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The contents of this Repair Manual refer to
from the French models and, except in very few

~n

o

cases,

FOREWORD

itroen cers built in Frence.
these are not dezlt witn i

British made Citroens incorporazte a few dissimilarities
n this Mamial. It must however be noted that the

overwhelming majority of the contents of the illanual apply equally to British and French mede Citroens.

LODELS

In view of the difference between British and French designations, the table below gives an outline of the eguivalent British
£ q

and French symbols applicable to various models.

PRENCH DESIGNATION

- et o Engine 78 x 100,
11 Norma. < \Bj TI"S.C“k l

CHARACTERISTICS

Engine 78 x 100, 4

Familiale (BF) Track 1. 454 metres

11

Engine 78 x 100. 4
Track 1 494 metres

15-5IX

BRITISH FACTORY SYNBOL BRITISH COMMERGIAL
RELATING TO YEAR b R.A.C. RATING
OF MANUFACTURE ) ’
eylincers ?;%%.éf_ "Light Fifteen" 15.08
{
4 cylinders |
ylinde . N e ) ﬂ
o TN = See note Big Fiftsen 15.08
I: ~ — S—
svlinders
eylinders ; Ses nots "15 Seven-seater" 15.08
5 I S 4
!
|
sv1ind ' ;
oylinders 15¢-9 (1948/51) fg iyt 226
| e oo = i

Although this Manuel refers primarily to post-war models the greater part of the informetion is eppliceble te Front Wheel Lrive
£ 3 L g f PP

"Big Fifteen" and "15 Seven-seater" refsrred to in the

NOTE.
Ciiroens produced from 1934 to 1940- The "Twslve" (French designation ™7"),
table have not been manufactured in England from 1940 to date of publication.



JSE OF REPAIR UARUAL
L SEQUENRCE OF CPERATICHS

1. Body Panels {Operation number preceded by letter T).
The operations described are intended for bodies from which the trimming has been removed. The lLanual deals only with standard
replacement body panel units as supclied by our Spare Parts Department. For this reason it is important to cay strict regard to
the positions indicated in the Lanual where the body may be cut. The work involved in removing deats in panelling requires
individual <treatment according to the extent of the damage. This has not beea dealt with.

2. Hardware (Operation -umber preceded by letter F).

nly the principal operaztions requiring special precautions have been descrize:
fit of rear luggage compartment door, or fit of windscreen.

These for example are correct door nanging, the

1_1.

3. Trimming (Cperation number preceded by letter S).
This section is limited to the repair of the "softened" type rear seat cushiza and squab. .
4 coach trimmer should be able to carry out the remainder of the repairs without special instruction.

4. Paint- {(Opsration number preseded bv letter P).
Paluting anc souna-ceadening oceraticas are cealt with in this section.

II EQUIPMENT
Page 41 shows tcols, sammers and dollies that are necessary for panel work  Theze can be supplied.
Cperations to the body panelling caxn only be readily carried out with accuracy by using the body fixture. Although machine precision
is not called for, the tolerances of the chassis unit mouniling points in the body are rather fine, Only the temg late: of the body
fixture, used during repair, will ensure maintaining of the original body dimensicns

Sheets 40 and 42 show jacks and fittings necessary for use on the body fixture during repairs.
For handling bodies we strongly advise the use of lifting zear catalogued under number 2541-T. This can be supplied.
Open welded joints with = chisel. For cutting through pazels we recommend using the special tool catalogued under number 2670-T

This can be supplied. This tool is mmch better than a hacksew or circular saw for sutting. Tinning or building up welded seams with
solder is facilitated by using a wood spatule, number 266%-T. This can also be sup:lied.

4ll enquiries should be made to our Service Departnent,




INDEX OF OPERATIONS

I-

NO.

Unit
BODY PANILS TC1 |Handlirg body.
TCZ Placing beody
ICZ Rermovipg and
T04  Removing and
T0f | Removing and
TO6 Removing and
T07 Hemoving and
TOE |Removing and
TCS Removing and
T10 | Removing end
T1l |Removing and
TlZ :Removing and
T13 |Removing end

HARDWARE

Tld iSquaring
T16 |Removing
T17 |Removing
718 |Removing
T1¢ |Removing
T20 |Removing
T2l |Removing

T2Z |Removing
T23 |Removing
TZ4 |Removing
T25 |Removing

Description

L
m

L]

in fixture and checking.

fitting
fitting
fitting
fitting
fitting
fitting
fitting
fitting
fitting
fitting
fitting

side panel front lower portion.
side panel front lower portion.
front extension and side panel front portion.

assembly of front extension, side panel front portion, and centre piller.

front side number.
hull front end (side panel extension and si
2 front axle mounting stud.
hull front assembly.
body front assembly (cut across windscreen pillars).
body front assembly (out-across roof rails).
ront end of side panel extensicn (for straightening mounting studs).

e member removed).

i

up hull frent end.
T1E [Reinforcing scuttle panel cormers.

and
and
and
and
and
end
and
and
and
and

fitting
fitting
fitting
fitting
fitting
fitting
fitting
fitting
fitting
fitting

instrument panel.

scuttle panel (side panels and front extensicns removed) .
front roof panel.

rocf panel.

drip moulding.

rear light panel. : -

rear panel lower portion.

rear panel.

wheel arch.

petrcl tenk housing panel.

T26 Reinforcement of wheel arch.

T27 Removing
TZ28 [Removing
T28 |Removing
I53C |Removing
TE1l |Removing
T3Z |Removing
T3ZA |Removing
F33 |Removing
F34 |Removing
&8 |Removing
F36 |Removing
F37 'Removing

and
end
and
and
and
end
and

and
and
and
an

and

fitting
fitting
fitting
fitting
fitting
fitting
fitting

fitting
Pitting
fitting
Titting
fitting

side panel rear portion.

side panel reear portion and centre pillar.
side panel.

centre pillar,

side panel lower pertion.

rear side member.

sliding roof (British models only).

cutside door handles.
docr lock barrel.
front door lock

rear door lock.

door glass,
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INDEX OF OPERATIOCHNS

_t ' P T
Unit §| No. Deseription ' Page
| | |
F38 Removing and fitting window winder. 49
F39  Removing and fitting windscreen. . 50
F40 | Replacement of windsoreen glazing rubber. | b1
F41 Windscreen fitting and adjustment. i 52
F42 Door hanging and shut adjustment. | 63
F43 Fitting end adjustment of scuttle ventilator and rear luggage compartment door. | 54
TRIMVING S44 | Rectificetion of rear seat. | 55
|
PAINTING P45 | Body painting. 57
P46 | Sound deadening. 681




SQLUF ADVICE ON WELDING

GLS WELDING

We remind you of the blcwpipe jet eizes which must be used when welding thin steel sheets.

Sneet thickness: 0.7 mu. Jet calibration: 4C 1. Welding wire diameter: 1 mm.
1.0 mm, 100 1. 2 non.
1.5 mm. 150 1. 2 numn.
2.:. Mg 226 1. 3 mim.
2.5 mm. 220 1. 3 mm.

AFPLICATION OF TIW OR SCLDIER

This is readily applied to obtzin a perfectly smooth surfzce after gas welding or rewoving panel dent%J
Proceed as follows:

1. Clean and rudb down the ares to be filled with & sander or abrasive disc.

Z. Coat the part to be tinned with e timning peste. 3Spread the paste with a cloth soaked in tallow.

- 1

onsisting of 27° tin (this melts at 231° C.) an spread it by rubbing herd wits & rag.

Q

3 Tin the panel. Use & solcer

NOTE: The following method is egually successful.

»ints] of mixture with: 280 grammes (S ounces approx.) of zine chloride.
10C graxmes (3% ounces &lsrox.} of erwonium chloride.
200 0.0. (12.2 ou, ins. approx.} of metqylute' spirit.
Sufficient water to make up total of one litre (1 pints).

hlry

.aZe up one litre (13

To this add 400 gremmes (14 ounces approx.) of pure tin powder.
After rubbing down the panel, brush on & coating of tiiis paste. This mixture cleans and tins the panel at the same time. Heat the
eree treated with a gas blowpire and rub hard with a rag.

4, Deposit solder. (Use alloy of 187 tin and 82% lead in stick form, This alloy melts at 280°C,) Heat with a tlow pipe fitted
with a 76 1. jet. Ad%ust burner to give a "white" flame, that is to say using & slight excess of coetylene. Spread the solder by
using & wood spatula (supplied under number 265¢-T).

&, Dress surface with & file of the "SILEXA" tyne. Finish surface with emery cloth. (Do not use an abrasive discing machine as
solder dust is very dangerous tc the operator.
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OPERATION TOZ2 PLACING 30DY IN FIXKTURE AND CUECKING

]

cA

He

Il

[07]

|The body is suspended from lifting tackle as indicated in Operation TOl.

|

| FIX TEE 30DY ON THE REAR SUPPORTS ; ]
Lower the body to the fixture (use fixture 25CC-T, see Drawing 4, fig. 2), letting the rear rest on supports (39 and 4C) if the
'rear crossmember has not been removed (see Drawing 7), or on sunpor*s {44) in cases where the crcssmenber has been removed

(see Drawing 8).

YOTE Position the supports (39, 4C, 44) on the fixture according to the vehicle typs (see Drawing 3. ‘
e plain pins (18) in cases where the rear axle is one of the early type, or the threaded pias if the axle is one of the

Fit th plns
oresen t type (see Drawing 8).
FIX THE BODY ON TEE INTERMEDIATE SUPPCRTS (see Drawing 11). :
Fit c£e+s (53) to the hull in the position waere the front torsion bar crossmember is mounted. Fit pins with offset

U-‘ . . . . . Bl L] . - . - R | ¥ { b
neads (18) in supports {54) {positioned on fixture according to the venicle typ see Drawing 6) and in brackets (53).

Sheck the clearance between the front face of the btrackets (53) and the rear the brackets (54)., This clearance must
Q

be equal on both ri:ht and left hand sides. It must be in the neighbourh

(@]

Take out the lifting frame 2341-T.

