated |n “BODY;

Install seﬁfié
wmg Wheh - domg this,; -

ALIGNMENT:

§

Apply an anta«corros;ve agent to welded parts
and inside of front sidé member. ;

—5g



REPLACEMENT: OPERATIONS

FRONT SIDE MEMBER (Patiail Replnlancémenf)
—Patch Joint Welding-

I—REMOVAL NOTE___.J

e When removmg panel, use procedures outlined -
in section titled “BUTT: JOINT WE LDING” -

L_INSTALLATION NOTES_J

For patch-joint wetdmg, proceed as fol]ows
Prepare a patch panel [20 mm (W) x40 mm
(L} x 1.8 ‘mm {T)] as shown in figure beiow

Use: serv;ce ‘part Ieftovers to-make a patch panei -

to improve ‘work efflmency

o Drill 6 mm dla plug weld holes on portlon (A)

e Fit patch panel to service part ar

Service part

DUTSIDE
|

RN . ANNNNNNY

® Allgn ser\nce part with body. Plug weld at

portion (A*) first and then MIG seam weld as
_ specified. -

e Perform subsequent operations uéing pro-
cedures outlined in section titled “BUTT-
JOINTWELDING".




i

oo REPLACEMENT OPERATIONS sowococnone oo

H

al <" n_ﬁer f;or‘ff”p'i‘ilmar

b, - Side cowltop« ~ -
¢

d:

Inner side cowl. top ) - - g-  Upper dash & side dash

" Portions to be ielded _

- h.  Lower dash

Inner sill extension

i e.  Side cowl top & upper dash
1 Upper dash & lower dash
“Tf 7 Upper dash & side dash .

Inner sill extension & lower dash

Outer sill L :

Outer sill & irines sill extension

Dash side & inner 5ill extension :
Inner sill extension ; :

Outer sill -

: 6_: Before
roof,

&

'_rcutting’fl_f_orft{'ip illar, be sure to support -

— B0




FRONTPILLAR

Buttmg position is 300 mm away from locatmg
hole. . i

It s better to butt at thus pos:t;on due to its
construction.

¢ .. Determine cutting pasition and record distance

from locating hole.Use this.distance in cutting
service part. Cut outer front pillar at 60 mm

" above cut position of inner front pillar.

-Using a cuttmg jag
it will? permit ‘service

at joint position,

tocut.Also;

pillar..”

Ag,i-}:\cumng iig is as follo' "

‘AL Cut posmon of outer plllar
- B: Cutpositionofi mner pillar -
Align cutting line with mark on jlg and clamp

IVlark cuttmg hnes

o

jig.

HA




“Weldparts toibe ‘Butt-welded 55 far as flange
v end portton Fm:sh welded part wsth a sander

¢ Drill MIG. plug weEd hole '"af ‘portioh’ {i) of
S semce part““" LT e sofdermg

i

o “install sérvice part 35 indicated
ALIGNMENT" drawmg

lnstalt door and front fenderm Check cleé“i:’-f
ances, grades and paraliehsm :




REPLACEMENT:OPERATIO}

OUTER SILL

Service Joint -

Portions to be wgide!d’ )

a.  Frontnpillar o
Front pi!lar & inner 51!1 extenston

Frcmt p:iiar & mner s;ll extension
Inner s:ll :

“tnner sitl & inner silt extensncm A ¥ Outer snII




-~ REPLACEMENT: OPERATIONS

[ INSTALLATION NOTES_____ |

fO. Accurately cut off service part as shown in

Rear fender

/ Outer sill ! .
Quter sill presshne N

“MIGseam weld portions (A). F|n|sh we

parts with a sander,

. Install service part

mnt fenc_ler xnsta!!ing hole

Dl’i“ MIG plug weld holes, with a.flat dr|II i
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REPLACEMENT :OPERATIONS

OUTER SILL(Partial Replacatient)

Service Joint

R TR a)

_ ¢ and f: Welding pitch is approximately 25 nm, !
. s - | //

- Inpersil .
Irinér §ill extension -
Quter sill ~ - ;o

]Porti_ori;:td be w 1

po o |

4. Frontpillar 7
i Front pillar & inner sill extension
b. inner siil exténsion ‘
: Front pillar & inneér sill extension / SR

i REMOVAL NOTE ] / —

» “Detérimine ‘butting pésition, avoiding ‘Guter sill

brace and holes.
o a Possible cutting limit

Y,

_—

et
W i
T
ﬂ'faz/,/'i;’?if,//‘}’z,i!
- i

7 /

i
7
T

e Unigr mm




— REPEACEMEN

o e A T P S A LR IS L SN Ry
E———

| : .upper part of outer sill with tape to prevent
‘@ Cut off service part, leaving its hole in same . chips from entering. ;
position as that of vehicle body for posi

-!Qﬂf?"“':m_
_i T

T

A|ig\{lil’l§ holes

,'p"qr'jc:ion (A) is -not
g, finish-by solder!

