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GENERAL
Vehicle identification

IDENTIFYING THE CHASSTS

The chassis number;

- manufacturcrs’ worldwide code;

- vehicle Mines type;

1s cold-stamped on the righthand side
of the cdge of the engine compartment,
panel (raise the snappon seal on the
scuttle grille slightly}.

M105¢60

Miiu

The vehicle is identified by two plates
both mounted on the same backing which

18 located on the righi.hand centre
pillar.



GENERAL
Vehicle identification
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LEGAI. INI'ORMATION

At. A: the manulacturers naue

M. B: the FEC reccption nixmbder

AL C: the vehicle Mines type preceded
by the manufactiarers' worldwide
identity code (VFS corresponds to
MATRA AUTOMOBILE)

At. D: the chassis number

At E: the gross vehicle weight

At F: the gross tLrain weight

At G: Lhe maxinum permissibie [ront
axle loading

At H: the maxitum permissible rear
axle loading.

(ood Roads

At 1
At 2

e .’

AL 3
At 4:

At §:
At O
At 7:
At B

LAl

Notc :
these

MANUFACTURING FACTORY INFOBMATION

the vehiclc type
the First fipure indicates the
gearbox orr large options '
{2: § speed gearbox - 7:

5 speed gearbox + 4x4)
{.he second fipgure indicates Lhe
equipment. level

(2: E1l or AS - 3: E2 - 5: E3)
the technical cquipmeni. number
additional equipment. Fitted in
the Factory as an option
Lhe trim code
the paint code
the equipment level
a letter designat.ing the Factory
of manufacture '
(T = Romorantin, K - Dieppc)
followed by the Cabrication rumber.

in certain cxport markets, some of
items may not be shown, the plate

described above is Lhe most comprehensive
vers Lon.

ALLOCATION OF THE TECINICAL EQUIPMENT NUMBERS {3)

Special Coguipment

Steering

lefthand crive righthand drive

lefthand drive righthand drive

10X to 49X series 70X to &)X serics

{X corresponds to mn additional definition)

50X to 09X series 00X ta 99X serices




GENERAL
Lifting methods 40

FSSENTTAL SPECTAL TOOLING

Cha. 280-02 Trolley jack pad
Cha. 408-02 Treolley jack adapter s@pcket

It is forbidden to lift the vehicle by taking the load under {.he front suspension
arms, Depending on the trolley jack Lype, use onc of the sockel.s Cha.408-02 to
fit pads Cha.230-02,

LIFTING WITH A TROLLEY JACK FROM TIE
FRONT

Apply the handbrake or place chocks

——
o —

under the rear wheels pmSTIEIT T o

e —————

Use pad Cha.2%0-02.

Take the load behirned the front cross
member .

Enswre that the pad is not in contact
with the gearbox or Lhe exhaust downpipe.

M110391

TROLLEY JACK FROM 41§ REAR

It is FORBIDDER to lift the rear of the
vehicle by taking the load under the
cent.re section of the rear axle assembly.
Lift. each wheel scparately, taking the
Toad at the vehicle jacking points.

M10407 BS B79-1

ESSENTIAL PRECAUTTONS

In order not to damage the jack mountingy
{ir panels are twisted it would be
impossible to use Lhe jack afterwards),
it is essential to place a chock {1}
between the jack head and bearing face
of Lhe side member as shown in the
liagram opposite.




GENERAL
Lifting methods

AXLE STANDS

When axle stands
placed wder {he

prov ided for the
vehicle with its

are used, they must be
jacking points (1)
jacking up of the

own jack.

Rear axle stands are placed in position
by lifting the vehicle under Lhe rear
axle, at the shock absorber mounting
polnts.

M10003

ATTFNTION: NEVER TAKE THE WEIGHT UNDER
THE SIDE VALANCE: IT TS MADLE FROM
POLYESTER RESIN WHICit MIGHT BREAK.

856791

AM10407




GENERAL
Lifting methods

2-POST LIFTS

Place the lilting pads under the
vehicle jacking points taking care
not to twist the side part of the
points. IT these points are
damaged it will be impossible to
fil. the jack.

USL ‘I'HE CHOCKS DESCRIBED ON THE
PREVIOUS PAGE IFOR THIS PURFPOSE,

FOR YOUR SAFETY and to ensure that the
vehicle is supported correctly on the
pads, il is forbidden to remove
components which would cause a shift
in weight when using a 2-post lift,

e TTITONAN

M106a04

M10D05




GENERAL ‘
Towing 40

It is FORBIDDEN teo jack up the vehicle Laking the load under the rear axle contre
scetions.

The towing hooks which are to be used only for Lowing Lhe vehicle on the road must
wnder no circumstances be used for pulling Ghe vehicle oul. of & ditch or any other
similar emergency operation. Meither must they be wsed to lift the vehicle either

directly or indirectly.

FRON'I' REAR

M10385

M 10286

INTEGRAL 4 X 4 TRANSMISSTON

The design of the vehicle (four whecels permanently driven with no possibility of
uncoupling them}, does nol permil. a great difference in speed between the front and
rear wheels: THERE IS A RISK OF DESTROYING THE VISCO COUPLING.

It is fofr this rcason that A BROKEN=-DOWN VEHICLE MUST BE RECOVERED LN 'FHL FOLT.OWING
WAY :

- ON A PLATFORM (vchicle immobiliscd on its fouwr wheels)
= BY TOWING ON ITS FOUR WHEELS {it this operation is permitted by current legislabion

in the country in question).
[ TS5 FORBTDDERN TO TOW THE YEHICTE:
with Lhe rear axle raiwsed

with the front axlc raisced.

ATTENTION

If', for exceptional reasoms, it is necessary Lo Low Lhe vehicle with Lhe Mront
wheels raiscd, the prop shaft would have to be removed (see section 29).




GENERAL
Description of plastic parts (Exploded views)

— .

10

-

PARTS BONDED TO CHASSIS

Body top
Rool

Rear wing
Front wing
Sill

i SRV RV i

These parts are made from 4 composile material based on polvest.er resin:

FLASTIC STRUCTURE

3
4
6
1Q

DETACHABLE PARTS

Tailgate 1ining
Tailgate outer panel
Rear door panel
Front door panel
Bonnet

pre-impregnated Lype (SMC) @ parts 1, 4. 5. 6, '? ¥, 9,10

- Injected resin type

st parts 2. 13




GENERAL
Description of Metal parts (Exploded views)

q
L\

21
22
23
24
25
26
27
28
29
30
31
32
33

Front unit

Simplified cowl pancl

Tnner wing flange pancl

Front, wheel arch

Battery tray

Headlight carricr pancl

Headlighi. corrier panel imner strengthencr
Rear wheelarch

Shock absorber turret

Shock absorber cup

AMr conditioning pancl

Fngine compartment upper paneid.
Bulkk head

Cross member between [ront pillars



GENERAL
Description of Metal parts (Exploded views)

42 43 42

63 62 61 60 59 58 57 56 55 54
CENTRE AND REAR PARTS OF - .
UPPER STRUCTURE 530 Rear upper rain channel
51 Rear lower rain channel
L 52 Rear rain channel lower lining
40 Esmd.s.c:r'egn'apct’t,ure - upper cross 53 Rear quarter panel lower strelcher
I!’lemht-?r‘ Iln;ng assemb 'y 54 Stripped wheclarch
41 Strelcher tront lining 55 Rear pillar
42 (:/cntr'e UDPEr Cross members 36 Rear wheelarch assembly
42 L:;l.r-et.chcr Cenl,l"t-.e. lining 37 Rear quarter panmel frool pillar
44 Siretcher rear lining lining
45 Rear cross member lining 58 Centre pillar
40 Rear upper cross memboer "9 Centre pillar lining
47 Uppcr stretoher 60 Unarter light, pillar
4% Rear quarter pancl lining 61 Iront pillar
49  Rear quarter panel front pillar 62 Quarter light stretcher
63 Windscreen column upright




Description of Metal parts (Exploded views)

GENERAL

LOWER STRUCTUURE
FRONT SECTION

70
71
72

-~
73

74
75
76
77
78
74
50
X1
K2
53
55

Steering cross member

Front. side member extension
Complete [ront side member

Side member extension closure
panc]

Front. pillar side cross member
Caster Lie rod clevis

Lower =ide member

Lower sidce member lining

Front half unit

Harness protection pancl

Front, lower ¢ross member

Ipper side member front Lining
Upper side member centre lining
Upper side member rear |lining
=toecring cross member end piece

CENTRE SECTION

weat strengthencer cross member
with anchoragc

Centre pillar

Centre side member

Centre pillar centre cross member
Handbrake strengthener assembly
Yalancec

Floor panel front half cross
member

Floor panel extension

Front half floor panel

Tunnel assembly

Yalance closure panel

Centre pillar spacer

Tunnel passage assembly

Cross member between side
member extension




GENERAL

Description of Metal parts (Exploded views) 40

116 115114113 112111110 109 108 107 106 &~

REAR SECTION OF LOWER STRUCTURE

v9
100

101
102
103
104
105
100
107
108
109
110
111

Cross member centre strengthener
between cups

Cross member between spring cup
with seat anchorape

4 x 4 guide bar mounting

Cuter side member

Outer side member lining

Bimper side mounting

Rear side member assenmbly

Seat side strengthener

Jack mounting

Rear pillar spacer

Rear arm outer backplate

SPring cup

Shock ubsorber anchorage clevis

112 Rear pillar side cross member
113 Rear arm inner mounling
114 Inner side member lining
115 Inner sidc mcember
116 Centre cross member with lining
117% Commect.ion arm
118% Front mounting clevis
119% Rear mounting clevis
120% Rear cross member
121 Towing strengthener
122 Rear cross member
123 4 x 2 guide bar mounting
124 Towing plate
125 Rear floor panel
126 Seat centre sbrenglhener with
anchorage
* Parts for sccuring rear axle on