Offer up the front bracket (45) on the front axle mounting studs. It must be possible to move the bracnet freely along the
whole length of the studs which must on the other hand lie in the centre of the holes in brackst (45). heck this by placing
on each pin bushes (28) for four cylinder models and bushes (28 and 42) for the "SIX". These bushes st fit freely in the
noles in the bracket when it is bearing against the forward faces of the null front ends (see Drawing 11).

£
=

CHECX THE PERPENDICULARITY OF ITE FORWARD FACES OF TIE HULL FROUT TiDS (FRONT AXLE CRADLE NOUNTING).-
f
5]

Push the breacket (45) agulnst the forward faces of the hull front ends. In this positicn the bracket must bear against all
four bushes that retain the front axle mounting studs.

ECK TIE LENGTH OF THE HULL FRONT ENDS
¥ith bracket (45) bearing against the forwnrd faces of the hull front end, its lower portion, rust engage &n equal amcunt with
the slides (20 and 21) (see Drawing 9), the btlocks (56) being removed.

CHECX POSITION OF STEERING BRACKETS ON HULL (see Drawing 11).

lount supports (8) on the fixture base. (Supports positioned according to vehicle type, see Drawing
ake sure that the lower faces of the steering brackets are parallel to supports (5) and are 14.4 mm. above the support upper

faces. Check by using packing block (33).

Check the position of the holes in the steering brackets by means of pins (34 which must locate freely in the :oles in the

brackets on the hull and in the holes in the supports.

b
/

(9]
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o)

'Cut through the panel on a line 30 mm. below the waist rail (a-bt as shown).
Cut through the door sill {c-d as shown).

[Cut the

RERICVING T

ART (see Drawing 12).

ront of the side panel
seam (g) along hull
seam {(n, under side

seam (i) along door

PTPMYTTA DA

o hddatid FRL
Jffer up cart, fit it to the hull and along
Weld acrcss door sill (c-d as shown).

Weld joirtjust below waist rail {a-b as shown).

;".';'eld 2t points (about 40

‘applicati

| Sriﬂd, '3

g) along hull

{h) under si

'eld at front of side panel front extensicn (e-f as shown

and polish

of sclder.

front extension (e-f as shown).
closing peanels.

sanel extension.

Jets

door pillar. Tack weld 2t a few points to keep

clesing nanels.
panel "extension.
mm, apart) along door pillar (i as shown).
welding carried out acccr

to paragrachs If necessary

surfaces by
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SPERATION TC4 RELCVING 23D #ITTIGG S1DE LOUER PORTICH
e e —— e e T P Lttt = — e T ANt B A e 8 SR i e -~ - -~ — —
| REMOVING PART (see Drawing 13]. .
Cut througn parel acreoss windscreern pillar (a-b as snownj.
2 | Cut through scuttle oanel (e-d &z shown).
3 ECut throug:s panel across door sill (e-f as shnownj.
i Oper welded seam {g) along hull closing panels.
5 sion and along’ $ide-pandl.
6 |
; of the hull front end {j-k as shown).
¢=1 as shown).
FITTING PART
Q Offer up part and fit it to the hull using the door end windscreen to determine the ccrrect cosiftion. Fix part by tack
gt a few points. =,
Weld pert acrcss door sill {e-f as shown), to the scuttle panel {c-d as shown) =nd ssross windscreen piller {&-b as showr,.
Teld edge (g) aleng hull clesing penels, lower edge (h) alonp side panel side, and edge {i) asround door crening.

{eld Tront edge of extensicn to forward point of the hull fromt end (j-k as shown).
Weld to instrument panel and windscreen opening corner {c-1 as shown).

Grind, file, &nd polish the welding carried out under paragraph 1C. If necessary finish these surfaces by applicatiorn ¢f sclcer.
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OPERATION TC5 REMOVING AND FITTING FRONT EXTENSIOH AYD SIEE PAUEL FRCMT PCRTICH

o e s Wil L

'REMOVING PART (see Drawing 14)

Using a blowpipe, remove solder from the front cormer seam betwsen rcof panel and side panel (a-% as shown).

'Open front corner ssam between roof and side panel (a-b as shown).

Open sear at end 3 front reoofl inside panel.

Open seam of dri; moulding (o).

Cut panel 2cross -cof side rail (b-d as shown) and across roof front panel {(a-c as shown). Cut across scuitle nanel (f-g as
shown), side panel across door sill (h-i as shown), and the extensicn near the forward ooint of the null front snd {i-k z2s

’ F \ N g . i 3 P 3 " Y + " 3 . .
Open searm (1; alcong hull closing panels, seanm (m) under side panel and extension, seam (n) around door ogening, and junction
point (o) of inat s

FITTIKG PART

Offer up part. TFit door and windscreen in order to determine the correct openings for these items. Position part and secure
by tack welding.

Weld panel across cof side rail (b-d as shown) and across front roof panel (a-e &s shown). Treld across door sill (h-i) and
across scuttle panel (f-g as shown). 6

4

Weld panel edge (1) to hull clcsing panels, panel size (m) under side panel and extension, and the edge (n) arocund door

'Weld the extension to the forward poict of the hull frout end (j-k as shown).
Cffer up and weld the front roof inside panel.

Rivet rccf panel o the body betwesn doints (a-b.) Use rivets 3 mm. diumeter {see Drawing 27, fig. 2).

.Drill noles 8 mm. <“iameter, and spaced at approximately 40 mm., in the drip woulding. Offer up the moulding (c) and fix by
plug-welding in the holes drilled.

@
s

1
[
b
1]
-

'y
o
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ut according to paragrazh 8.
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REMOVING PART (

Cpen welded

Spen welded

(2 1

™ re
Cpen welde

04 REUCVING 23D XITTIHG SIDE PANEL FRCOAT PORTICH 3
— e i e e et h e e e e ———
see Lrawing 13 ).
panel across windscreen pillar {a-b as suhown;.
scuttle penel (c-d es shown).
penel across door sill (e-f as shown).
seam {g) along hull closing panels.
seam (h) under side panel extension and along iidecpansl.
seam (1) arcund door opening.
Cut the side panel extension neer forward poizt of the hull front end (j-x as showxn) .

geam 8l0

ng

Offer up part and fit it to the hull using the door end windsereen to determine the ccrreet sositien. Fix part by

at a few points.

Weld pert acrcse dcor sill {e-f as shown), to the scuttle panel {c-d as shown) snd across windscreen piller (&-b as s!
Teld edge (g) aleng hull clesing panels, lower edge (h) along side panel side, and edge (i) around door crening

Veld front edce of extensicn to forward point of the hall from end (j—k es shown).

Weld to instrument panel end windscreen copening corner {(e-1 as shown).

- T 3

£

snd polish the welding carried out under paragraph 10.

If necessary finish these surfaces by applicatior




OPERATICSY TOCS REMOVING AND FITTING FRONT EXTENSTON AYD SIDE PALFL FTROMT PCRTICH

(s} LAN]

H

(o]
AV

o
o

'REMOVING PART (see Drawing 14)

2

{Using a blowpipe, remove solder from the front corner seam betwsen rcof panel and side panel (a-b as shown).
‘Open front corner sesam between roof and side panel {(a-bt as shown).
Open seam at sud I fromt recf 1lnside panel.

o : s \
Jpen szear of driz moulding (e).

-y

Cut panel zcrcss rcof side rail (b-d as shown) and across roof front panel (a-c as shown). Cut across scubtle
shown,, side papel acress door sill (h-1i as shown), and the extensicn near the forward zoint of the hull front
\
W -

Cpen seam (1) along hull olosing panels, seam (m) under side panel arnd extension, seam {n) around door opening,
' L n " "
soint (o]} of instrument vanel.

Offer up part. it door and windscreen in order to determine the correct ogenings for these items. Position

Weld panel across roof side rail (b-d as shown) and across front roof panel (s-e as shown). 7/eld across door
¢ : 2
cross scuttle panel (f-g as shown).

part 2nd secure

sill (h-1i) and

Weld panel edge (i) to hull eclcsing panels, panel edze (m) under side panel and extension, and the edge (a) arcund door

‘opening.
Weld the sxtension to the forward poict of the hull froat end {j-k as shown).
Cffor up and weld the front roof inside panel.

Rivet rcef panel tc the body between points (a-b.) Use rivets 3 mm, diumeter {see Drawing 27, iz, 2}

and spaced ot approximately 40 mm., in the drip woulding. Offer up the mouldin
ill

Weld the instrument paiel (o as shown

i, Pile, and 5.lish the welding carried out ascording to paragrach 8.

(¢) and fix by
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Solder up the joints between roof penel and body (a-b &s shewn,. Smooth off and polish.
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_JLIAIrJﬁ 108 IENMQVING AND FITTIWNG 'SQZLBLY oF ~ROUT hifzJSICf, 3IDE PANEL FRONT ECRTION, D o I3 FILIS

RE_.OVING PART (see Drawing 13).

1

Using a blow pipe, rerove solder from the froat cormer seum between roof panel and body (a-
LI
ti.ig area.

«
©
o0
o
e}
e
2

o
.

Ozen the seam in

.

Open seam at end of front roof inside pansel, .

' T A \
Onen seam of dri: moulding (¢).

Sut across front woof ;anel (3-8 as saovxn,. Jut scuttle pvanel {f-3 as shown) and across rear ioor sill [h-i a2s siown).

’

Cut the stde pansl extensicn uear the forward peiat of the hull froat end (j-k as s.owa)

Oven seam (1) along iull 2lesing nanels, lover sean [n) under extension ané side genel, zean (2} round front and csar door
openings, and also semm (o) of instrument panel. JZut panel ucross roof side rail (b-2 as showsz)

FIITING PART

Cffer up nart. it front end rear doors, and windscree:n 1a order to determine the corrsot openiazs for these itaus,
Fosition part and secure by tack welding.