Tamen

- P'?CB service ‘part; aligre=it ;hﬂ_.lE;fwi'th"‘tx,ét;'bfw?

vehicle body, and perform

: s « : b i e so e e TOR .Vl B T 42 e iy
. hen welding, temporarily weld each press line e Be sure.to treat inside of puter sill with an-anti-
H i3 . : Loy ! VIR SUF LIRS . L RUTITENAAE LT " et BT -
; \first to prevent movement. ; : corrosive agent,




REPLACEMENT OPERATIONS o .

REAR ‘FENDER

Portions to.be welded .. ... _ ; -
{A. Rear fender _ T T'O%er sill & outer rear wheelhouse j
!B. Rear fender ) f.* Rear floor side ; )
a. Rear combination famp base e 1
: Rear combmanon Iamp base B rear.” B
. s .. fender corner M.
:C. Readr fioor side N. inner rear pillar
Rear panet Q. Fuel filler lid base
id.  QOuter, Sl” . Rear fender corner P.  OQuter rear wheelhouse :

QOuter 51II & outer rear wheelhouse ’ Rear panel & rear fendercorner.. ... . . {Notwelded to-rear-fender) - v e

N d- Rear fender carner d.  Inner rear pitlar & lock piHar
. o ; - seat belt anchor




—eeeesere . REPEACEMENT::

OPERATIONS —__

REAR:FENDER

COUPE

o Panel.can be jointed at any portion.- - - -

' Wheri, cutting rear fender, be cargful ‘not to | = .

d\a_rﬁ'égéf'!gck pillar seat belt ahchdffi =

Lock pillar -

“REMOVALNOTES | [ =

_ .seat belt anchor - < Inner rear pillar

Butt \.&éid posit_ion 55
. Make rear pillar part {A) of butt weld within
-300 mm of roof flange end. T .

. Possible cutting fimit {A)
; (Avaid corner sections.}.

_ MIG seam weld and finish welded parts with a
_sander, - <

-+ L_. __INSTALLATION NOTES |

¢ When =_ins.fcralling service part, set rear panel
and rear cjombinatioh famp base in place simul-
taneously, and check various dimensions of
part locations according to “BODY ALIGN-
MENT"- drawing. install door and trunk lid,
and check clearances, grades and parallelism.

PPk e wden,
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— REPLACEMENT OPERATIONS o

vang Teas REAR FENDER® . coupt

& Solder joint at portion (A)” {roof ‘and Trear
© fender), and then apply an anti-corrosive agent
0'Gpening of inner rear pillar and other welded

portions. -




-REPLACEMENT O

s

PERATIONS—

Portions to be welded

A.
B.

a.

Rear fender

Rear fender

Upper inner pillar & lock piilar seat
belt ancher

Upper & lower Inner pillar

Lowver inner pillar

Cuter sill

Quter sill & inner sill

Quter sill & outer rear wheelhouse
Outer rear wheelhouse

Quter rear wheelhouse .
Outer rear wheelhouse & trunk floor
side

Trunk floor side

.m.

Trunk floor side & rear combination
lamp base )
Upper inner pillar

Upper inner pillar & rear pillar seat belt
anchor

Lower inner pillar

Upper & lower inner pillar

Upper inner piflar

Upper inner pillar & rear roof rait brace
Outer sill .

Quter sill & outer rear wheelhouse
Rear combination lamp base

Rear fender corner & rear combination
lamp base

Trunk floor side”

Rear floor rear

"

L4

Rear sideé member

Rear panel

Rear panel & rear floor rear |

Rear fender corner

Rear fender corner & rear panel
Rear fender corner

Lower inner pillar

Lower inner pillar & inner rear pillar
reinforcement ’

Upper & lower inner piflar

Upper inner pillar & inner rear pillar
reinforcement

~ Upper inner pillar

Fuel filler Iid base
Outer rear wheelhouse

o FO



REPLACEMENT OPERATIONS .

REAR'FENDER - rasteack

o:. When cutting portion' (B), cuse »
not to damage mating parts.

chisel iso as.

_REMOVAL NOTES _____

e The inside body construction is shown in the
figure. '

Rear pillar-seat - .