4 x 4 vehicles




GENERAL
Description of Metal parts (Exploded views)

310

19

H8

G7 F6

PARTS WITH HIGH LIMIT OF ELASTICITY

Al
B2
€3
D4
E3
Fb
G7
HA
g
110

Cross member between spring cups
Guide bar mountings 4 x 2 and 4 x 4
Rear outer side member strenothener
Valance panel

Spring cup

Shock absorber anchorage clevis
Centre side member

Rear inner side member

Rear eross membor

Rear floor panel




GENERAL

Door and lid clearances (in mm)

40

10406

AM10968- 1|

M1D96R-1
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5%+ 1
M10968-1

MIUSHE 1

M10368




GENERAL
Door and lid clearances (in mm)

40

MI1G968

M10306

M10968 1

MINIRE- 1

M10968-1

T J’:u*

M 10468 1 ﬁ
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M10968-1

MI10968 1




GENERAL
Door and lid clearances (in mm) 40

M10406

1 3 ,’N?j 1 6
M10968-1 -?J
M1GY68 1

M10968

M10968 1

M10968 MI10YbH




GENERAL
Door and lid clearances (in mm)




GENERAL

Key to symbols

LOCATLON OF
OPERATTION

TOOGL AND ORDER OI
OPERATIONS

1YPE Ol

LOCATION OF
OPLERATEON

TYPE OFF TOOL AND ORIER
OF OPERATIONS

CUTTING OUT - UNPICKING

o _P /"_"'- oy 2
{1~y [>'." *[:H X
! l@) L :
nd S il
\ mlnd unpick lean
' ] a1
270 ()
™Y NS

srind back

| .
/ o (s
A

1 . .‘(. s . :.. .
-_.)'II \ } ;

¢lean

gr ind unpick
| ", Qfﬁ%
| L
|
g ind
ﬁ ‘/g v t.”“?}i ‘
romove grnnd
solder
WELDING
x |L{mm)
Y iy g =
. ..4 [-'} Fﬂ}k ‘ . 250
_ |4, | 6 350
s 3 330
electric spol welds
T (Doeto&))
i‘, I \\\_._ _,7’ ‘s .. .," \“_-_%
stitah grind body
welding solder

WELDING (c¢ontinued)

pluh we: 1 d

DD

anchorage bead
STRATCHTENING

P ] PN
&y

nail puller

PROTECTTNG ©RIMPED AREAS

R

bead of mustic from cartridge

&) (i

mastic bead and sprayed-on
mast.ic

ANTI-GRAVEL PROTECTION

spraye d-un mastic

HOLLOW SECTION PROTECTION

[~ @

inject. with angled nozzle

PAINTING STYLISED AREAS

& D

aerosol spray




GENERAL
Using the symbols

EXAMPLE OF APPL.ICATTON

CUETING OUT — UNPICKING

MI10583-1

Operaticn Symbol

'This determines the type of operalion
and the exacl. point at which it is to
be applicd.

Tool Symbols

These show the type of tools and
Lhe logical sequence in which they
are to be used at the various
poinls concerned.

Note: the opcrations involved in
unpicking the strip of steel
remaining in place and prinding
back the traces of spot weld
remaining on the support panels
can only be carried oul. after the
pari. to bc replaced has been
entirvely removed,



GENERAL
Using the symbols

M10583-2

Operation Symbol Tool Symbols
This determines the type of operation These show the type of Lools and Lhe
arel Lhe exact point at which 1t is to logical sequence in which they are to
bc applicd. be used at the various points concerned

©) e v

Those operations covered by current safety regulations sre identified by the sym-
hol @ They are to be carried out with particular care, by the repairer, when
carrying out work on the vehicle.

We should like, in particidar, to draw vour atlention Lo areas of welding on vital
component.s . '

These areas are classified as "safety! welds following impact tests carried oul. on
vehicles and endurance tests carried out on bodyworic.

It is thercfore very important that they should be carcfully applied wnder repair
conditions to return the components to their original strength and thus ensure that
the repair is of the necessary guality (o ensure compiete safety,

We should like to remind you that (he welds round seal belt anchor points are also
clagsified as safety welds.



GENERAL
Using the symbols 40

SPECTAL INSTRUCTIONS FOR WELDING GALVANISED PANELS

All replacement parts for the steel structure of the ESPACE are supplled galvanised.
Any welding operatlons required during repair are to be carried out in a well
ventilated area, using, preferably, spot welding equipment or the protective gas
envelope welding process (MIG-MAG).

Generally speaking, the stripping back of the areas to be welded is not recommended
as this could compramise the original anti-corrosion protection qualities of the

vehicle. After welding, it is advisable to brush over the weld bead while it is
still hot using a metal brush so as to regalvanise the bead and the zinc at the edge.

1 — SPOT WELDING

It is essential to carry out tests on galvanised steel test pieces to determine the
current strength and pressure required to obtain a good quality weld (too low a
eurrent or too low a pressure will result in a dry weld).

NOTE: For full instructions on adjusting the equipment consult the bodvwork manual,
"Checking and adjustment dimensions” or the relevant paragraph in the welding
equipment' section.

2 - WELDING UNDER A PROTECTIVE GAS ENVELOPE
- Use steel wire 0.0 or 0.8 mm in diameter {eg. METALLIT, Fil Mag Zinc Rouille
Extrem or METAFLUX; an ATAL gas envelope.
- Set the distance between the end of the nozzle and the end of the contact tube

at approximately 10 mm.
- The equipment is to be adjusted on ordinary sheet steel of the same thickness as

the panelling to be welded.
- Under all circumstances, before starting welding apply an anti-splatter product
to the area on either side of the weld and inside the nozzle of the equipment to

keep the panelling clean.,
. BUTT WELDING
Leave a gap between the panels equal to half their thickness.
Apply the weld by the "stitch"” method.
. LAP JOINTS
Strip back the edges of the panels to be welded.
Apply the weld by the "stitch" method.
. PLUG WELD

Drill the upper of the two panels to a diameter of 4 to § mm (allow for this when
adjusting the equipment).
Ensure that the panels are correctly positioned {(even the smallest gap can
cause perforation and poor quality weld),
If necessary, apply two plugs, one on top of the other.
We strongly advise against using the OXYACETYLENE (gas torch) process.

Those parts which will be visible (centre door pillar for example) can be finished
with 3C0FT SOLDER without any particular problem, using a hot air gun.



GENERAL
Using the symbols

In somc special cases of sealing indicated below, bramgd joinbs can be made
for sealing purposes with cupro-alluminium wire and INARC Argon or brazed i
joints may be made using low melting point rods (For example CASTOLIN X(/PER
13XFC or METALLIT CA20F).

Only apply these brazed joints to the windscreen aperture where they are provided

in seriest

- righthand and lefthand joins of quarter light lower stretcher 4in the front
section with the engine compartment upper pancl;

- righthand and lefthand joins between windscreen cross member and front. section
of upper stretchers.

IMPORTANT: in all cases after completing the weld, the repairved areas must be
protected according to the sequences described in this manual, that is to say:

passivation - galvanising and zinc paint;

mastic application, secaling with smoothed or spraycd-on beads;
normal paint.;

- Injected hol low scction protect.ion.



GENERAL
Sequence for replacing a welded component

40

STRTPTING

All parts removed must. be placed on a trolley provided for this purpose.
The det.ails for removing Lhe trim clements are given in the scction relating
.o each cloment.

CUTTING OUT — UNPICKING

Remove the damaged part, following the instructions given with Lhe diagrams
for each operation (if necessary consiult the scction on using the symbols
al. the beginning of this chapter).

Grind back any pieces of spot. weld remaining on the vehicle pancls,

Special points concerning the replacement: of part panels with overlapping cuts:
Cul. out. the new part approximately §0 mm larger than the part. removed from

t.he vehicle.

Position the new part on the vehicle such that it covers the damaged arca then

mecure it using vice clamps.

Saw through both panel thicknesses so as Lo make it casicr to align Lhe cuts,
then remove the new part,

PREPARATION BEFORE WELDING

Crind with a dise or flat any bimps or grains of zinc se as Lo ensurc that the
areas to be welded are lal. (both on the vehicle and new parts), but do not
destroy the entire zine coat.

Prepare the parts Lo be plug welded. For this purpose, drill] the First panel
to diameter D indicated wnder each welding diagram.

Fit the new part on the vehicle then secure it using vice clamps.

WELDING

Apply as necessary:

- tack welds along the butt weld lines;

- eleclric spot welds;

- stit.ch welds under praotective gas envelope;
- plug welds under a protdctive gas envelope.

Apply soft solder to the bult, welded scctions after grinding down the weld bead.
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General repair instructions 40

CHECKING THE PILOT GUIDE POINTS LATD DOWN BY THE DESIGN OFFICE FOR THE
CONSTRUCIION OF THE BODY SHELL

|

e N

MI1G59 7/

If there is any distortion in area (L) the repairs must be carried oul on the
jig bench,

"NOTE: A damage diagnosis method is described in this manual under the sections:
DE'(ERMINING THE EXTENT OF BODY DAMAGE.

STRATIGHTENTNG - REBUILDING - CHECKINCG ON THE JIG BENCH
For reasons of SAFETY and to obtain a better QUALITY of repair, it is FORBIDDEN:

. To rveplace a side member, half unit ¢r complete unit without using the jig
bench.
Bv using the jig bench we ensure Chal. Lhe vehicle is rebuilt to the original
manufacturing dimensiuoms and that the front. and rear axle assemblies are
correct.ly posit.ioned.

. To carry out pulling operations on a vchicle mounted on the jig bench brackets
without. first: anchoring Lhe vehicle to the jig bench by at least two -clamps
on the body sill. ‘'lhese clamps arc to bc as ncar as possible to the area to
be pulled to avoid applying jacking loads t.o the jig bench brackets as thesc
caunld distort them.