Jeld panel across roof side rail (b-d as shown), 2cross scuttle panel (f-z as shown), across front roof penel (a-2 as shown),
and across rear door sill (h-i as shown).

ander extension and side janel, edies {a) arouni front aad rear

#eld edie (1) along ¥ g
12 sides pansl exteunsion at forward poiat of aull front end {j-k as shown).

wll clesing p
door openings, and iast

anels,
rucent panel sedin o),

O0ffer up and weld front roof inside panel,

l'D

rivets 3 . dianester | ses

Rivet roof panel %5 body (2-b as shown}. Us

Drill holes 5 mm. diamster, and spaced at epproximately 40 um., in the drin moulding. Offer up moulding L2} and fix by
~luz-welding in the holes *rilled.

Fy
s
=

Grind, file, and polish the welding carried out according to parsgrapan 8. If aecessary 1 seams by ap:lyinz solder.

- e " - - -] i = T oy X - . - 3 -
s2tween roof panel und bedy (2-b as showa;. Smeoti off und polish.



DTRATTAN T - - . - TING FRONT S Ty
JI-.;-«-TA- N J.O? IELOVING AND FITTIN FRONT SJ...-JL.:’-:E..;JJLR

B St

R A

RELOVING PART (see Crawing 15)
JOTE This operation can only be undertaken after either one of the following operations have been carried out. 703, T04
TO5, T0B, or T28.

Open seam (&) along hull closing panels and seam (b) between underside of hull front end ani “loor. Cpen the seams of the
scuttle lining panel or shelf, and hull front end closing panel where these parts are spotwelded to the sidemember.

* 1 b 1 - - k: S . . eIl
penel moulding (e-f as shown). Cut the front sidemember at a point level with the front end of the rear sidemember (g=h as
shown) .

Cut the sidemember neer the forward poiat of the hull front end (e-4d as shown). OCut across the sidemember under the scuttle

INPORTANT NOTE To prevent weakening of the hull, cuts (e-f) and (g-h) must not be made at points orposite to those in the
side panel and extension.

FITTING FART

Flatten surfaces of opened spot welded seems.

Offer up and align sidemember. Fix part by tack welding on seams (=) and (b).

e

Weld up rear end of front sidemember (g-n a&s shown) and joint under scuttle panel moulding (e-f as showz). ¥eld the scuttle
lining panel or shelf and the hull front end closing panel to the sidemember
& P & P

TE Weld sidemember to hull along line (c-d} after fitting side panel extension.
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Chy

RENOVING PART (see Drawing 17)

NOTE This operation can be carried out after operation TO7.

Open seam between hull front end and closing

Open vertical seam between hull froat end

£

and bulkhead panel (a-

Open seam between hull front end and floor (c-d as shown).

Remove part,

FITTIHG PART

Trim and line up joint faces of scuttle and floor.

-

offer u- front 2nd and fix it in position on front brackst
1, B {53) on support

end and !l
position.

Weld hull front end to floor (e-d as sh

sing pin (18} fix bracket

b\
JW,

to bulizhead

s

{45)
r 4

(=
\“4;

vanel

sanel (a-b as shown).

-~

) of body fixture.

1 . !
shown), and to closing sanel (a-

). Correotly locate part and

T

~

Fix bracket (53) on front
tack

weld in

as shown).
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Offer up

Weld seamn

REMOVING A STUD (see Drawing

Cut the extension (a-b a&s sho

Cut the extension mear the

Open top seem (c-& as showm).

approximetely 300 mm. from forward point {¢) of hull front end.

the hull front end (c-d as shown). Remove part.

Open lower seam (d-b as shown).

Open cezms and cut sidemember

Grind and chisel a way
the stud.

welding

FITTING A STUD

the stud into

Trim and line up Joint
Offer up and weld

fix

{(a-b). Weld seams

fo-f and d-b

(¢e-f-e-d-c as shown). ZRemove part.
{g) fixing stud to reteining plate, to distance piece, and to rear closing panel. ZXnock

hull front end. PFix stud by welding at points (g).
feces on front end and panels.
sidemerber (c-f, f-e, c-d &s shown).

extension by tack welding.

as shown, amd extension at forward point of hull front end (o-d as shown).

Al

Grind and Tinish welded seem (a-b).

[o]
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REMOVI Panl (8ee LTAWINE £U

Cut throug:z side panels across door sills {c-4 &s shown).

Cut througn sidemembers (e-
side panel porticns (e-c-c-

Remcve -he

Sl

e 3 P, ] 3 a5k e = .( 1 g

es shown). (To do this it is necessary to cut also the side panels {(e-f as shown)
]
J

Open the seams (g) between floor a2nd hull front end. Chisel open seams (h) as far as noints (f).

Remove part.

TTING PART
Trim and line up front floor and seams (g).
Fix bracl e+s {53) on hull freat as

sembly.
assembly on body fixture front brecket (45)
Teld part to floor (seams g &s shown).

ot
5t

if'e it hull front assembly, Fix
pports (54) (see Drawing 11). Adjust openings round door and windscreen. -

_a;a

it the front doors and the windscreen. {f
u A

i
and on s

Offer up and fit right end left hand front sidemembers and fix by teck welds along seams (h). Weld sidemembers {e-f as shown).

-

vweld scuttle lining panel ané hull front end closing panels (along lines i as shown).

4

Offer up, fit and weld right and left hand assemblies of extensions and side panels {see Operatiomn 104, paragraphs 9, 1¢, 11,
12 and 14). .

ffer up end fit scuttle panel. Fix by means of tack welds. Weld scuttle panel fronmt edge (k-m). (Welds j-k and l-m are
made according to operation T04, paragraph 1C).

Offer up and fit instrument canel. Provisionally moumt the steering for location of peanel, Fix panel by a series of teac!
welds. Weld souttle panel rear edge (j-1 as shown). Weld ends of instrument panel (seams n &s shown).
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OFERATION Tl12 REMOVING AND FTITTING 30DY FRONT ASSEMBLY (CUT ACROSS RCOF AILS)

e

—
[85]

REMOVING PART (see Drawing 21)

using & blowpipe, remove solder covering joints of roof panel (at b-c-e, and h as shown). Open roof panel seam where it
ns the section to be removed (at b-c-e and h as shown).

¥
i:I
Open front roof inside panel seams {c-e, and d-f as shown). Remove right and left hand drip mouldings 15 N

ut across right and left hand roof rails (a-b, and g, h as shown).

dcen floor seams at hull front end {p and y as shown).

: 5 i s . - A"
t through side paael door 3ills _j-% as shown;.

to cut through the lower part sf the side panels at the

recve nart.

T TR PART

- LT Seld
Straighten and =rim up front flcor and seams (p and y).
™ B 2 o= B - ' . 2 - . ; . Ry ' ¢
Tix brackets (£3} te hull front end. Offer up hull front end, fit and fix it on fixture front bracket 145, and on supports |
see Drawiag 11). Veld part to flcor (seams p as shown).

]

Offer up and fit right and left hand sidemembvers. Fix by tack welding seams (o-x-y). Weld sidemembers (l-m as shown).
weld scuttle lining panel (along lines v as shown) and hull front end closing panels (along lines n as shown).

cors. Offer up and {it the assemblies of extensions and side panel front porticns. rlt around door openings.
2s by tackx welds.

“ield the roof side rails (a-b and z-h as shown) and weld the reinforcements.

-

Weld the side panels across the door sills (j- as shown).

weld the hull Tront end clo

0 s pazel seams (o as shown). ‘ield lover seams under tie extensions {x and y 25 shown). 'eld
seams around door openings (

ing ¢
z as shown).

“Weld front ends of side ranel extensions to hull fromt end (w as shown) .

o=

cn



OPERATION T1Z REMCOVING AND FITTING BODY FRONT ASSEZBLY (CUT ACROSS ROOF RAILS) 10

17

21

22

e R S R T S e o it A . S = P £ g R e T P S S S A W i s e

Offer up and it scuttle panel. Fix by tack welds, Weld scuttle panel to the side pazels {aloné lines g-r and s-%t as shown)
Weld front flange of scuttle panel to hull front end (g-t &s shown). Place in position end weld gutter +

Offer up and fit front roof panel and fix by tack welds. Weld front roof panel to side panels (c-d and e-f &s shovm).
L -

Offer up and fit front roof inside panel.
tack welds. 7Weld seams where inside panel ]

\

it the windscreen and centralize it. Fix the front roof inside penel by means of
oins front roof penel (d and f as shown).

Offer up and fit the instrument panel. Provisionally fit the steering in order to centralize the instrument psnel. Fix this
by a few tack welds. Weld top flange of instrument panel to rear flange of scuttle panel (seam r-s as shown). %eld ends of
instrument panel {along line u &s shown).

Drill holes 6 mm. diameter and spaced at about 40 mm, along inner flange of drip mouldings. Offer up moulding (i) and fix
by gas welding in drilled holes.

Drill and rivet roof panel (use rivets 3 mm. diameter, 10 mm. long) (b-c and e-h a&s shown) (see Drawing 27, fig.2).

Fill seams between rocof panel and side panels end front roof panel with solder (b-c¢ and e-h as shown). Grind off &nd polish
solder filling.

Grind, file and polish welding (seams a-b, h-g, ¢-d, e-f, g-r, s-t and j-k as shown). TFinish these seams with an application
of solder, If necessary, smootz off and polish.



OPERATION T13 REMOVING AND FITTING FRONT EHD OF SIDE PANEL EXTENS

wn

[87]

(4]

REMOVING PART (see Drawing 22).

Cut through side panel extension (a-b as shown) (point a must be about

‘\
end).

Cut the extension near the forward point of the hull front end (c-d as shown).

Open the top seam {c¢-2 as shown).
O-en the lower seam (d-b as shown).

Strai

*ITTING PART

Correct shape of part removed and the seams.
3ffer up and fit zart. Pix part by tack welds.

weld part (a-b and o-d as shown).

Weld the *op and bottom seams (c-a and d-b as showm)

¥ (FOR STRAIGHTENING MOUNTING STUDS)

e

mm. from point ¢ at forward point of hull front

hten the mounting studs and line them up {see Cperation T14}.