_Loék pillar
seat belt anchor -

Inner rear pillar .
reinforcement ... . e T ———— e

[ smauaTion NoTes___]

* Cut off rear fender portions (A} -and-(B) as, e Before “inst Ilng rear- eﬁd_t_—‘_:_rlkﬁgpp[y sealant’
- shownin figure. - . - to fuel filler 1id 1 spot weld to rear
Be careful not to damage lock pillar seat belt’ i fendé'jff;'“” :
anchor and-rear pillar seat beit anchor: . . | ; Lol

' ' Apply sealan_"c io"-Wheéf.‘ér,chj“'-.g:_;"'
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REPLACEMENT ‘OPERATIONS
REAR EENDER | FAST BACK

«:. When' “installing sérvice part, :bessuretoralign. e Weld part fo Be butt welded up to flangg end"
locating holes. .= "pwﬁrtlwoﬁ‘ e T ST i

e After welding, apply an anti_féQrfpsive agent’
to inside of welded part.

2~



REPLACEMENT OPERATIONS.

REAR’FENDER {Pairfidl ‘Replécérment)

"o TMIG 'seénj.'we'l'd butt ends.

b @rig i B e

EMOVAL NOTE__

e Cut off damaged pért

ion with lap allowance of
about 50 mm. - o

e Remove any iron particles with vacuum cleaner |
; t rust and carrosian, R

L INSTALLATION NOTES
¢ Cut off service part leaving: 50 mm
lowance with mating part.

L Lapping allowance
50 mm

Install service pait ih place with vise clamps, .- -
.+ and cutoff in'middle of lapped part. -~~~ S




REPEACEMENT OPERATIONS ———

- OUTER:-REAR“WHEELHOUSE.

{Work after rear fender has been removed.)

COUPE
FAST BACK

here i an equivalent welding portion |
msions on the RUHIside.™ ™ 7

et
d ®8orm 7
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- REPLACEMENT :OPERATIONS

Portlons to be we!ded c.' Inner rear wheelhouse e. Innerrear pillar & i inn
: ; ; ; d. Inner rear wheelhouse house

a.  Quter sill & inner sill

b Outer sill Inner rear wheelhouse & inner rear Inner rear wheelhouse

’ f.  Trunk floor side

piltar

L__REMOVAL NOTES

_INSTALLATION NOTES _____ |

-Welds at- portion (c) are not acceSSIbIe as they

» -~Install service part with locating holes aligned

are shielded in body 5|II So take followmg steps; S
to cut it. \ . .

: /Outer rear wheelhouse :
)7 inner rear wheethouse
/ -

-accurately. .-

Outer sill ™
.

- Cut - off--outer -rear ~-wheelhouse -as shown in--- ~—-

-panels.instead of using.spot.welds.--

At portlon (c), MIG pamt weld (3 pomts) ]omt
between : inner and Outer rear wheelhouse

_ flgure Be careful not to damage outer SIH
2 Cut welds with a belt sander.

CaAftar w%ldmg, apply an’ antl-corroswe ﬁgent to”

inside of body s1il and other welded' Ppartsi’




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

Fuel tank bracket

Rear floor rear reinforcement
Rear side membsér’ )

: Rear side member = :

Portiohs to be welded ‘ b
; 3 o b Rear combination lamp base

Bear-cambination lxing base & rear
floor rear

‘c. Rear floor rear i
Rear floor rear & fuel tank bracket - -7 .

- a! 'Rear fender corner -
© Rear fender coner & rear combination |
lamp base e

R R Y

L REMOVAL NOTE | [~ INSTALLATION NOTE
e. Cut off damaged portion so that welded part: e When installing - SEF\';;I_‘QE part, align locating .
can be easily spot cut later. . . * holes. '
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— - ——— REPLACEMENT OPERATIONS

“REAR PANEL

FAST-BACK

| Service Joint

®4a 7 e®4 o
m 15

* indicates that thers is an equwalent weldmg portlon 1
with the same dimensions on the R.H. side.

Portlons fo be welded

R . b - Rear combination lamp base - - .. - - d. Fuel tank bracket™
a.  Rear fender corner e Rear combination lamp basg & rear . - e, Rear floor rear reinforcernent
Rear fender coner & rear combmatlon floor rear s - I
lamp base c.  Rear floor rear

Rear floor rear & fuel tank bracket

[—REMQVAL NOTE | 1 L INSTALLATION.NOTE ... |

e Cut off ‘damaged portion ‘so that Welded part e When mstalhng service part ahgn Iocatmg
7 ¢an be easily spot cut later. -~ héles T




(Work after rear panel has been removed.)

Service Joint

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

Portions to be welded e . :
) : c. Spare tire clamp bracket =7 e f.  Rear crossmember center

a. Rear floor side™ . d. Rearfloarside ™ o5 mii v g. Inner rear wheelholse

b. Rear side member e. Rear side member LD Rear floor side |

L REMOVAL NOTE

L INSTALLATION NOTE |

o -Cut off dam'agéd'yp:c‘;rtibﬁr so that it-is gasy 1o
. work with,

-e - After welding; spray in an anti-corrosive agent
-~ from rear opening of rear side member.