It 1s also very important, when bodywork has suftfcered damage that involves
replacing a wclded component, to jack out, before removing it, the component Go
be replaced to return Lhe bodywork :as near as possible to its original shape
and Lbus {ree Lhe adjacent components from the stresses causced by the damage
{see MR501, FOOL).



GENERAL
General repair instructions

40

REPLACING WELDFD COMPONENTS

The operations involved in replacing welded components and the lines along
which they are to be cut. are defined on the basis of the capacity of each of
the component product.ion lines and the following criterias:

IN THE CASF (F THE EXTERNAL BODY PANIIS:
To avoid extensive distort.ion when butt welds are made.

To permit planishing tools and anti-corrosion protection eniipment to be
passed through,

IN THE CASE OF THE SUB-~ERAME COMPONENTS AND THE OUTER PANEL [.ININGS:

Fol lowing an impact, the cutting lines shown reduce the risk of distortion

to the passenger ceampartment and (he side members at points past the mechanical
wnit securing paints {(a risk which is made even greater by the heated areas
round the welds that set up stress raisers).

For rcasons of safety. it is FORBIDDEN:

. To cut, and butt weld, or to heat in order to straighten:

— the side members on the sections between the mechanical wnit securing
points and the passenger compartment. (only the extreme ends of the side
members, in front. of this point, can be replaced by butt welding}.

- the door pillavs at the seat belt anchor points,

. To cut aml butt weld an the same line any bodywork component and its
inner lining or stiffener.

(Offset the two cut lines by a few cent.imetres to separate the soft areas
caused by the welding.
Soft solder may be applied to improve appearance.

. To braze the side members or any oLher structural component part of the
vehicle {only the outer panels can be brazed at the points stipnlated in
the methods described in this section).

If it is impossible to weld such components together by spot welding,

we recommend using welding under a protective gas envelope (MIG OR MAG)
either in the form of plug welds or stitch welds (sce the welding seclion
in the bodywork handbook).



General repair instructions

GENERAL

THIY PROTECITION OF REFAIRED AREAS

It, is very Important to avoid any ruturce
problems Folblowing Lhe repair or replace-
ment. of a body component., to reapply.
effect.ively, thc internal and oexternal
protection =so us Lo oblain characteris
Lics Ldentical to those on the original
body shell and thus ensure that the
repalr 1s or good guality.

Depending on the case, two different
types of protection are to be appliced:

Butt welds {A) or (B)

. before welding: slrip back Lhe internal
and external areas Lo be welded, Lo
thoe bare metal;

after welding: in accessible box
sections and outer sections, atter
brushing the repair with a nylon
brush, protect the welded arca by
applying a coat of DRA passivaling
agent, with a painthrush. After dey-
ing, paint, or spray on 2 successive
coul.s of zinc paint. On the
visible sections (cngine compart-
ment ), apply the same protection as
above plus a coal. of aluminium
paint. Under the body, apply the
=ame protection and spray on a4 coat
of anti-gravel mastic,

. after painting: in box sections that
are inacceessible, apply the hellow
secldlon injected protection
SEQUENCE,

AT A"\ A Sy A

SRRCRCET D, 7. Vo Loty st

A B C

878MN

General repair instruct.ions (C)

- before welding: gently flat the
auter and inner faces of Lhe arcas
to be welded, Lo obtain good
corntact. on welding.

. after welding: apply the passifying
agent DRA o) lowed by two sprayed
coils of zine rich paint. Spray a
strip of anti-gravel mastic over the
Joint, between the parts.

Door pancis

To bond the panel to the door structure,
use a one -component, adhesive SIKA after
degreasing and an adherence primer to
Lhe panel and protecting the door body
against corrosion (sec secl.ion entitled
side collision: doors),

Protection by the application of
sprayed anti-gravel mastic (E)

This two-component product must be used
on all sections protected originally as
well as on all repaired areas under the
body so as to cnsure that the repairs are
of high quality. The panel joint areas
are Lo be sealed after welding with a
bead (L) Lhen mastic 1s sprayéd onto

Lhem {(very caretully for the joins in the
passenper compartment ).

256631
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Adjusting the apparatus 40

All adjustments must be performed by

testing panel samples identical to those . o " ;

to be welded according to the smallest L o RNLR ©1 50 903 Standard
thickness. a 06(07|08)| 1 |11]|13 |15
ELFECTRIC SPOT WELDING B 451 5| 5 |55|55]| 6 |65

Adjust.ing the pressure (dimension H)

B7133 I

//!’q,/'?/

Dimension (H} is regulated by having a : ,é“fi.

thickness (e) equal to the actual "’"/"///
|

thickness to be welded between the
electrodes. The value of this dimension
{H} is selected Laking account of the
thickness ol the thinnest panel in the
stack to be welded. NOTE: on this vchicle some of the parts
are made from special high tensile
steel. The spot weld adjustment
required for welding these steels is
different from that for normal steel:

B6 494

The thickness of panel (e) for the
acdjustment of (H} may be obtained
using a set of feeler gauges (for
example Facom 804 ).

o

Adjusting the welding time and - m_ter‘ns:lt}.'. I ‘?0%
intensitiy - welding time T +25%
~ pressurc H -10%
This adjustment depends on the electri-
cal supply of your workshop. lt must The: values of H stated allow for these
be adjusted by testing panel samples special characleristics.

‘{dent.ical to those on the vehicle.

Turn Lhe welding time koob (1} to the
First gradeation. Gradually increase
currcnt intensity by turning knob {2)
until the core of the spot weld blows
and then move back by one graduation.

Then increase the welding time
{(knob 1) to obtain the correct core
diameterr as shown 1n this chart,




Adjusting the apparatus

GENERAL

WELDING UNDER A MAG GAS PROTECTIVE
ENVELOPE

Continuous fillets

Set the current strength kmob to a
figure estimated to suit the thickness
of the panelling.

By carrying out a series of tests,
determine the wire throughput required
to obtain a wniform fillet,

Turn the panelling over to ensure that
the penetration is correct. If it is
not, adjust the current strength and
redetermine the carresponding wire

throughput.

AL SDLS U ST LA AL o oS S A o

a5170

Spot welding

Adjust the equipment by the same method
4s for continuous fillets then increase
the current strength by one position to
facilitate the striking of the arc.

Special instructions for butt stitch
welds:

Adjusting the positions of thé panels:

Mstance between tacks d 2= 30 e

The distance between the panels is to
‘be the same as their thickness (e),

A better control on the positions of

the panels can be maintained by avoiding
making tacks on the edges or at the
hottom of bent angles.

B%124

Welding:

Apply a series of stitches; overlapping
one ancther. leave 4 to 5 seconds
between the application of each stitch
to limit the extent of the blued area

87302

to 10 mm.
Special instructions for plug welds

The weld 1s carried out by drilling the
upper of the two panels and then plug-

TV ITIIIIIFA
t\\\g\\\\\\\\\\\\\\\\'

el i
AAETRLRRARRARIAR ALY

8S 363

to be carried out Lo obtain a flat weld.
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M1T0968 3

The polyester trim elements are assembled
on the galvanised structure by bonding
with pelyurethane adhesive,

'lhe various elements (except for the
sills) are arranged such that they
overlap in the manner of tiles, ie:

- the roof {1) covering the body top
soctions (2);

- the body top sections covering the
rear wings (3)}.

The windows are bonded:

- the windscreen and front side windows
arc bonded to the galvanised structure;

- the rear side windows (4) are bonded
to the rear wings.

NOTE: the rear screcn i1s (itted into the
tailgate.
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TYPE OF REPAIR

FISSURES AND
SCRATCHES IN PLASTIC

REPAIR SEQUENCE
NO. 1

HOLES

REPATR SEQUENCE
NO. 2

FRACTURES

REPAIR SEQUENCE
NO. 3

M 10406

REPLACING A
COMPONENT

REPAIR SEQUENCE
NO. 4




Repairing plastic

GENERAL

TOOL'ING -~ 1LNDIVIDUAL PROTECLITON
HYGLENL

PREFARING THE COMPONENT

- >
QLM QL O

M10932

- athesive tapce and masking paper
— grinder with P5Q disc
- rubber rlatting bilock

Irlatling paper (17120}

- ¢lean «loth.

CUTTING OUT THE COMPONENT

s S ~ b . .\. sy oA
NN s AR TN e

NN NN R . . R ~ . B
TR SR : RN .\w;..

Sasi: AIR OUTLL 3ASHY pneumatic type

O elect.ric oscillating saw of
the DESSOUTER CC1 typoe
ot metal saw

#(fitted with a diamond powder  blade}
- grinder {(PRQ}

cgrinder equipped with a 10 om
diamcter cutter {(for rear wing).
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UNSTICKING THE COMPONENT

— FEIN ASTIXE 636-5 electric blade

het, a1 Lorch
. CLhPAC JUMBOTHERM
» —IEINEL HL 200 T
. LELISTFR 2A

- knife, sharpened spatula

- tool for removing windscroons with
pLann wire

FITTING A COMPONENT

— CMET PAC 605 extrusion spray sun
- centring tools
- drill

- rivet gun
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PREPARING THE RESIN AND MASTIC

scissors {for culting mat )
paintbrush
coating spatulas and blocks

infra-red lamp

FINISHING

MULLER 3232 002 orbital sander with
extraction cquipmendt.

[Matting block with P130 Lo POQO
finishing paper-,
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Repairing plastic

HYGIENE - THDIVIDUAL PROTECTION

N WRsa

BORIM. PROTEC T4 G204 inti-static
ovioral I

— PO masies
- rubber plovos
- gopTlos

4 personal cxtractor nozsle placerd
rear Lhe work area




GENERAL
Repairing plastic

pr—— s P+ [r— —

APTROVED PRODIXTS

Components produced Mrom prre impregnated resin (SMC) must be repaired or rebhonded
using the tfollowing products:

These prodacts have been specially developed and Lested Lo ensure correct adhesion
on the backing and to guarantee that the original appcarance is retained over time.