OPERATION T14 SQUARING UP HULL FRONT END 21

[av]

()]

g2

See Drawing 11
FIRST CASE One of front end lateral assemblies being pushed bacX 15 mm., maximum. Place body on fixture (see operation T01).

Fit brackets (53) to the hull in the position where the front torsicn bar crossmember is fitted. With supports (54) positioned
on fixture according to the vehicle type (see Drawing 6), endeavour to place in positicn the pins (18).
If it is not possible to fit the pins the front end is distorted.

4 \ a1 - : =t - . .
Place front bracket (45) on the fixture. Engage bracket on front axle mounting studs and fix it to the fixture base in the
"working position" (see Drawing ¢).

Screw nuts (52) on mounting studs. Flace distance pieces (1l) on mounting studs {on side not demazed) and tighten the two
nuts on the studs on the same side (see Drawing §).

Screw up nuts (52) on mounting studs (on demaged side) to exert & pull. With the mounting studs
deformed P&ﬂ@lQ on the hull front end and front floor. (If possible avoid the use of heat). S8l
up distance pieces \11\ tc the mounting studs. If the studs heve been drawn back to their origi
pieces will fit without end play, If end play is apparent carry out the operation zgain.

in tension planish eny
acken the muts (52). Offer’
inal position the distznce

Remove th that the mounting studs are centralized with the holes in bracket {45) by placing on each
g

bushes (28 ¥ and bushes (28 and 42) for "normal" type bodies. These bushes must fit freely irn the holes
in the bracket
Check the clearance between the front fuce of the brackets (53) and the rear face of the supports (Z4). This clearanze must

A

be TJUAL on both sides. It must be in the neighbourhood of 5 mm.

Free the front bracket (45) from its fixing on the fixture base and from the mounting studs. Push the bracket (45) right
against the hull front end. In this position.the bracket must fit correctly on the front end and its lower face must enzage
an equal amount on both slides (20 and 21).

Position, accordlng to the vehicle type, and fit on fixture base, supports (6) (see Drawing 6). Meke sure that the lower
faces of the steering brackets are parallel to supports (6) end are 14,4 mm. above the support upper faces. Check by using
packing block (33) (see Drawing 11).

Check the position of holes in the steering brackets by means of pins (34) which must locate freely in the holes in the brackets
on the hull and in the holes in the supports.

SECOND CASE One of the front end lateral assemblies being pushed back more than 15 mm. without important distortion but
with the mounting studs bent. With the extension and front portion of the side panel removed (see Uperation T03) and the front
sidemember also (see Operation TO7) proceed as follows.

e TN T S T T L T T e T S —— - — —



QPERATION Tl14 SQUARING UP HULL FRONT END

10

11

12

By means of screw jacks, hooked on fixing plates (41) (see Drawing 8), draw and straighten froat hull front end lateral
agssembly. During the drawing operation, planish thé deformed panels of the hull front end and the front floor,

Fit brackets (53) to hull in the pcsition where the front torsion bar crossmember is fitted. With supports (54) positioned

on fixture according to the vehicle type (see Drawing 6), endeavour to place in position the pins (15). These must fit freely.
Once fitted leave them in place.

JOTE A crash involving one of the hull front end lateral assemblies generally causes damage to the mounting studs of the
other assembly. Usually this demage is of less significance. Nevertheless it 1s necessary to open up the side panel
extension, 2s indicated in Operation T13, before attending to the studs on the side not directly involved.

Place front bracket (45) on the fixture. Enguge bracket on front axle mounting studs and fix it to the fixture base in the
"working position®.

By means of nuts (52) exert a pull on the mounting studs. Meamwhile rectify the deformed panels of the hull front end and

the fronmt floor using & minimum amount of heat. Free the mounting studs by unscrewing the nuts (52)., Check the position of
the hull front end lateral assemblies by using the distance pieces (11) which must fit without end play between the bracket (45)
and the faces of the front end. If necessary, position the front end correctly by drawing the mounting studs a second time.
Weld any fractures in the panels after carrying out this work.

Check the locatiosn of the mounting studs and the position of the steering bracksts (see paragrapns 5, 8, 7 and 8 of this
Operation).




OPERATION T16 i REINFORCING SCUTTLE PAHEL CORNERS

He

4]

23

See Drawing 23

lieke up & pair of reinforcements (symmetrically opposite) in mild steel sheet approximately 1 rm. in thickness (No:22 2

T |
—ad ey
according to dimensions given in fig. 1.

Offer up one reinforcement to the scuttle and scribe lines B-b and c-d on scuttle (see fig. 2),
Beat down the scuttle panel along these lines to prevent the reinforcement from standing above the normsl panel shape when
fitted.

Weld up any fractures in the scuttle moulding.

Offer up the reinforcement. Fix the reinforoement by welding round the edges of the holes &nd then completely £ill them by
ges welding. Follow this by welding along the edges of the reinforcement.

Grind, file and polish the welding. If necessary finish off welding by applyin: sclder.
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QPERATICN T16 REVOVING AND FITTING INSTRUMENT

CANEL
P

A

o

(8}

|

REMOVING PART (see Drawing 24)
Open seam betweer instrument panel and scuttle panel {a-b as shown).
Cpen seams at ends of instrument panel (a-c and b4 as shown).

Take ocut instrumeat panel.

ITTING TART
Trim and straighten rear flange of scuttle paznel.
Provisicnally mouxat the steering in order to centrslize instrument panel.

Offer ur instrument panel and tack weld at a few points to fix it.

L[§

weld sean between instrument panel and scuttle panel (a-b as shown).

Weld tvo end seams of instrument panel (a-c¢ and -3 2s shown).




CPERATION T17 RENQVING AND FITTING SCUTTLE PANEL (SIDE PANELS AND FRONT IXTENSIONS RELO

VID)

He

n

-

REVOVING PART (see Drawing 28)

Fy

-

HOTE Cutsthrough the pazel la-c und b2 as chown)are made during one of the Operations T04, T(CE,

Open seam joining scuttle and instrument penels (a-b as shown).
Open seam joining scuttle panel to hull front end (o-@ as shown).

Remove zart.

FITTING PART
Trim end straighten joint flanges (a-b and c-d as shown).
Offer up and fit scuttle panel. Fix panel by tack welds.

Weld up seexs (&~ and o-& as shown).

106
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OPZRATION Tig REMOVING

AND F

ITTING FRONT RCOF PASEL

[

[ ]

A

B

(7]

[9F]

REMOVING PART (see Drawing 23)
Remove solder covering

Cpen roof panel seam {along &-i-c-d &5 shown).

fa

u

C

Cut ecross szds of front roof zarel (bec and ¢-f as shown)

Remove part.

o
|.J
[41]
L

roof

1=

Lo,

Cffer up and fit front roof zazel. ix panel by tack weld

ield front rcof canel to side rarels (along lines b-c and
2ffer up and fit front roof inside panel, Hount the winds
rcof be [ixed by a few tuck w

the roof panel joint (a=t=c=d as shown).

front rcof inside pazel away from front roof outside panel and side panels.

.

S.

o-f as shovn).

creen thae front
alds. along front

4 TN

diameter, 12 mm, long (a-b-c-2 as



OPERATIQN T18 REMOVIIG A FITTING ROOF PAN

27

R

n

5]

ol

REMOVING PART (see Drawing 27)
Use a blow pipe to remove solder covering roof panel joint.
Cpen roof panel seam around centour {(a).

Take out rool panel.

True ur the flange arocund roof opening. Fill any holes made during cutting roo

Offer up roof panel to flange eround roof opening. UDrill holes 3.5 mm. diameter,
in fig. £, all around roof flange {a).
Rivet roof panel to opening flenge {using rivets 2 mm. diesmeter, 10 nm. long).

Fill penel seam, arol
Dress and polishk sold
NOTE If arc welding eguinment is availatle the r ‘
should be mede between the edge of the rcof znd the upper edge of the ro

N P e mn amm 4 P
natelvy 40 rmm, ‘szc stownm

-y

ool panel may be fixed b}

"o
0

[ a8

M

s. These tick welds
¢ at gppreximstely 4C mm,



CPERATION T20 REMOVING AYD FITTING DRIP MOULDING

(]|

RELOVING PART (see Drawing 26)

Cut drip moulding (g) away from side panel.

%)

ITTIHG PART

If necessary clean up surface of side panel where drip moulding fits.

Drill holes 5 mm. diameter, spaced at approximately 40 zm., in drir moulding flange.
Sffer up moulding to side panel. 7leld moulding to side panel by welding round edges of holes
Finish by filling holes by zas welding,
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OPERATION T21 RELOVING AND FITTING REAR LIGHT PANE]

e

REMOVING PART {see Drawing 28&)
Open seam of rear seat package tray (g as shown). Remove ncackage tray.

panel seam (&-b-c-d as shown).

4]
]

CGut through panel (b-e axnd e~ s shown . Cut through panel under rear light (e-f =

Straighten up seam flanges and edges that have been cut.
Offer up, it and fix part by tack welds.

Weld edge cut under rear light ;e-f'as shocwn). jeld lateral edges (b-e and c-7 as

w

hown d

Offer up, fit and weld rear seat package tray (g as shown).

|Drill and ri
idrilling of
. :

[ o 3 mee — . . ’
{Fill seams, wrere roof panel joins rear axnd side panels, with sclder {(a-b-oc-d as shown).
i

iGrind, file and polish the welded seams {along lines b-e, c-f, and f-s).

FalF C

If necessary finish off welded seams with an aprlication o¢f solder.
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QFERATION 722

REMOVING AND FITTING REAR PANEL LOWER PORTION

n

i3}

o

10

11

IELOVING PART (see Drawing 26

- f <
Ogen seam of rear seat package tray (e as shown) .

QOpen rear
Cut through
Cut througn

DEIL.