78~



. REPLACEMENT OPERATIONS

REAR SIDE MEMBER

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

Service doint_~~ © ooTE s

Portions to be welded

a.
b.

¢.  Inner rear wheethouse . :
Frant floar d.  Inner rear wheel house & rear floor frof
Inner rear wheelhouse e. Rear floor front

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

.




®  Aligriservice part at center rear crossmember™"""g " Apply” dnti-Corrosive wdx to inside of rear side
talling. . "] ~ -~ méinbers “and. undercoating to. underside of

£

T

positioning mark when ins

] NlCenter rear
"t / crossmember
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. REPLACEMENT 'OPERATIONS ..

REAR-SIDEMEMBER ‘EX

Portlons to be welded - .,‘;js-"f':'

¢+ - Rear floor rear
d.  Rear side member
e Rear side. member

a. 2
b. Rear combmatlon base

Rear combmat:on base & rear floor
(rear .

an assembly and. two smgle parts “This section
_ glves replacement ‘procedures for rear side
‘member extension.

Rear side member
extension .




REPLACEMENT OPERATIONS

REAR-SIDE'MEMBEREXTENSION

at“portions (a), (b)7{el, (), (f) and (g) when

: ber,
installing, use those holes, as MIG plug weld. - - -

o Dril lVI‘IG \p‘Iu“g‘ weld holes on rear side mem-

* .To.remove welded panel (e), = - positioning mafk
: - IOWS: [ oA e o e 3

@ Spot cut welded portion (e*).

de member and rear floor
_before installing service panel;

@ Roughly cut panel off with an air sawas
—--shown:- Remove extension. ~ =~~~

'3 Remove points spot welded to rear s;demem
: per..

Rear §ide member

""" extension




_, REPLACEMENTOPERA‘!‘IONS St e o

REAR SIDE: MEMBEREXTENSION

® Measure dimensions and properly posifion =~ e Treat welded part under bodenthanann“
service part according to -BODY ALIGN- corrosive agent, and apply an undercoat to it.’
MENT" drawing.. ’ . - Then spray an anti-corrosive agent from rear;
- .. 7.~ " openingof rear side member. ‘-

¢ MIG plug weld points (a), (b) ic}, {d), (e}, (f} M .




OPERATIONS

with the same dlmensmns on the R.H. side.

indicates that there is an equwalent ‘welding portlon

Portions to be welded” = = " "

b,
A. Front pillar
B. Rear fender
C. Rear fender c.
a. Front roof rail . d.

Front roaof rail & front roof rail brace

Front roof rail brace
Front roof rail brace & outer upper
frant pillar

Quter upper & inner front plllar
Roof drip :

Roof drip & roof bow

Rear fender & inmer rear plilar .
Rea fender & lnner rear pillar !




REPLACEMENT: OPERATIONS:

FAST BACK

Service Joint .
[ . .FRONT =« . : ' ® 15
. [ | P

* indicates that there is an equivalent welding portion - ' b e e Bl . R
W|th the same dimensions on the R.H. side,

Egﬁ:

Portions to be welded

b. _Front roof rali brace

A, Front plllar . o oo ... Frontroof rail brace & outer upper SRS Roof “rail braoe & rear fender -
B. Rear fender froat pillar Roof rail brace & lower rear roof rall
-~Front-roof rail S e Quter upper & inner front pillar . .-~ h. Lower rear roof rail
Front roof rail & front roof rail brace d. -Roofdrip i, Upper & lower rear roof rail

‘e, Rear fender
Rear fender & upper rear roof rail




ROOF

S 17

Coup

“PANEE. FAST BACK

[ REMOVAL N OTE , I & TApplysealer T e T

e Remove brazing from joint portions between
roof and rear fender, roof and front pillar.

corrosive. agent to inside of brazed .
ortions & MIG plug welded portions. '

[ INSTALLATION NOTES-_ ...

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

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

QUTER ‘DOOR ;PANEL

Service Joint

Portions to be welded AR ‘ R

é._ Inner panel ¢.  Inner panei . . d. Door waist reinforcement
b e Banel " " R : : 5

' E o After removing outer panel, dress rusty part
[ REMOVAL NOTES | . g outer panel, dress rusty part,
- with a sander and treat with anti-corrosive

e Cutdoor outer panel hem with a sander. AGENT. & . & e 2 hen by DU s

SRR

T

Inner panel /ﬁ

e | =g

3
—
t

\v Outer panel

Cutting with a sander

ANPRNN




REPLACEMENT OPERATIONS —

OUTER ‘DOOR‘PANEL

[ ' INSTALLATION N OTE S ] | © o "Apply sealant to whole panel edge,: . “ ES

e Apply sealant to outer panel hem.

e C Apply antt corros;ve wax to. Iower nside of

- Hemming work o
carried out in tw steps
Note: Bend panel edge round