Any repairs perfornaed wsing products not approved will be the entire responsibility
of the repairver, as the manuracturers will deny all responsibility regurding the
reltabibily imd quality of Che repair.

SRS ) e —— N ———

FPOXY RESIN

DESCRIPIION OF KIT

(ne container (Q.75 1)  part no, 60 25 070 997

Ll

. . e e At B 80 P AT R P i

1 4 pots of 234 & (34 cc) C1 200 hardener with red lid
2 4 pots of 100 g (1354 cc) Gl 200 resin wilth whife 1id
3 1 200 ¢ sachet of short glass fibres (4 to 5 mm long)
4 0.1l mx 2m - 0.22 m* Verane cloth

S 0.4dmx 1.2m  0.48 i glass fibee lmat)

6 4 woodcn spatulas Tfor mixing and applving the resin
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Repairing plastic

40

This product must be wsed on pre-
impregnated SMC backings and only Vror
fissures, cracks and small fraclLures.

If any of these components have
suffered more extensive damige THEY

MUST be replaced.

Characteristics:

appearance of resin: cloudy gel

appearance of hardener: amber liquid

Useful life of mixture: {200 g} at 20°C:
approximalely 15 to 20 minutes.

Durat;ion of hardener on repair:
between ! and 3 hours ( depending on
acceleration bv heating).

Operating temperature: + 15°C to 30°C.

Storage: (original closed packing)
1 year at. 15/30°C.

Heat resistance: 100°C (130°C with 40%
glass fibrc)

SOMF. BASTC NOTES ON THE USE OF RESINS

TEMPERATURE :

Do not usc at temperaturces below 15°C:
the hardening reaction will not be
triggered and the high level of viscosity
will not enable a uniform mixture of the
components to be achieved and the
bubhles of air formed during this
operation to be eliminated rapidly.

Tf the ambient temperaturc is lower
than 15°C, the products ardd area Lo
be repaired must. be heated beforehaod
(20°C to 25°C),

Above 30°C the reaction will bc very
rappid hence the need to operate very
carefully.

The longer and more vigorous the mixing
time (mixtwce heats internally), the
quicker the reaction will be,

ACCELERATING THE HARDENING TTME

The use of a  source of heat. (oven,
infra-red lamps} is advisable [or

epoxy resins (thorongh hardening
eliminating the risks of shrinkage after
painting} following thesc instructions:

.  wait. 15 mimutes before increasing
the temperature of the repair (to
avaid excessive shrinkage which
could lead to fractures);

. kecp the infra-rcd lamps at least
Q.7 m away irom the repair;

do nol. exceed a temperalure of 60°C
in the vicinily of Lhe repiir (the
polyester will deform);

. avoid using hot air torches (thc
temperature cannot be controlled and
15 not uniform: hot spots ¥ tension
in the resin).

VOLUMLC

Use the correct proportions of each
component !

® oxecess of resin = will not harden

® excess of hardener -y recaction too
rapid, resin brittle.

The larger the volume of mixture (mass
effect.), the quicker the react.ion will
he.

REPATRTING:

Thixotropy (product's capacity not. to
run) is improved by adding short fibres
when making vertical repairs (maximum
50% of short fibres).
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Repairing plastic

PRECAUTTONS FOR USE

As the carcless use of synthetic resins
and their hardeners may give rise Lo
skin irritations or general poisoning,
the following precautions must be taken
in order to eliminate these risks:

. ventilation of work areas and
stations, work arcas must be extremely
clean

. frequent change of working clothing,
protection of exposed parts off the
body using barrier cream - frequent
washing of hands, forearms and face.

If these products accidentally come into
contact wilh these areas, wash with soap
and water and rinse with coplous amounts
of watcr. If the products arc splashed
into the eves, rinse with water and
consult a doctor.

USING THE RESIN

The kit is supplied reuady measured:
I pot of resin per 1 pot of hardener
(red Lid).

Pots which are not used may bce storced
and reuwsed at a later dale.
OPERATTNG METHOD

Open one pot. of resin (2} and one pot
" hardener (1) {(red 19d).,

Pour the hardener (1) into the pot of
resin (2) (scrape the bolttom and walls of
the pol. using 4 wooden spatala).

Thoroughly mix the two (cmq:)ont-'nl‘s NS ing
a4 wooden spatala,

1 Haydcener
2 Roesin

M1(G30¢

CHARGING THE RESIN

10947

Pour some of the mixture (as required)
into the cmpty hardener pot.,

Use one pot {mixtunre without filler)
to imprcgnate the repaiced areas and
L.he mal: or woven mat.

Mix the other pot with short fibhres
(for bonding backing picces, filling
chamfers); (he wooden spatula may be
used to coat the zones to be repaired.

ATTENTION: hardcning time in pot al
207C: 15 Lo 20 minutes,
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Repairing plastic 40

GENERAL. METHOD
ROUGIHENING - WIPING DOWN

GRINDING WITH A DISC -
BEVELLING

Roughen manually (P12Q)} the pround

o] :': - . "
M10932 T S Arcas to remove any pleces Temaining
From litting from the mould which will
P80 Disc appear on the suriace when a mechanical

grinder s nsed.

Open Lhe [ractuares and holes.
Bevel the periphery. Wipe down wsing a clean, dry cloth.




Repairing plastic

GENERAL

PREPARING THE MAT

\.-.\.\:‘\\\*:_

SRR

r10945 .

Cut out a piece of mat corresponding
to Lhe size of the repair.

RESIN

Prepare the resin (see previous chaptoer)

M:ﬂjigdaf sraed gt

Using a clean paintbrush, coat the resin
wilhout fibres over the area Lo be
repalired.

Pt LIt it

M10343 - :

Place the previously cul. out piecc of
mat and impregnate it with resin using a
paintbrush and removing all air bubbles
(i'or holes and fractures),




Repairing plastic

GENERAL

QN DY

N N .
G R
B o b NILEQ RO
: L%%} {‘ }}Q 2O }'- ) ' gﬁgh

Using resin  charged with shoret
(ibres, fil! the chamier and climinate
all aiv bubbles.

HARDENTNG

leave 0 harden for 15 minutes at
ambient temperature belore healling Lhe
rcpair with infra-red lamps:

MAXTMUM TEMPERATIRE ON RETATR
60°C

MINIMUM DISTANCY. FROM LAMP
0.70 m

[ S p—

Y
) FINTSILING

Flat the surplus resin: (P120).

Using polyester mastic, coaf, the
repaired areu, in particular the small
holes in the resin.

Semi=finish by dry Mlattine (P280),
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SEQUENCE NO | - FISSURES AND SCRATCHES TN PUASTTIC

Definition: small cracks which do not go right through the laminate

A10959

M10961

M10960
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Definition: holes right through the ponel less Ghan 50 mm in diameter

SEQUENCE NO 2 - 1IGLES

M109E62

M10964

M10963
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Repairing plastic 40

SEQUENCE NG 3 - FRACTURES

Definition: a single break less than 50 mm long (the laminate heirgr broken
right. throush)

M10965 M10967

M13IE6S
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SEQUENCE NO 4 - REPLACTNG A COMPOMENT

Replacing Section
FRONT WING 42
DOOR EXTHENAT PANELS 47
=ILL 43
DY TOFP 45
REAR WING a4
oo 45

BONDING THE ELEMENTS
SPRAY GUN TO BE USED

Approved prochicts

Kit, pard no. &0 25 170 306 comprises:

310 ml adhesive carbridee
adhcsion primer . Pnewmat. ic extrusion spray pan for
fdegreasing rludd (colowrless) 3¢ ml cartridge.

twn nmnzzles of which one is cut o
Lhe dimensions of the bead Lo be
et e

primer appl Leat.ors

degreasing cloth

patr af aloves (mast be worn}

4 rlatting paper {(roushening the SMO)
3 instractions Cor ose

1
2
3
3

e L

Storage: in original packayine ¢ months
at. 13-23%C. 'The products must
be kopt away imom [rost,
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Repairing plastic 40

RECOMMENDATTON

The following products mast be wsed
in a well-ventilated location:

- depreasing luid;

— adhesion primer;

— adhesive.

The wearing of gloves {(supplied in
the kit} is COMPLLSORY during these
operations.,

FREPARTNG THE BACKING
STRUCTURE

{n new parts:  galvimised chassis
- cataphor ised doors

(I original paris:

Lsing a sharpened spatula, level the
original bead leaving a thickness of
i Loy 2 mm ol adhesive on the poarts.

APPLY THE APPROPRIATE TREAIMENT TN
THESE PARTE ACCORDING TO THE FOLLOWING
RECOMMENDATIONS:

DEGREASTNG

Nedust using a clean dry cloth.

Apply colourless degreasing flaid (3}
using the special cloth (6).
Allow the degreasing fluid Lo evaporatc

(5 minutes at 20°C) before applying
the adhesion primer.

APPLYING 'THE ADHFSTON PRIMER
(bluish colour)

——
bl

Apply a thin, coven layer af primer (2)
using the 30 mm wide applicator (3).

Leave to dry for 20 minustes at 20°C.

PO KOT TOUCH THE=LE ARBEAS ANY MORE:
PARTS MUST BE BONDED WITILIN 'FHE 30
MINLTES FOLLOWING DRYING.

ATTENTICN: the areas where the salvanised
o1 cataphorised panels have beoen
scratched must be completely coveroed

with primer to avoid any coreosion.
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NEW TRIM COMPONENTS
ROUCHENTING

At 179120

Using T lalling paper (5), roughen Che
bomeling area over width of 50 om [see
the relevant section fFor the details).