Hencve

offer up,

Pit, and

underneasii

lower seam (¢-d as shown) and edges previously cut {(a-c, a-b and -4

——

panel lower sean (c-d as showm).

b

as shown, .

des {a-c.and t-d as showm).

tack weld cart in position.

Weld edge under rear light

Cffer up,

ield rear

irind file and polish weldin

If necesszary, finish off we

(2=t &s shown).

sanel lower seam (c-d as shown).

weld edges cut

fit end weld rear seat package tray (e as shown).

Fit and centralize.re

with an application of solder.

Cut away the two brackets for the rear ¢

Remove package tray.

compartment door.

carried out (a-b, a-c ard b-d as shown).

T

LORTERe)
g

artment

at sides (a-c¢ and b-d as shown).

Weld

hinge

doc

r hinges.

hrackets.




OPERATION T23 RELOVING AND FITTING REAR PANEL

L]

e e s - = e e

REMOVING PART (see Drawing 30)

1 |Open seam of rear seat packege tray (g as shown). Remove package tray.

B

Open bottom seam of rear panel (e-f as shown). Cut away the two brackets for the rear compartrent door hinges (h 2= shewn)

3 |Use a blow pipe to remcve solder filling roof panel seam (a-b-c-d as shown).

4 |Open roof panel seam from part to be removed (&-b-c-d as shown).

& |Cut through sides of panel (b-e and c-f as shown).
& |Open seam where rear panel joins body rear floor (e-f as shown). Remove rear panel.
|PITTING PART

-3

/Streightenup seams and edges previously cut.
g8 |Offer up, fit end fix the panel by tack welds.

9 Weld edges previocusly cut (b-e snd o-f as shown). Weld bottom seam (e-f as shown). Weld brackets for rear compartment door
hinges (h as shown).

nia
10 |Offer up, fit and weld rear seat package tray (g as stown).

=Y

11 |Drill and rivet rcof panel (using rivets 3 mm, diameter, 10 mm. long) {a-b-c-d as shown) (see Drawing 27, fig. 2).

12 {Fill seams, where roof panel joins rear mnd side panels, with solder (a-b-c¢-d as shown). Smooth off and polish surface of
'soldsr .

13 |Grind, file and polish welded c=ams (b-e and o-f as shown).

et
o

{Where necessary, fill up welded seams with an application of soclder.

h



il

32 OPERATICN Tz4 REMOVING AND FITTING WHEEL ARCH :
—— p— ———— —— . e ————— — —
| REMOVING PART (see Drawing 31).
!
1 iOpen seams of rear seat package tray (1 as shown).
2 ECut throuch side panel on rear guerter (a-b as shown). Cut through seam joining side panel to rear panel (b-c as shown). Cut
' through side panel across rear dcor sill (d-e as shown).
3 ;Cpen lower seam (c-m as shown). Open seam between floor panels and side panel (f-g-h-i-3-Xk).
4 |Remove part.
| FITTING PART
5 %Straighte: seam flanges and edges that have bteen cut.
3 éOffer up and fit-part. Hang the rear door and adjust door opening. Fix the new panel by means of tack welds.
7 |Weld seam between side panel and rear panel (b-c as shown). Weld panel edges on rear quarter (a-b as shown). Weld across
rear door sill (d-e as shown).
8 |Weld floor panel seam (f-g-n-i-j-X as shown) and side panel lower seam (e-m as shown).
S |Fit and weld rear seat package tray (1 as shown).
10 |Grind, file and polish welded seams (as shown at &b, b-c and e-d).
11 iIf necessary finish these seaﬁs with an application of solder.



OPERATION T25 REMOVING AYD FITTING PETROL TANK HOUSING PANEL

33

s

T

=3

RENOVING PART (see Drawing 32)
Open seam where part joins floor panel (a=t &8s shown).
Open seams between housing panel and wheel arches (a~-d and b-c).

Cpen seem joining housing panel to lower edge of rear panel (c-d as shown) and cut through rear compartment door hinge
brackets.

Remove part.

FITTING PART

(4]

Straighten up panel edges to be welded.
Offer up, fit and tack weld part in position.

Weld seams where panels join (a-b, bec, c-d, d-& as shown).

VWeld rear compertment door hinge brackets.



OFERATION T26 REINFORCEMENT OF WHEEL ARCH

on

See Drawing 33

clean and scrape the aree on the body where the reinforcement is to be fitted.

Weld up all fractures in the wheel arch panelling and dress off smooth.

From mild steel sheet, thickness approximately 1.2 mm. to 1.5 mm., make up reinforcement as shown in fig. 2.

Offer up reiaforcement. Feat it to allow forming to shape. Do not beat out any puckers in the material as these givs
|stiffness to the reinforcement.

Weld the edzes of the reinforcement to the wheel arch, sidemember and floor panel.




OPERATION T27 : REMOVING AND FITTING SIDE PANEL REAR PORTION

e

-3

ow

10

11

i

16

17

REM&FEKG EERT (see Drawing 34, figs. 1 and 2),
Remove solder covering roof panel joint (b-c-d-e as shown).
Open roof penel seam (b-c-d-e &s shown).
Open seams of rear seat package tray (1 as shown). Cut seam fixing drip moulding (m).
A

Cut through side panel across roof rail (a-c a&s shown). Cut through side panel across door sill (h-i as shown).

Cut the seam Jjoining side panel to rear panel (d-f as shown).

Open sean elong reur door sill (h-n as shown). Open bottem seam slong side panel (i-o as shown). Open seam joini

floor tc side panel around wheel arch (f-g &s shown).

HRemove part.

FITTING PART

Straighten panel flanges and edges previously cut.

Offer up and fit part. Hang the dcor eand line up door opening. Fix mew part by a series of teck welds.
Weld edges previously out (&~-c, d-f, and h-i as shown).

Weld up seams (h-n, i-o and f-g as shown).

Offer up, fit and weld rear seat packsge tray (1 as shown).

Drill end rivet roof panel (using rivets 3 rm. diemeter, 10 mm. long) (b-c-d-e as shown) (see Drawing 27, fig. 2).

Fit the drip moulding (see Operstion T20).

&

I

rear

Fill with solder the seam at junction of roof panel with rear and side penels (b-o-d-e as shown). Dress off and polish the

solder applied.
Grind, file and polish welding (a-¢-d-f and h-i as shown).

If necessary, finish off welded seams with an application of solder.



26 QFZRATION T28 REMOVING AND FITTING SIDE PANEL REAR PORTION AND CENTRE FILLAR

i P i
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REMOVING PART (see Drawing 35, figs. 1 and 2).
1 |Run off solder covering seam around roof panel (b-c-d-e as shown).
2 |Open roof panel seam (b-c-d-e as shown).

3 |Open seam fixing rear seat package tray (1 as shown). Open drip moulding seam (m as shown). ¢

Cut across side panel roof rail section (=-¢ as shown). Cut through panel across fromt door sill (h-i &s shown).

Cut through seam joining side and rear panels (d-f as shown).

on

8 |Cpen seam along door openings (h-n as shown). Open side panel bottom seam (i-o as shown). Open seam joining rear flcor to
!side pansl around wheslarch (f-g &s shown).

7 |Rezove part.

8 |Straighten panel flanges and edges previously cut on the body shell.

a¥

Cffer up and fit part. EHang the doors in order to determine door openings. Fix part by a series of tack welds.

[1w]

10 ;Weld edges of panels previously cut (a-c¢, d-f, and h-i as shown).

11 |Weld seams of panel flanges (h-n, i-o, and f-g).

Cffer up, fit and weld rear seat package tray (1l as shown).

13 ;Drill and rivet roof panel (b-c¢-d-e as shown). Use rivets 3 mm. diameter, 1C mm. long (see Drawing 27, fig. 2).
14 i?it the drip moulding (see Operation T20).

] inFR | 4 ST 5 i 5 s 2 bin
15 |Fill with solder the seam at junction of roof panel with side and rear panels (b-c-d-e as shown). Dress off and polish the
solder applied.

Grind, file and polish welded seams (a-c, d-f and h-i as shown).

b=
[
LJ

17 |I? necessary, finish off welded seams with an application of solder.
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OPERATION T29 REMOVING AND FITTING SIDE PANEL 57

e s men—— == — e — e s acatns iaenly

| REMOVING PART (see Drawing 36)

'Run off solcer covering roof panel seam (b-c-d-e &s shown).
| \
| Open roof panel seam (b-c-d-e as shown,.

Open seam fixing rear seat package tray (1 as shown) (see Drawing 38, fig. 2).

Cut through front roof panel (a-c as shown). Cut through scuttle panel (p-q 2s shown). Cut through seam joining side &nd rear
A

penels (d-f as shown) (see Drawing 35, fig. 2).

| g i ‘ :
| Opern seam between scuttle panel reinforcement and instrument panel (g-r as shown). Open seam elong hull front end closing
| penels (p-3 as shown).

| Open vertical seam at front edge of side panel extension (i-j as shown). Open bottom seam along side panel (i-c ec showm).

Open seams around door openings where side panel joins the hull (s-h-n &s shown). Cpen seem joining flcor panel to side panel

round wheel arch (f-g as shown

s

\.
)
i Remove part.

EFITTING PART

Straighten flanges and edges of panels previously cut.

Offer up and it part. Hang the doors in order tc adjust openings., Fix part by a series of tack welds,
Weld edges previously cut (p-g, 8-¢ &nd d-f as shown).

Weld seams (i-3j-p, g-r, s-h-n, i-o, and g-f as shown).

| Offer up, fit and weld rear seat package tray (1 as shown) (see Drawing 35, fig. 2).
Offer up, fit and weld scuttle panel reinforcement.
'Drill end rivet roof panel (b-c-d-¢ &z shown). Use rivets 3 mm, diameter, 10 mm. long {see Drawing 27, fig. Z}.

|Fit & new drip moulding (t as shown) (see Operation T20).

i
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38 OPERATION T29 EMOVING AND FPITTING SIDE PANEL

17 |Use solder to fill seams where roof panel joins front roof panel (b-c as shown), side panel (c-d as shown) and rear panel
| (d-e as shown). Dress off and polish the solder applied.