DEGREASTNG

Dedusi. wring 4 clean and dry eloth.

M OITE2E

Apply the colowrless degreasing Dlaind
{3] wsing special aloth (6] over a
widlh of 30 mm.

Allow Lhe degreasing KMlaid Lo evaporate
[5 mirtes at 20°C) hefore applying
adhcsion primer.

APPLYING THE ADLNESION PRIMER
(bluish colour)

A 15922

Apply a Lhin even laver of primsr (2]
nsing the 50 min wide applicatos (5).

Leave to dry for 20 mimxtes at 20°C.

DO NOL TOUCTE JHESE AREAS ANY MORE,
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Repairing plastic 40

APPLYING THE ADHESIVE
CHARACTERISTICS
ONE. COMPONENT HARDENER AT ATR HUMIDI'TY

Colowr: black

Skin formation (ime: 30 ndnutes at 23°C

lardening: 4 to §5 mm per 24 howrs at
.l

Application temperalure: betwecn 5°C
and 30°C
Reuse: miay be reused for touching np
tndividunal arcas in the moments following
application.

PREPARING THE CARTRIDGE

Remove the bhase of the cartridge. M1095%

Pierce Lhe inner capsule.
Screw on the cut=oul. nozzle (4) I THE NEW COMPONENT MUST BiF FiT(ED
T n ’ B : [ WITHIN THE 10 MINUTES FOLLOWING THIS

Place the cartridge (1} in the spray pun. OPERATIOCN.

After fitting, any areas required to be
sealed and Cinished can be touched up
using the adhesive remaining in Lhe
cartridge and using the second nozzle

(4}.

Al 20°C the tools uscd to hold the new
component, in placce may be removed alter
30 minutes.

CLEANING
Before drying: using degreasing fluid.
After drying: the adhesive will not

stick to any parts Lo which primer
has not been applied.

Extrucdde a wuniform bead in the centre
of the bonding arca on the styucture.
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CENTRING AND ALIGNING THE COMPONENTS
Functl.ion
The side components (front wing - front
and rear door external panels - rear
wing) are centred and aligned with
respect to each other: using tools |
available in the form ol 4 kit reference |
Car.1219. \

M10351

Vertical adjustment

by mcans of the shape ot the profiled
plate filt.ing in the recess between the
parts.

.

94 679 94 678

The kit comprises:
- 6 flat plates
- 2 profiled plates

M10952-1

Clearance: 5.5 mm

obtained by the diamcter of locking pin
(1) with the components in contact
with one another,

M11043
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Alignment

M10952-2

obtained by Lhe flat of plates (2).

Fitting - Locking

M10952-3

Fach component is locked in place on
the side of the camponent which is

not replaced (3H except when replacing
a rcar door panel with a rear wing).

Leave the adhesive to harden for 30
minutes before removing the Lools.

ATTENTION

DO NOT OPEN THE DOOR OR DOCRS WHEN
THE TOOLS ARE FITTED ON 'IHEM:

THERE IS A RISK OF DAMAGING THE PANEL
OR TH¥F. TOOLS




GENERAL

Recommended products for body repairs
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OPERATTON

PRODUCT

RFFERENCE,
PART NO

WHERE TO ORDER

MIG WEIDING GAL -
VANISED PANELS
{ATAL gaz)

MiG ZINC ROUITLE
EXTREME Welcding

Wire

0.6 nmm diameter

0. % mn diamcter

189 050 1X9 N4

Contact. your local.
After Sales Head
Office (NPDC)

=EALING AND SOUND-
PROOFING HOLLOW
SECTTONS

See [snace Paint
Marnual

BONDING SIRATIFIED | Pelyurethanc 60 25 170 300
RESIN COMPONLNTS barcling kit

(SMC)} 0N CHASSIS OR

DXXIR STRUCTURE

REDPAITRG STRA'TL-- Ypoxy resin resair |60 25 Q70 GGF

FTED RESIN
COMPONENTS (SMC)
fisaures, holes,
cracks

kit

R - T o A n

Contact your loc:l
After Sales llead
Office (NPDC)

o — —

Contaclt your local
Afrter Sales Head
Office

{NPOC)

FINISHING REPALIRS

POLYESTER MASTIC

ON PRE-IMIPRECNATED - normal 77 01 395 §I3
RESIN COMPONLNTS - extra fine 77 01 421 2585
{SMC)
BOXDTING WTNDOWS ADHESTVE MASTIC
- conventional kiats 77 01 202 273
- single
cartridges 77 QL 202 234
- 450 ml kit . 77 01 422 389
- 220 m1 kit . 77 01 422 300

with pncumatic
Spray gun

Reqilires (he use
of special
electric spray
gun Approval No.
617000 MR 50D+

* ne-component. kit
» Two-component kit
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Collision diagnosis

COLLISTON DIACNOSTS

Before undertaking any repairs to Uhe bodywork of the vehicle even il il appears
only slightly damaged, a scries of checks must e carried out:

. VISUAL INSPECTION

examining the vehicle in the vicinity of the mount.ing

Thig inspection consists of :
i crumple or be vulnerable

points of the mechanical wnit.s and in the areas which may
<0 as to detecl. whether any stress marks arce present:
. CHECKING WITH A TRAMMEL GAIGE

The visual inspection may be followed by a check using a trammel guuge which will
cnable certain delormations to be measured by comparing both sides of the vehicle
(pleasc consull. the relevant, section described below for further details).

. CHECKTING THE AXLE GEOMETRIES
lhis is the only inspection which enables it to be determined whether or not the
impact. Lo which the vehicle has been subjected has affected its road holding.

Important: in extremc cases, the inspection of the axle components which might
also have undergone deformat.ion should not be neglected.

As a general principle no welded body shell constituent component should he

replaced without I'irst checking that the subframe has not been affected by the
impact. .

PILOT QUIDE POINTS

(— i S A

y | gt il énuF'@ :
=== | TN
Fﬂ = | /.

| B ’-’-!L_. 13@ 71
i - I 1/

M10597
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CHECKING WITH THE TRAMMEL GAUGE:
CHECKING THE POSITION OF THE FRONT STDE MEMBERS AND FRONT CROSS MEMBER

Check tGhe position of the pilot holes (E and F) under the front side members.
Compare the diagonals and lengths BF = AF and BF = AE.

Il a difference is noted during this check, the vehicle will have to be placed
on the jig bench. MOUNTING THF. VEHICLE ON THE JIG BENCH IF'OLLOWING A FRONT END
[(MPACT DOES NOT INVOLVE MOVING Il MECHANTCAL UNITS FROM THE REAR END.
Supports specially designed for this purpose are to be placed under the
corresponding points {see the scction entitled "Uzing the jig bench brackets!)

—

- If no differences in these dimensions are notexl, check the front axle geometry.
If any of the geometry angles is defective, a full check must be carried out
with a view to carrying out. the repair on the jig bench.

M 10597

MI10651
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Checking the front. cross member (C and D).
Compare the diagonals and lengths CF - ED and FD - LC.

- Tf a difference is noted during this check but there are no folds in Lhe
metal past the point at which the front axle assembly is secured, the front
ends of the side members can be partially replaced (it is preferable to perform
this operation on the jig bench).

- If no difference is noted, it means that the subframe has not been affected by
the impact.

M10597
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CHECKING THE POSITION OF THE REAR AXLE
Compare the diagonals and length dimensions: F4 = E3 and F3 = E4

- 1f a difference is noted during this check, the vehicle will have te be mounted
on the jig bench. It may be necessary Lo replace the complete side member,
MOUNTIXCG THE VEHICLE ON THE JIG BENCH FOLLOWING A REAR END IMPACT DOES NOT
NECESSITATE REMOVING 'IINE #RONT MECHANTCAL UNTTS,

Supports specially designed Tor this purpose are to be placed under the corres-
ponding points {see the section on nxing Lhe jig bench bracket.s}).

- If no difference is noted, continue by checking the diagonals and length
dimensions: FO6 = E5 and F§5 -

Any differcnce in length is an indication that the shock absorber anchorage and
spring cup ave deiormed;

- check the condition o Lhe suspension arms;

- check the axle geometries;

— CARRY OUT THE REPAIR OPERATIONS ON THE JIG BENCIL.

M10597
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CHECKING THE DIAGONALS: F4 = E3

.

o] | [T\
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CHECKING THE DIAGONALS A7 = B8

The rear side member ends arc checked by comparing diagomals A7 - BR.

M10658
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REMINDER OF THE GEOMETRY

The interscction of the three plancs X-Y-Z determines the point. of origin O
vehicle as well as the three reference lines.

1 Initial dimension line: L-D-C (position of bracket at X, given in relation to

this line)

2 Body centre line A-D-C {posif.ion of bracket at. Y, given in relation to
this line)

3 Base line. : 1.-D-B (position of bracket at Z, given in relation to
this line)

The body repair brackets and their positions on the jig bench are designed
according to these three lines.
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TABLE SHOWING THE DIMENSIONS FOR THE REAR SECTION

1- 4 x 2 VEHICLES

DIMENSIONS
POINTS DESCRIPTION
X Y Z
A Suspension bar pin 2030 1260+ 3 1362 1.8
B Shock absorber pin 2390 1,5 111023 293115
C "Panhard” bar pin 2600*1,5 D+«S60%1,5 181215
D1 Rear. aspension aup centrine front paing 2588 W00 %1 248415
E Impact stop 2713+ 1,5 102613 197
2- 4 x 4 VEHICLES
DIMENSIONS
POINTS DESCREPTION
X Y ¥ ;
A Suspension bar pin 2100 125553 124 21,5
B ~hock absorber pin 2500£1,5 11103 263315
C "Panhard" bar pin 2886+ 1.5 G-50%1,5 100%£1,5
Dt Rear auspensicn cup centring frart 2658 1093 1 240% 1,5
02 | Rear suspersion cup centring resr point 2898 1000 % 1 240 % 1,5
E Impact. stop 2773%1,5 102623 197
F 3 point front clevis - rear axlg 22815 G-205%£05 2319
G and : - e G-235+05
1 3 point rear clevis - rear axle 27215 D+23540.5 228 %1
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The geometry of the floor section framing must be checked with the trammel gauge
Car.759-02 followed if applicable by a check o oiff the front. and rear axle gcometries.

The aim of thesc checks is to determine, without removing any mechanical components,
the extent of the distortion that the floor section may have suffered in particular

at, the mechanic¢al nnit securing points.

SUBFRAME DIMENSIONS: STEERING AND FRONT AXLE
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GENERAL
The body jig bench 40

NOTE: for . the deseription of the variocus jig benches
. the identification of the various holes
. the conversion of old type ;jig benches to the modular system
. the anchorage and jacking componcnts
stm,ng,themng., of the ;jig bench;
plcasc con&u]t MR. 501 Bodywork scction, sections FOO1 and FOO2.

IMPORTANT: before any operations on a jig bench, il is esscential to untwist it at I
the exact point. where the vehicle is going to be checked. 1

A% Lhe ground in the workshop is never complctely flat, it may occur that one of the
wheels of the jig bench is slightly overhanging and this may be sufficient to twist
the bench which may deform under the weight of the cross members and vehicle inspite
of its sturdy appcarance.

NOTE: on the recent jig benches of the CELETTE MT10 and SEFAC (ypeglhe untwisting
operation is no longer necessary.

1. RAPID UNIWISTING MEIIH0D

Using & jack placed at the centre of the end beam of the bench, raise the bench
until Lhe two wheels 1lift off the ground slightly. The bench will then be
supported at. Lthree points (two whecls of the bench + one jack bearing point)
which will cnable the bhench framing to be automatically untwisted.

It is prefcrable to raise the bench on Lhe side opposite the impact =0 as not
to obstrruct the operater.

2, CONVENTIONAL METHOD {see diagram below)

84 324 1/84324-3/86 674




GENERAL
The body jig bench

FITTTNG THE CELETTE BRACKETS

539 307

Reference:

260

Ll vy =

* 4

ccccccc

.......

——

—

9 10 1112 1314 1516 17 16 19 20 21 22 2024 2526 27 2629 30 31 2 33 4 35 36




GENERAL
The body jig bench 40

This is one of the main rcference
guides for levelling the vehicle on

vhe jlg bench. Its use is of a priority
in all cases of repair.

REFERENCE POINTS ON VEHICLES

1 - FRONT END LOWER CROSS MEMBER
SPECTAL CASES: when replacing a front
unit or side member, the bearing points
under the front floor panel must be used
(sec the bracket taking the weight under
the front floor panel).

3 ~ FRONT AXLE LOWER ARM FRONT
MOUNTING

M11155

lsed only when rebuilding the front,
it enables the [ront end cross member

to be posit.ioned.

NOTE: these holes are to be used as a
reference for the front end checking

J1E.

M11153

2 - CENTRING GUIDE UNDER FRONT SIDE
Used when rebuilding the front of the

vehicle, it cnables the front lower

side member to be positioned and is used
in addition to the rear mounting
bracket. mentioned below.

M11154




GENERAL
The body jig bench 40

Mi11152

Uscd when rebuilding the front of the
vehicle, it enables the front lower side
member to be positioned and 1s used in
addition to the preceding brackel.. I
nust be secured on centring guide no. 2
by two 12 mm diamcter bolts.

§ - FRONT AXLE UPPER WISHBONE MCIUNTINQS

\§<
\]

M5

Used when rebuilding the front. of the
wvehicle, it enables the front. upper side
member to be positioned.

6 - FRONT SHOCK ABSORBER UPPER
MOUNTING

A - Bearing cup

M11150

M11149

Uscd when rebuilding the front of the
vehicle, it ecnables Lhe shock absorber
turret. and cowl side panel to be
positioned,




GENERAL
The body jig bench

7 - BEARING PGINT UNDCR FRONT FLOOK
PANFL

\
///

\

W11148

Used when rebuilding the front of the
vehicle when replacing & front unit, or
side member. it enables Lhe vehicle to

be supported at the Front, centring and

alignment being enswred to a great
extent. by Lhe rear axle and rear cond
cross member mounting brackets (see
below}.

NOTE: There is no peint in fitting these
brackets when centring ginides no. 2 are

already fitted.
8 - REAR AXLE TIE ROD MOUNTING

M11147

This is onc of the main refercnce points
for lcvelling the vehicle on the jig
bench, Its use is of a priority in all
cuses of repair,

A — Rear mechanical units in sito

For two-wheel drive vehicles, the
bracket is positioned so that it over-
lups the tie rod mounting shaft.

For 4 x 4 vehicles, as the tie rod
mounting is not wsed, the bracket is
to be positionced as in the case when
the mechanical units are removed, as
indicated below.

B - Rear mechanical units removed

The brackct 1is sccurcd either using
the roll pin supplied or by placing
the tie rod mounting shaft in the
position indicated in the casc when
the mechanical unils are in situ,



GENERAL ‘
The body jig bench 40

9 - IMPACT STOP AND "PANHARD' BAR 10 - REAR END CROSS MEMBER
MOUNTING

9 o
T A 2223:7-72:3rﬁrn45

Mit1144

Used principally when rebuilding the
p rear of the vehicle to position the end
o //// cross member or floor panel end section,
A it may also be used as an additional
means for aligning the vehicle when
rehuilding the front during the replace-
L

~ ment of a unit..

C_

Mi111d6

Uscd when rebuilding Lhe rear of the
vehicle during the replacement of a
side member or rear floor panel unit.,
it enables the repluaced parts to be
aligned.




GENERAL ‘
Front end checking jig 40

Car. 1220 - Part No. 00 Q00 122 000

94 719

Point.s (A), (B}, (C) and (D) are reference points for positioning the checking jig
on the vehicle. Before placing the jig in position, it is essential to check that
these points have not been aflected by the impact.

NOTE: points (A) and (B) are the same as those checked on the jig bench.

The other points (E), (F), (G), (H), (I} and (J) are used to posilion the headlight
carrier panels and wheelarch panels on the vehicle,



GENERAL

Part numbers and references for special tooling

JLLUSTRATIUNS

DESCRIPTION

Special heads for CELETIE MZ system
Jjig bench,

Contact your local After Sales
Head Office to order.

Sct of 12 heads .

addition to assembly MZ 539 300
{(Capace phase T and phase TT)

ar
adititionto compact assembly 407 300
(Car.1024} '

Supplicr's Ref': 539 307

Set of 2 heads for suspension with
sclf-levelling device.

Supplicr's Ref': 539 308
(as a reminder:
complele assembly 539 310

= 539307 + 539308

OPTION: Set. of 3 heads as an addit.ion

T for 4 x4 vehicles
e i _
;”'é 7 Supplier's Ref': 539 309
) Methods
T 1 |118tl”atlon Re fCI"enCC Part. XNo. Deser ipl’ 1 Y]

Cap," 220

0000 113 000

Front end checking jig




LOWER STRUCTURE
Complete front lower cross member 41

REPLACING

This operation is to be carried out on
the jig bench. Please consult dub-section
40 for the positioning of (he components.

CUTTING OUT - UNPICKING .~

PROTECTION

Protect the surrounding areas to avoid
dumage to them when grinding and welding.

COMPOSITION OF THE FPARTS AS SUPPLIED BY
THE PARTS DEPARTMENT

M10569-3

M10569-4




member

front lower cross
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LOWER STRUCTURE
Complete front lower cross member 41

SOUDURE

wf

MI1D569-8

Fold down luyg (A).

M10588-7

Plug welding (A) is to be performed
from the exterior of the lower side

nemher.



LOWER STRUCTURE
Complete front lower cross member 41

M10569-9

—--_::\\
D74
Mt05943-2
= AN o
9@069 % (MQ@J 0 = 5mm

After welding, apply the sequence For
protecting gaivanised panels (see Hspace
Paint Manual ).



LOWER STRUCTURE
Complete front lower cross member

This operation is a variant of the
preceding one. The following only
deals with the special pointa.




LOWER STRUCTURE
Lower side member 41

REPLACING CUTTING OUT - UNPICKING
This operation is to bc carried oul. on Please consult section 41 for alignment
the jig bench. Please consult scction with the front ¢ross member.

40 for positioning the components.

PROTECTION

Praotect the surrounding areas te avoid
damage to Chem when grinding and welding.

COMPOSITION OF THE PARTS AS SUPPLIED
BY THE PARTS DEPARTMENT

hM11084-1




LOWER STRUCTURE
Lower side member

NE1087-1

Remove part. of the cxtension c¢losure
panel. in order to reach the two point.s
where the lower and upper side members

are assembled.
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LOWER STRUCTURE
Lower side member

M10580-3

rM11082

M11081-2

front ¢ross member.,

Foints (A) are to be separated when the
lining ig partially rvemoved trom the



LOWER STRUCTURE
Lower side member 41

FREPARING THE NEW PART

On paris to be wclded, grind any thick ;
spots of zinc so as to obtain good . .
alignment when welding.

P

WELDING

S
N

M110%2-1

M11081-3

MW11087-2

From the new extension piece, cut out
two pieces 30 mm larger than those cut
out: from Che vehicle.




LOWER STRUCTURE
Lower side member

./"'f. / ;
= ﬁ L)
=) "‘ \ ('
=" s I
2 \-%_ Y
s \
() = ' M“"f
o e Y
-t e P R el
RS AN
M11086-2

M1108S-2

;} @[}@ O = 5mm

M11084-2

O=5mm



LOWER STRUCTURE
Lower side member

T (Do) onsm

PROTECTION AFTER WELDING

- sce Espace Paintwork Manual

Apply the passivation and zine palnt
treatment. to the welded areas.