18 | Grind, file and polish welded seams (p-g, a-c¢ and d-f as shown).

19 If necessary, finish off welded seams with an application of solder.
ry 23




OPERATICN T30 RELUCVING AND FITTING CENTRE PILLAR
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10

11

12

13

14

15

16

REMOVING PART (see Drawing 37).

Run off solder covering seam joining roof penel to side panel roof rail (a-b-c-d as shown).
Open roof panel seam (a-b-c-d as shown) .

Remove drip moulding (1 as shown).

Cut through side penel roof rail (b-e and o-f as shown).

Cut through side panel front and rear door sills (g-i and h-j as shown) .

Open seams joining side panel %o hull (g-h and i-j as shown) .

Remove part

FITTING PART
Straighten panel flanges and edges previously cut.

Offer up and fit part. Fit hinges and brackets and heng the doors. Adjust door openings. Fix part by a series of tack
welds.

Weld edges cut across roof rails (b-e end o-f as shown). Weld edges cut across door sills (g-i and h-3 as shown).
Weld seams joining side panel to hull (g-h end i-j &s shown).

Fit drip moulding {see Operation T20).

Drill and rivet roof panel (a-b-c-d as shown). Use rivets 3 mm. dismeter, 10 mm. long (see Drawing 27, fig. 2).

Fill seam joining roof panel with side panel with solder (a-b-c-d as shown;. Dress off end polish the solder applied.
Grind, file and polish welded seems {b-e, o-f, g-i and h-j as shown).

If necessary, finish off welded seams with en sprlication of solder.




:- 40 OPERATION T31 REMOVING AND FITTING SIDE PANEL LOWER PORTION
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‘REMOVING PART (see Drawing 3R).
1 |Open seams along door oscenings and at side panel lower flange (a-d and e-f as shown).
2 | Cut side panel thrcugh front and rear door sills (a-e and d-f as shown).

3 | Cut through cemtre pillar (b-c as shown).

4 Remove part.

FITTING PART

on

| Offer up and fit rart. Hang doors in order to adjust openings. Fit part by means of tack welds.

6 |Weld panel across door sills (a-e and d-f as shown). -
7 |Weld centre pillar (b-¢ as shown).
8 |Weld seams along door openings and at side panel lower flange (a-d and e-f as shown).

9 |Grind, file and polish welding (a-e, b-c and d-f as shown).

10 |If necessary, finish welded seams by applying solder.




OPERATION 32 RENOVING AND FITTING REAR SIDEMEMBER

4l

RELOVING PART (see Drawing 3¢).
NOTE:- This operation can only be carried out following either operation T2¢ or T31,
Cut through front sidemember (a-b as shown).

Open seam joining side panel to floor (b-d as shown). Open seam at end of floor centre
sean &t end of rear seat floorboard (e as shown).

Remove part.

FITTING PART

Straighten flanges and edges previously cut.

to the floor centre crossmember (f as shown).

crossmember (f as showmn). Open

Offer up the tubular crossmember and fix it on the side opposite the sidemember which is to be replaced. Offer up and fit
sidemember. Fix it to the tubular crossmember by means of bolts and to the body hull by & series of tack welds.

Weld the front sidemember (a-b as shown,. Weld sidemember to floor (b-d =s shown), to rear seat floortoard (e as shown), and
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42 OPERATION 32A REMOVING AND FITTING SLIDING ROOF (BRITISY MCDELS ONLY)

REMCVING PART

1 |Undo two nuts on front rail of roof frame, two nuts at centre point of roof frame side rails, and also two nuts and bolts at
rear end of side rails.

2 | Remove part

FITTING PART
3 |Offer up sliding roof frame and fit loosely the nuts and bolts for fixing the frame.

4 |Determine the position of the frame by introducing the sliding panel from the top of roof panel opening. Open and close the
sliding panel and adjust the position of the frame to obtain proper location of panel.

5 |Tighten up nuts ard bolts fixing frame.

6 |Take out sliding ganel through roof panel opening.




OPERATION F33 RELIOVING AND FITTING OUTSIDE DOOR HANDLES

— - w

1

|
|

RELOVING AN OUTSICE DOOR HANDLI:
Take out two screws fixing handle.

Hold the lock bolt in the "OFEN" position by means of the interior handle. Pull cut the outside handle until it is fel:

come to a stop. HNext lower the handle about an eighth of a turn and pull it right out. %

FITTING AN QUTSIDE DOOR EANDLE

NOTE:- To enable the handle to be fitted easily it is recommended to chamfer the ends of the spindle.

"_aold the lock bolt in the "OPEN" position by means of the interior handle.

Meke sure that the square hole in the lock bush is in the correct position.. If necessary position it with the aid of a
screwdriver.

With the lock bolt in the "OPEN" position, engage the handle spindle i
I Y g ¥ pindle in the squere hole of th . 1anc
until the escutcheon fits against the door panel. 3 Py e

iTighten the screws fixing the handle.



OPERATICN F34 REWOVING AND FITTING DOOR LOCK BARREL

EPull out the pin retaining the cups and spring. Remove the cups, spring and escutcheon from the handle.
:Remove lock barrel from spindle after taking out wire circlip retaining the barrel.

' Lightly cil the lock barrel and fit it in the spindle making sure that the peg on the barrel is correctly located in the

' Fit the spindle and lock barrel in the handle. Fit in this order; escutcheon, thrust washer, spring and two cups. Fit

' Remove cups, spring and washers from spindle. To do this, it is necessary either to file off notches on spindle, knock out
 retaining pin or remove a cirelip. The cups, spring and washers are held by one of these three methods. Take off the

44
;REMOVING LOCK BARREL (FRENCH type handle)
1 Remcve the door outside handle (see Cperaticn B3,
2
3 ?Tap the spindle ané lock barrel assembly oué through handle.
4
' PITTING LOCK BARREL (FRENCH type handle).
g
. 'slot in the spindle bore. Fit wire eirelip to retain the barrel,
6 | T
'pin in spindle to retain these parts.
7 |Fit the handle tc the door (see Operation F33)
REMOVING LOCK BARREL (BRITISH type handle).
1 Remove the door outside handle (see Operation F33)
, :
handle gscutcheon olate.
3 | Remove either a pin or screw used to retain lock barrel in handle boss.
;FITTING LOCK BARREL (BRITISH type handle).
4

en

Lightly oil the lock barrel and fit it in the handle boss making sure that the peg on the barrel locates correctly with the

locking tongue. Fit either a pin or screw to retain barrel.

ink 1 ~itat . . 3 . s 1 st A . 4 i : : . e i
Fit the escutcheo, washers, spring and cups to the handle. According to the method employed, fit either pin or circlin fc
retzin the-e iteus. 1In cases where the parts were originally retained by notches at the corners of the sguare spindle use

-

either one of the following methods to retain the parts. Raise a fresh series of notches in the spindle, at a point level




OPERATION F34 REMOVING AND FITTING LOCK BARREL

[

with the original series by using a centre punch or drill a hole in the spindle at the same point, to asccommodate =
[steel pin 1/18 inch diemeter. Use a pin 5/8 inch long to retain the cups. '

| Fit the handle tc¢ the door (see Operation F33).



OPERATION F35 REMOVING AND FITTING FRONT DOCR LOCK

46 = _ —_— - - ' —
REMOVING LOCK
1 |Remove the door outside handle (see Cperation F33, paragraphs 1 and 2).
2 |Remove the door inside handle and the window winder handle,
3 Remove the door glass surround and the lower sealing rubber,
4 ste a screwdriver to unclip and remove the door trim panel. Remove the two escutchecn springs. Raise the window zlass to
|its maximum height.
& ERemove the screws fixing the door lock and the remote control.
8 :Take cut the assembly of .the door lock and remote control through the opening of the door inside panel,
|FITTING LOCK '
7 ;The window glass being raised to its maxizum height, offer up the door lock and remote control assembly trrougk the opening
of the door inside panel. Fit the assembly in position and tighten up the fixing screws.
|
8 Fit the door outside handle (see Operation F33, paragraphs 3, 4 and 5). Check the functicning of the lock. Provisionally
fit the door inside handle and check the cperation of the remote control. TFit the loor outside handle.
9 %Fit the two esscutclieon springs in place. Offer up the trim panel by hooking it on the centr3 bracket and pushing the panel
slips into the door. '
10 Fit the door lock inside handle and “he window winder handle.
L1 :Fit the lower sealing rubber of the zlass, offer up and fit the window surround.
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OPERATION F36 REOVING AND FITTING REAR DOOR LOCK

RELOVING LGCC

{Remove the door inside and outside handles, the window winder handle and the door trim panel.

Unhook and remcve the glass channel.

Reise the window glass to its maximum height. Tilt the glass towards the inside of the door. Disengage the slides of the
gless bottom channel from the rollers on the lifting arms. Take out the glass.

Wind the lifting mechenism to its lowest point.

Remove the screws fixing the door lock and remote control. Take out these parts &s an assem?ly through the rear opening
in the door inside panel.

FITTING LOCK

'Engage the door lock and remote control assembly through the rear opening in the door inside panel. Fit the lock and remote

control in place and tighten up the fixing screws.

Raise the lifting mechanism to its highest point. Offer up the glass from inside, engage the rollers of the 1lifting arms in
the slides of the glass bottom channel, the glass meamwhile being tilted inwards. Lower the mechanism approximately 150 mm.
(6 inches).

Offer up the glass chennel to the glass and hook it in position round the door window opening. Check the functioning of the
lifting mechanism,

Fit the two escutcheon springs. Offer up the trim panel by hooking it on the centre brackel and push the panel clips into
the door.

Fit the window winder handle and door inside handle
Fit the door outside handle (see Operation F35, osaragraphs 3 to 5).

Fit the glass sealing rubtber, offer up and fix the window surround.




48 QPZRATION F37 REMOVING AND FITTING DOOR GLASS

RELOVING GLASS

1 | Remove the window surround and sealing rubber.