Apply anti-gravel mastic usingsprayed-on
or smoothed-down beads.

Apply the product for protecting the
hallow sect.ions after painting.



LOWER STRUCTURE
Complete front side members

REPLACING

This operation is to be performed on the
jig bench., Please consult section 40
for positioning Lhe elements.

In most cases this operation involves
the replacement of the steering cross
member {see the section on replacing
the steering cross member}.

PROTECTION

Protect the swrrounding areas to avoid
damage to them when grinding and welding.

COMPOSITION OF THE PARTS AS SUPI'LIED
BY 'ME PARTS DEPARTMENT

CUITING OUT - UNPICKING

Please see the front cross mcmber
section of Chapter 41 for alignmeni.
with the front cross member,

Pleasc sce the cowl side section of
section 42 for alignment with the
battery tray and headlighit. carrier
panel.

7

M11084-3




LOWER STRUCTURE
Complete front side members

Grind anchorage bead (4) under the
steering cross menber.




LOWER STRUCTURE
Complete front side members

M11086-3

M110B87-3




LOWER STRUCTURE
Complete front side members 41

PREPARING THE NEW FART

On the parts to be welded, grind down
any thick patches of zinc so as to
align the parts correctly during welding.

Firstly fit in place the complete side
member then the steering coross membet
if it. has to be replaced.

WELDING

As during cutting out and unpicking,
please consult the relevant section of

EZZZE) O sections 41 and 42 for welding.

T T

MT10B8-4

Apply a 25 mm anchorage bead under the
steering cross member at (A).

M11083

Grind back the two points securing the
side member rear lining to the bulk
head at (B).




m

LOWER STRUCTURE
Complete front side members

M11085-4
M11086-4

M11084-4

M10596-4




LOWER STRUCTURE

Complete front side members

M11087-4

M11083-1

Mi0580-4

P ¢@ o = S

Plug weld the side member year lining
to the bulk head at (B).
PROTECTION AFTER WELDING

Tdentical to the previouns section for
the lower side member.




LOWER STRUCTURE
Steering cross members

REPLACING

This operation is to be performed on the
jig bench. Please consult section 40
for positioning the components.

PROTECTTON

Protect Lhe surrounding areas to avoid
damage to them when grinding and welding.

COMPOSITION OF THE PARTS AS SUPPLIED
BY THE PARTS DEPARTMENT

CUTTING OUT — UNPICKING

For replacing the steering cross member
alonc, conly the shoek absorber turrets:
are removed in order to be able tao
unpnck the cross member.

Recover the turrebs as these will be
used on refitting,




LOWER STRUCTURE
Steering cross members

Grind the joint bead on the upper side
member at {A).




LOWER STRUCTURE
Steering cross members

M11083

s

SOUDURE




LOWER STRUCTURE
Steering cross members 41

h—e—-

—_——a— .

Apply a 30 mm anchorage bead bctween
. the oross member and side member at (A).

PROTECTION AFTER WELDING
(Sec Espace Paintwork Manual )

Apply the passivation - zine paint
Lreatment to the welded areas.

Apply anti-gravel mastic usingspraycd-on
ar smoothced-down beads.

Apply the product. for protecting hollow
scctions aller painting.




LOWER STRUCTURE
Lower cross member and side member ends 41

REPLACEMENT

This operation is-lo be performed on the jig bench. Please consult section 40 for
posit.ioning the components.

COMPOSITION OF THE PARTS AS SUPPLIED BY THE PARTS DEPARTMENT




LOWER STRUCTURE
Lower cross member and side member ends

4

CUTTING OUT - UNPICKING

//ﬁ

vice clamps.

correctly.

Depending on the extent of the impacl,
i the complete or part. pillar has to
—— be removed for this operation.

PREPARATION OF THE NFW PARTS

On the new parti, make a cut approximately
20 mm above the cut made on the vehicle.

Saw through both pane] thicknesses
simultancously to align the cuts

Position Lhe new part on the vehicle so «
that, it. overlaps and secure it using

M103520-1

MI10520-2




LOWER STRUCTURE
Lower cross member and side member ends 41

PREPARATION BEFORE WELDING

\@'\\ '% RER1E

=

M10521-1

50 mm
190 mm
20 mm
20mm

\

an oo

On the Lwo side members cut according t.o
the dimensions indicaled above and
leaving a pap of 20 mm belween the side
members and linings.

Fit: the new parts and secure them wsing
vice clamps.

M10520-3

0 (D&




LOWER STRUCTURE
Lower cross member and side member ends 41

PREPARATTON AFTER WELDLNG
(See Espace Paintwork Manual)

Apply the passivation - zinc paint
crealment. Go the welded arcas.

Apply anl.i-gravel mastic and sprayed-on
and smoothed-down beads.

Apply the product for protecting hollow
sections aller painting.

£ :..'. ; o
a a
M10520-4
B ' ™
2% - \ \ i
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LOWER STRUCTURE
Part rear side members 41

REPLACTNG

This operation is to bc performed on the jig bench. Please consult section 40
for positioning the components,

COMPOSITION OF THE PARTS AS SUPPLIED BY THE PARTS DEPARTMENT
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LOWER STRUCTURE
Part rear side members

.......
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M105451

M10544-1

A = 60 mm
B = 30 mm

)

CUTTING OUT - UNPICKING

= 135 mm

t

A-A

M10543-1

B = 135mm

&)




LOWER STRUCTURE
Part rear side members 41

PREPARATTON BLEFGRE WELDING

After cutiing the parts required for
repairs from the new parts, it them in
placc to align the cuts.

‘?@a :> / “ Qkﬁ@g} D=5mm

Please consult the relevant sections For
refitting the cross member and replacing
the tailgate pillar and wheclarch if
necessary.

PROTECTION AFTER WELDING
(See Espace Paintwork Manual)

Apply the passivation - zinc paint
treatment to the welded areas.

Apply anti-gravel mastic and sprayed-on
and smoothed-down beads.

Apply the product for protecting hollow
sections after painting.




LOWER STRUCTURE
Complete rear side members 41

REPLACTNG

This operation is to be pertomed on the jig bench. Please consult section 40
for positioning the components.

COMPOSITION OF THE PARTS AS SUPPLIED BY THE PARTS DEPARTMENT




LOWER STRUCTURE
Complete rear side members 41

CUTTING OUT - UNPICKING

‘--:-'- -.-...?::;#...-.'::. _ --.'.. -\.\_\ B p
R < e s T 1054841

=" o,

'_7&} i

PREPARATION BEFORE WELDING

After taking the parts required tor Lhe
repair [rom the new parts, it them in
place to align the cuts.

"
g, d

=

! g
ey ".'. ooy
. \’ T -

/’—L_"V\ | .@ A = 80 mm




LOWER STRUCTURE
Complete rear side members

TMPORTANT : when positioning the anchorages
for the seats in the 2nd and 3rd rows,

a positioning jig must be used in order

Lo ensure that the seats are correctly
locked. This jig is to be made up as shown
in the diagram on the ncxt page.




LOWER STRUCTURE
Complete rear side members

M11124

A Ind row anchorage
B 3rd row anchorage

To be made up from a 25 x 25 x 500 profiled
sect. Lon,

PROTECTION AFTER WELDING

{Sec Espace Paintwork Manual)

Apply the passivation - zinc paint
trecatment to Lhe welded areas.

Apply anti-gravel mastic and sprayved-on
and smoothed-down beads.

Apply the product for protecting hollow
secl.ions after painting.



LOWER STRUCTURE
Rear cross member replacement - 4x4

REPLACING

This operation is to be performed on
the jig bench. Please consnlt section
40 for posttioning the components.

—

aava M10552

Vicw of the axle mounting assembly.

COMPOSITION OF THE PARTS AS SUPPLITED
BY THE PARTS DEPARTMENT

Assembly of parts constitut.ing the mounting
for the rear axlc on the stLructurc.




LOWER STRUCTURE
Rear cross member replacement - 4x4

CUTTING OUT - UNPICKING

\® 7




LOWER STRUCTURE

Rear cross member replacement - 4x4

m

Remove the damaged part following the
instructions in the above diagrams
(sce mection on key to symbols).

Grind back any pieces of spot weld
remaining on the backing panels af ter
unpicking.

PREPARATION BEFORE WELDING

Fit. the cross member in place with
the axle rear clevises.

92095

Fit in place the front clevis by
assembling the axle mounting on the
rear clevises.




LOWER STRUCTURE
Rear cross member replacement - 4x4

= PP S R110555-1

ﬁ)% D = 6mm




LOWER STRUCTURE
Rear cross member replacement - 4x4

PROTECTLON AFTER WELDING

(See Espace Paintwork Manual )

Apply the passivation and zinc
paint treatment to the weled

dT'eids .

Make thc repairs leak-tisht by spraying
on anti-pravel mastic, and with
sprayed-on beads where the onts and
panels join.

Apply hollow section protection ab

(A) and {B),




FRONT UPPER STRUCTURE
Wing

REPATRTNG
- Iissures See repair sequence no. | General Section 40 - Page 40-40
- Holes See repair sequence no. 2 Ceneral Section 40 - Page 40-41
- Fractures See repalr sequence no. J3 General Section 40 - Page 40-42
REPLACING

THIS OPERATION DOES NOT REQUIRE THE REMOVAL OF THE FRONT QUARTER LIGHT

Parts to be replaced systematically:
- quarter light moldings;
- pop rivets,

Tooling required:

- drill with 5 nm diameter drill bit;

- saw {with diamond powder disc or hlade);
- plane wire with removal tools;

- hot. air torceh;

- sharpened spatula;

- riveter;

- adhesive extrusion spray gun;

- cenltring tooling set Refercnce Car.121¢
- 2 5 mm shims (20 x 20 mm)



FRONT UPPER STRUCTURE

Wing

949648 Ya by

Products requared:
Ronding kit part no. 60 25 170 306

Personal protceetion:
Goggles, gloves, masks and personal
extractor nozzle.,

REMOVAL

Remove ¢

- Lhe shield;

- the side light on impact side;

- the wing repeater light, (depending
on versionlj

- the rear view mirror;

- the quarter lighl, moulding

- the mudguard.