2 | Lower the glass. Unhoox and remove the felt channel.

3 Rais; the zlass to its highest position. Tilt the glass towards the inside of the car and disengage the bottom channel from
rollers of the lifting arms.

FITTING GLASS

4 |Raise the winding mechanism to its highest point.

6 |Offer up the glass from the inside. With the glass tilted inwards, engaze the lifting arm rollers in the slides of the glass
bottom channel. Lower the mechanism a little to complete the fitting of the glass.

8 |Hook the felt channel in position around the door window opening.

7 | Fit the lower sealing rubber. Offer up and fix the window surround by screws.




OPERATION F38 REVMOVING AND FITTING WINDOY WIXDER

48]

10

11

12

REMOVING WINDOW WINDER
Remove the window surround and sealing rubber.
Lower the glass, unhook and remove the felt channel.

Raise the glass to its highest point, tilt it towards the inside of the car anc disengage the bottom channel from the
lifting arm rollers.

Remove the door lock inside handle and the window winder handle.
Unclip the door trim panel with the aid of a screwdriver. Remove the two escutcheon springs.
Remove the screws fixing the windinag mechanism. Take out the mechanism through the opening in the door inside panel.

FITTING WINDOW WINDER

|Set the 1ifting arms to the "GILASS CLOSED" position. Engage the mechanism in the door through opening in the inside
panel. Tighten up the fixing screws.

Offer up the glass from the inside of the door. Tilt it inwards and engaze the lifting arm rollers with the slides on the
bottom channel. Lower the winding mechanism to complete the fitting of the glass.

Hook the felt channel in position around the window opening and check the functioning of the lifting mechanism.

|Fit the two escutcheon springs. Offer up the trim panel by hooking it on the centre bracket and push the panel clips into
the door.

Fit the window winder handle and door lock inside handle.

Fit the glass sealing rubber, offer up and fix the window surround by screws.

49
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OPERATIOH ®39 REMOVING AND FITTING WINDSCREEN

The windscreen can be removed in two different ways according to requirements.
REMOVING WINDSCREEN WITHOUT REMOVING HINGES (when windscreen is a good fit in the body opening).

It is sufficient to disconnect the central control from the windscreen by taking out the two fixing sorews. Open the windscreen
enough to give access to the screws fixing the hinges. Remove these screws and take out the windscreen.

REMCVING WINDSCREEN WITH THE HINGES

To obtain access to the screws fixing the windscreen to the body it 1s necessary to remove the trim panel carrying the windscreen
{wiper. To do this proceed as follows:-

|Take off the wiper blade and unscrew the two mts of the windscreen wiper guide. Remove the five screws fixing the windscreen
opening surround along the top edge only. Remove the screws fixing the panel and then take the panel out. Disconnect the
central control from the windscreen and next the windsereen hinges from the body. Take out the windscreen.

FITTING WINDSCREEN 2

No particular diffioculty should be encountered when fitting the windscreea. (For making the windscreen water-tight, replacing
the windscreen glass and adjusting the fit of the windscreen in the body, see Cperation F.41).




OFERATION F40 REPLACEWENT OF WINDSCREEN GLAZING RUBBER 51
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=
{ The operation of reglazing the windscreen requires some precautions to Te taken to prevent brezking the gless ¢r damaging

| the frame.
i The two halves of the frame being separated; slacken the screws fixing the freme joint tepping blocks & few turns. Chamfer
the ends of the tapping blocks that are exposed to permit their easy entry into the other half of the freme when assembling.

Drill two holes approximetely 4 mm. diameter in the outside face of the lower h2lf of the frume at the bottom cormers.
These holes will permit any water penetrating at the frame jJoints to drain away.

Place the glazing rubber around the windscreen glass making sure that it extends an egqual amount on both faces. Coat the
two faces of the rubber and the ends of the joint tapping blocks lightly with Lockheed fluid so thet parts mesy be easily
assembled.

Fit one half of the frame on the glass fitted with the glazing rubber and fully engege glass into the
section by using & Jjoiner's press or cramp. After fitting remove the cramp.

Offer up the second half of the frame and clamp both halves together using once again the joiner's press or cramp. Fit
and tighten the assembly screws into the joint tapping blocks.

Eal

rame channel

NOTE:~ On no account must the frame be assembled by the use of & hammer or mellet as this method-is likely to cause breaking
of the gless and distortion of the frame.
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JPERATION F4l WINDSCREEN FITTING AND ADJUSTMENT
i :

The water-tizhtaess of the windscreen can only te assured if it is correctly positioned in the body opening and if the
rubber weatherstrips are in good condition.

The weatherstrics must be flexible and have no "splits". If they are not up to standard they must be replacsd.
The windscrsen is fixed to the body by two hingss having slotted holes for the fixing serews. These slcts sermit the

hinges to be adjusted vertisally.
Jn the front roof inside panel are bracxets for the hinges. These brackets also have slotted noles whish allow for
norizontal adjustment. :
It is therefore possinle to locate the windscreen correctly in the body opening by mc"qu it both laterally and vertic
“ater-tizhtness of tne windscreen along its top edge can only be obtained if the weatherstrio fits sorrectly to the top

v

‘edge of the body openirs Zowever; the rubber must not fit so tightly that force is required to open the windscreen.
= I =] s e

Cbtain correct it tz:g by adjusting the windscreen by its hinges or hinge brackets.

Vatch to see that the flange of the weathsrstrip does not roll up towards the inside of ths body openinag.

This adjusting speration necessitatss the removal of the panel carrying the windscreen wiper so that acc2ss To the screws
ixing the hinges to the brackets can be obteined. It is vqually necessary to free the ce1tral control from its fixing on the
body.
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OPERATION F42 DCOR HAWGING AND SHUT ADJUSTLIENT 53
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MAKING DOOR WATER-TIGHT

| In order to exclude draught and water the weatherstrip around the top of the door must be in good ccndition.

{ It must not be hard or split.

| When it is not up to stundard it must be replaced. To do this proceed as follows:

| Remove the two dove-tail blocks. ;

With the aid of a tather sirong screwdriver open the steel section retaining the weatherstrip and remove the latter.

Fit a new weatherstrip and carefully tap the steel retaining section back to its normal pesition by using a mallet. Fit the
two dove-teil blocks (for their adjustment see the following chapter.)

DOOR SHUT ADJUSTMENT

| If the doors rattle when the vehicle is in motion it may be due to one of the four following causes.
1. Wear on hinge pins or hinge pin holes,

2. Door touching body opening at one or more points.

3. Door lock bolt or striking plate out of adjustment.

4. Dove-tail blocks worn or door buffers worn or missing.

In all cases it is necessary to first put the hinges in good order, either by replacing the hinge pins or the hinges theaselves.
It is essential for the door to fit the body opening without touching at any point.

|Arrive at this condition by adjusting the position of the hinges.

| The door can be moved vertically by virtue of the fact that the holes in the docor pillars for the hinge fixing screws are

| oversize. This feature permits & limited movement of the tepping plates retained in the pillars. If the door requires lateral
adjustment a packing piece of the thickness necessary to give correct adjustment should be fitted between the hinge plate and
the door pillar.

If with the above adjustments the door still touches the body openinz give a few blows with & mallet to either the door or
door opening shut faces at a point where the fouling occurs.

Fit the door dove-tail blocks. These blocks can be adjusted up or down on account of the oversize holes for the fixing screws.
To held the door tight when the vehicle is in motion the upper dove-tail block must be adjusted so that its upper face bears
against the upper face of the upper dove-tail housing fixed to the body. It is equally important for the lower face of the

' lower dove-tail block to bear against the lower face of the lower dove-tail housing.

| 1f the dove-tail blocks do not fit completely in the housings, millboard or linoleum packing pieces, of sufficient thickmess

to teke up the gap, must be fitted between the blocks and the door.

Meke sure that the door closes properly. The lock bolt mist fit behind the striking plate catch without play. If necessary
&djust the striking plate laterally. After adjustment, TIGHTEN UP HARD, the striking plate fixing screws.

Fit in place the four rubber buffers in the holes provided in the top flange of the door opening on the body =nd along the
lower edge of the door itself,

Lk



OPERATION F43 FITTING AND ADJUSTMENT OF SCUTTLE VENTiLATOH AND REAR LUGGAGE COMPARTMENT DOOR
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SEALING SCUTTLE VENTILATCR

I

If water penetrates by the scuttle ventilator only the rubber joint can be at fault. It will be necessary to replace this joint
{ follows: -

| Disconnect the ventilator panel from its hinge by removing the three fixing screws visible when the ventilator is opened and the
| taken out of the conmtrol rod.

| Take out the rubber joint from its channel. Scrape out and carefully brush the channel and the flange of the ventilator panel.

| the channel with adhesive.(%*) '

| Fit the joint in place and fit the ventilator panel. Keep the panel in the closed position in order to press the joint firmly i
| position.

| Leave the ventilator closed for twenty hours so that the adhesive can dry.

|

| SEALING REAR LUGGAGE COMPARTMENT DOCR

' The replacement of the rubber joint is made in a similar method to the scuttle ventilator joint.

However, to obtain a good seal around the door it is necessary for the latter to locate correctly in the joint chanmel.

Locate the door panel correctly by setting the door hinges in the direction necessary.

Make sure that the drein holes in the luggage compartment floor are not clogged so that any water that may leak through the lowe:
Jjoint of the door can escape.

1 ' "
| he adhesive used a ou or this purpose is; "BOSTIK GRADE C su ied by B.B. Chemicals Ltd., Ulverscro oad, Leit
(") The adhesi d at Slough for this purg iy U DE C", suppl v E Ul ft Road, Leices
' England.
|



OPERATION 544 RECTIFICATION OF REAR SEAT
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See Drawing 43

NOTE:- The rear seat cushion and squeb are fitted with an inner air tight bag. Because of a valve arrengement air escapes
freely from the cushion under pressure, but enters again only slowly through the seams in the material. This retards the
action of the springs on rebound. ;

THIS ARRANGEMUNT IS EFFECTIVE ONLY IF THE BAG IS AIRTIGHT.

CHECKING EFFICIENCY
Press hard on the cushion with both hands. Quickly relax the pressure. The cushion should return to its original shape only

slowly. If it does not, there is leakage in the bag.

RECONDITIONING

If there are no tears in the outer cover it will be difficult to locate the position of the leak.

(e) Check the millboard panel in the cushion frame. If a large rent is present the panel must be changed.
If there %s only & small hole cover it with a piece of millboard stuck on like an inner tube patch (use glue similar to
Seccotine).

(b) Check the bag for leaks. Remove trimming around the cushion border and check the condition of the materisl of the beg as
well &s its fixing to the cushion frame. 1If necessary remove the trimming completely. Patch any holes with air tight
material. Coat both bag and patch with upholstery solution. Leave to dry and then assemble with the bag under pressure,

(¢) The buttons which deccrate the cushions are fixed to the wupper part of the cover as indicated by fig. 4. Tc sew them on
it is necessary to pass the thread through holes existing in the rubber patches.

(d) The hook plates for the rear squab pass through the cushion frame. The holes made for these hooks must be closed except
for en opening sufficient for the hooks to pass through. To do this stick on an air tight materiel (see figs. 2 and 3),
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OPERATION P45 30DY PAINTING
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15
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17

18

BODY REQUIRING COMPLETE STRIPPING

Strip off the paint completely, using paint stripper and a scraper. After this operation, carefully wipe off the stripper.
Clean the body with petrel.

Rub down any patches of rust with No:80 abrasive paper,

Clean off with petrol. Wipe dry after cleaning.

Mask the glass and chromium plating. To save time use steel templates cut the shape of the different openings. In the absence
of templates use sheets of paper stuck on with adhesive tape.

Spray on = coat of cellulose primer diluted in the proportion of approximately 100/100.
Spray on two coats of cellulose filler diluted in the proportion of approximately lOQ/lOO.

Apply mastic cellulose stopper with a knife. Leave to dry for approximately thirty minutes at a temperature of 18 to 20 degrees
Centigrade.,

Spray on a further coat of cellulose filler diluted as before.
Rub down body with No: 220 or 180 abrasive paper used with water.

Dry by applying compressed air over entire body surface. Wipe over with a soft cloth.

Spray on & coat of cellulose lacquer diluted in the proportion of about 100/100 (the actual proportion depending on the products

jused) .

|Touch up again with stopper applied with a knife.

Rub down the stopper with No: 220 abrasive paper used with water.
Dry by applying compressed air and wipe with a soft cloth.
Correct any defective areas in the stopping or lacquer with a coat of lacquer applied only where necessary.

Spray on three coats of cellulose lacquer, diluted to about 1C0/100 (according to the products), with an interval of five minute
between each application.

Leuve to dry for five hours at a temperature of 20 degrees Centigrade.



OPERATION P46 BODY PAINTING
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z24

27

z28

29

3C

31

32

33

34

35

Check the surface.

Polish the lacguer with No: 320 abrasive paper used with water and common soap. STRONG CAUSTIC SOQAP MUST NOT BE USED.

Remove the wheels, clean and paint them.

After cleaning, paint underneath the wings and hull. Use black peint AC.120 or a synthetic paint.
Fit the wheels.

Wash the body with clean water, dry with compressed air, and wipe over with a soft cloth.
If necessary touch up any areas where lacquer has been removed by polishing.

Apply a mist coat (mixed in the proportion of 30/70 of concentrated lecquer and thinnefs}.
Leave to dry for five hours at & temperature of 18 to 20 degrees Centigrade.

Polish with paste applied with & cotton wool pad.

Clean the glass, chromium plaeting, and thé inside of the body.

Use water to wash off polishing paste and cotton wool.

Give & final polish with paste.

Touch up panel edges with & small brush.

Fit the outside heandles to the doors (including rear lﬁggage compartment door).

Fit check straps to doors (including rear luggege compartment door).

Fit the bonnet.

BODY NOT REQUIRING COMPLETE STRIFPING
Partially strip the body by using & scraper.

Using No: 80 abrasive paper dry rub down the areas scraped and any rusty parts to bare metal.
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3 | Remove grease with aleohol or pstroi. _ :
4 |Polish with No: 280 abrasive paper used with scap and water.
S |Spray on a coat of cellulose primer (diluted in the proportion of about 100/100) on the areas stripped.
6 |Spray on two ccats of cellulose filler (diluted in the proportion of about 100/100) to the areas previously primed.
7 |Apply mestic cellulose stopper, where necessary, with a knife. Leave to dry for thirty mimutes at a temperature of 18 to 20 degr
Centigrade.
8 |Spray on a third coat of filler (diluted as before).
9 |Rub down filler and stopping with No: 180 or 200 abrasive paper used with water.
10 |Rinse with water, dry with compressed air and wipe with a soft cloth.
11 |Spray on a coat of cellulose laucquer (diluted in the proportion of about 100/100 according to the type of product).
12 |Touch up again with mastic cellulose the areas previously sfopped.
13 |Rub down stopping with No: 280 abrasive paper used with water.
14 |Dry off with compressed air and wipe over with a soft cloth.
15 |Touch up any defects in the stopping or paint by applying a coat of cellulose lacquer only on the areas affected.
16 |Spray on three coats of lacquer (diluted in the proportion of about 100/100 according to the type of product), with an interval o
about five mimutes between each coat, over the whole body surfacs.
17 |Leave to dry for five hours at a tempgrature of 20 degrees Centigrade.
18 |Check the surface painted.
19 | Polish the lacquer with No: 320 abrasive paper used with water and common soap. STRONG CAUSTIC SOAP iuUST NOT BE USED.
20 |Remove the wheels, clean and paint them.
21 Aftar cleaning, paint underneath the wings and hull. Use black paint AC.120 or a synthetic paint.
22 Fit the wheels.
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'Wash the body with cleen water, dry with compressed air, and wipe over with & soft cloth.

| If necessary, touch up sny areas where lacquer has been removed by polishing.

Polish with peste applied with & cotton wool pad.

Clean the glass, chromium plating and the inside of the body.

?Use water to wash off polishing paste and cotton wool.
1

|Give a finel polish with paste.

éTouch up panel edges with a small brush.
|

Apply a mist coaet (mixed in the proportion of 30/70 of concentrated lacqguer and thinners).

Leave to dry for five hours at & temperature of 18 to 20 degrees Centigrade.

'Fit the outside hendles to the doors (including rear luggage compartment door).

:Fit check straps to doors (including rear luggage compartment door).

'Fit the bomnet.

éIMPORTANT NOTE;=- These twe operations apply to vehicles already painted with cellulose lacquer. If the vehicle is painted
|with synthetic or oil paint, for repainting, the body must be completely stripped.

%EATERIALS REQUIRED FCR PAINTING A VEHICLE COMPLETELY STRIPPED DOWN.

| Stripper 20 litres (45 gallons)
Petrol d litre (1F% pints)
Cellulose primer 0.6 litres (1 pint)
Cellulose filler 6 litres (1% gallons)
Mestic cellulose stopper 1.500 kgs. (33 1lbs.)
Cellulose lacquer (colour) 6 litres (13 gallons)
Thinners 12 litres (Eg-gallons)

Black varnish for underneath hull

No:80 abrasive disc 1 disc

No:180 or 220, 280 and 320 abrasive paper 22 sheets

Common white soap 0,050 kgs. (1% 0zs.)
Abel No:3 polishing paste 0.800 kgs. (1? 1bs.)
Abel No: 4 polishing paste 0.100 kgs. ( 3 1b.)

\VARIOUS ITEMS - Soft cloths (mutton cloth), cotton wool, spange, chamois leather, small brush (lining brush), polishing mops.
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LACQUERS TO USE

The qualities used on vehicles of French manufacture are as follows:-

VEHICLES FAINTED GREEN: Green cellulese AC.500.
VEHICLES PAINTED BLACK: Black cellulose AC.201.

Thesé.lacquers are sold by all suppliers (Glasso, Nitrolao, Lefranc, Valentine, etc.)

VEHICLES PAINTED LIGHT METALLIC GREY: Metallic grey cellulese AC.105.
VEHICLES PAINTED DEEP METALLIC GREY: Metallic grey cellulose AC.106.
VEHICLES PAINTED DARK GREY: Grey cellulcse AC.111

These lacquers are sold only by Nitrolac.

For fatouching vehicles painted glossy black it is necessary to use black cellulose lacquer exclusive for Citroen finishing.
This lacquer is sold by Pyrolac or Nitrolac.

WHEELS

Wheels of four cylinder models are painted in grey cellulose AC.1ll2.
Wheels of six cylinder models are painted in cellulose AC,10l.

These lacquers are sold only by Pyrolac.

UNDERNEATH WINGS AND HULL
Syrdthetic paint or black AC.120.
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iSee Drawing 44

|Different parts of the vehicles are covered with & substance meant to deacen noises in the body assembly. When washing the
vehicle it is necessary to take care not to scrape the underside of the wings and thereby remove any of the sound deadening
‘meterial. :

'Sound desdening meterial used on French built vehicles is ™Bituplastic 4B" sold by the "Societe Francaise Bituplastic,

139 rue de Colfete, Faris", and "Alphonex" sold by "Silenco, & rue de Belfort, Maisons-Alfort (Seine)". These products, of a
EbitumEH and asbestos base ere ir the form of a paste and cen be used as received. However, should they be too thick they
fcan be diluted with a little water.

' These meterials must be applied with a putty knife or & brush to thickness varying from 1 mm. to 2 mm. The amount necessary for
' one vehicle is approximetely 12 kg. (27 1bs.) The coating will dry in air in ten to twelve hours. These materials will burn
'in contadt with & flame but combustion ceases directly the flame is removed.

iDrawin@ 44 shows the various arees where either one of these sound deadening materials must be applied.

f
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