M1D997

On Lhe chassis trace the upper linit of
the wing level with the rear view
nirror and the iower limit in the
vacinity of rivet {2).

Drill the three rivets (1) securing the
wing tensioner Lo the chassis after
Lracing s position on Lhe chassis.

Drill rivel, (2) securing Lhe wing Lo
the cowl side and recover the shim.

[sing a sharpcned spatula, and with
Lhe door open, cut out the adhesive
bead {3) between the wing and sill,




FRONT UPPER STRUCTURE

Wing

M10998

M10999

Using a circolar saw cut, the wing:

- at (A) under the deflector;

- at (B) in the wvieilnity of the front
light..

Remove the centre section of the wing
with the wing tensioncr.

Using the sharpened spatula, remove
the [ront tip of the wing remaining on
the cowl side.

Using a picce of piano wire, cut the
pari. of the wing rcmaining under the
quarter Jlipht, window.

M11025

Using a hot air torch, heat the
tensioner; use the sharpened spatula
for leverage when cutting the adhesive
and remove the tensioner,

Uaing a sharpened spatula, level the
adhesive seal remaining on the chassis
and tensioner, leaving a layer 1 to

2 mm thick.

Rivet the tensioner Lo the chassis
fitting it. according to the lines
traced beforce removal,

Wipe the areas to be bonded on the
structure with a dry cloth.




FRONT UPPER STRUCTURE

Wing

As a preliminary: the bonnet must. be

correctly adjusted in relat.ion to the
opposite wing {c¢learance, alignment )

before the new wing i1s fitted.

SEE SECTION 40 FOR PRECISE DETAILS ON
' THE USE OF PRODUCTS

FITTING THE NEW ELEMENT

Preparing the chassis

M11003

First degrease then coat the area to

be bonded:

- bead remaining on thec chassis;

- stripped or damaged galvanised areas
with the primer supplied in the kit.

NOTE: a new element is bonded. to the
chassis after the areas to be bonded
have been degreased and coated with
a primer.

IMPORTANT; any part of the chassis

which has been scrat.ched mist. be coated

with primer.

Preparing the ncw wing

M11604

Roughen the area to be bonded with
PL30 paper.

Degrease the area te be bonded using
the degreasing fluid supplied in the
kit.

Coat the area to be bonded with the
primer supplied in the kit.



FRONT UPPER STRUCTURE

Wing @

M10955

Applying the bead

Extrude a uniform bead over the chassis
(see diagram}).

THE WING MUST BE BONDED DURTNG THE
FOLLOWING 10 MINUTES.

Fitting the wing
Tilt the wing so as to stide 1t under
the guarter light then pently told it
over Lhe chassis positioning it accord-
ing to the lines traced berorc_removal
in rcelation to the rear view mrrot
and rivet.

MITugh

Fit in place the three centring
tools on the front door ensuring that
the parts have the correct clearances
and alignment and are flush.

DG NOT CPEN THE FRONT DOCR BEFCRE
REMOVING THE TOOLING.

Fit the shim in placc uwnder the wing
and rivet, it at (A) taking great care
to avoid the wiring harness which
passes in front of this hole in the
cngine compartment..

M1096d

Fit the rear view mirror in place to
check that the wing is in the correct
position and check the wing clcarance
and Clush fitting in relation to the
bhonnet. by fitting the two § mm shims:

- one at (1) between the rear view
mirror, bhonnet and upper part. of
the wing;

- one at (2) between the wing and
bonnet at the tip.

Hold the wing in place using adhesive

stuck to the bonnet (for 2 hours).

l[eave Lo harden for 20 minutes, remove
the rear view mirror and centring tools

I{ necessary adjust the height of the
bhonnet .




FRONT UPPER STRUCTURE
Wing

42

e = M11006

Using adhesive, finish join (B)
between the wing and chassis.
Using an air spray g@un and soapy water,

check for leaks in area (C) and if
necessary Louch up with adhesive.

Cut out the aperture for the wing
repeater light depending on version,

NOTE: the shield, sidelight. wing
repeater light, rear view mirror and
quarter light moulding are refitted
AFIER PAINTING.



FRONT UPPER STRUCTURE
Scuttle grille

42

REMOVAL
(Open the bonnet.,

Disconnect Lhe two windscreen washer
hoses.

Remove the (wo blade carriers, unsorew—
ing the nuts.

Unscrew the four screws holding the
scuttle grille at the basc of the
windscreen.

Remove the twn rear vicw mirrors
{see sub-section 56).

Fit. protection to the lower part
of thc windscreen bordering the
scuttle grille to avoid scratching
it during the following opcration.

Using a sharpened spatula, cut out
the sealing adhesive bonding the grille
to the windscreen.

Remove the scuttle grille by dis-
conmecting the windscreen washer hoses
from the three-way feed union.

REFITTING

Before refitting the scuttle grille,
replace the scaling adhesive., For this
purpose, the area where it is fitted
must be cleaned and degreased and then
SIKA No. 6025 Q7 12 07 primcr applied,
[eave to dry for ten minutes and fit
the double-sided tape without raising
the protective covering on the (ace
becaring on the windscreen.

Repeat this operation on the windscreen,
degrecase and apply glass primer. The
parts may then be refitted by procceding
in the reverse order to removal.



FRONT UPPER STRUCTURE
Headlight carrier panel 42

REPLACING

Front end checking jig Car.1220 is
required for this operation.

CUTTING OUT — UNPICKING

Plecase consult the relevant sections
for the removal of adjacent components
af fected by this operation.

PROTECTION

Do not begin repair work before pro-
tecting the surrounding areas to avoid
damage which may arise from grinding
and welding.

COMPOSITIOR OF THE PARTS AS SUPPLTED
BY THE PARTS DEPARTMENY

M10568-1

=N M10569-1

C reweave -

i




FRONT UPPER STRUCTURE
Headlight carrier panel 42

PREPARING THE NEW PART

On the zones to be welded, grind back
any excess thickness of zinc so0 as to
obtain perfect joining on welding.
Fit thc new part if necessary then
secure it using vice clamps.

WELDING

/

(

.;-P"F- \""\ —
R |

M10569-2

. Ent) e

'he welding of the imner strengthener
to the headlight carrier pancl at (A)

is performed last in order to obtain
perfect alignment.

PROTECTION AFTER WELDING
(Sec Espace Painting MR.601}

Apply the passivation and zinc
paint to welded areas.

Apply black epoxy paint to the battery
tray.




FRONT UPPER STRUCTURE

Part cowl side

42

REPLACING
Usc front end checking jig Car.1220.

PROTECTTON

Protect the surrounding arcas to avoid
damage Lo them during grinding and

wvelding.

COMPOSITION OF THE PARTS AS SUPPLIED
BY THE PARTS DEPARTMENT

CUTTING OUT - UNPICKING

Please consult the headlight. carrier
panel scetiom 42 for joining the
headlight carricr panel inner
strengthener,

M105%82-1
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15 mm
250 mm; above this dimension please

see cowl side with shock absorber
turrel. .
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FRONT UPPER STRUCTURE
Part cowl side

PREPARING THE NEW PART

M10591-2

In all cases, the new part is to be
cut out along broken ling (a} so that
it can be ftitted edpe-lo-edge with
quarter light cross member (A): cut (b)
cannot be made more than 270 mm from
Lhe dotted line representing the cut
made on removial. This 1s in order to
obtain a minimum overlap (c¢) of 20 nm.

Ensure that the panels arc joined
correctly in relation to one ancother
for welding.

';:::=}>+ ‘G§1£§)|$}GE%§§D D= 5mm
ff,y ; —
\‘ \ Q\

M105933
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FRONT UPPER STRUCTURE
Part cowl side 42

PROTECTION AFTER WELDING

(See Espace Paintwork Manual MR, 001}

Apply the passivation and zinc paint
treatment to the welded areas.

Apply sprayed-on beads at the join
of the cuts made in the engine
compartment and on the inner wing
flange pancl outer scction.

Apply black epoxy paint to the
battery tray.

Apply the hollow section protection.



FRONT UPPER STRUCTURE
Cowl side (shock absorber turret)

42

REPLACING

This operat.ion is Lo be carried out on
the ;jig bench. Please consult section
40 for positioning the components.

PROTECTION

Protect the surrounding areas to
prevent. damage to them during grinding
and welding.

COMPOSITION OF THE PARTS AS SUPPLIED
BY THE PARTS DEPARTMENT

CUTTING OUT - UNPICKING

Please consult the preccding sections
for aligning the headlight carricr
panel, battery mounting panel on the
iTont wheelarch and front section of
the inner wing flange pancl on the side
members.

M10561 2




FRONT UPPER STRUCTURE
Cowl side (shock absorber turret)

42

Cut {b)} is to be made parallel with the
front face of the cross member secaring
mount ing belween (he pillars in the
passenger comparlment .

M10572-3

PREPARING THE NEW PARYT

M10572-4

The new part is to be cul. out. at (a)
=0 that 1t is butt- jointed with the
cross member: under quarter light, (A),

Cut {b) is to be made 20 mm larger
than the initial. cut so that il over-
laps.

WELDING




FRONT UPPER STRUCTURE
Cowl side (shock absorber turret) 42
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The service part contains

holes for Lhe bolt mounting thc upper
suspension arm in the shock absorber
turret. which are drilled to 17 mm
diameter to enable the assembly to be
positioned with the steering cross
member: .

The two plates (A} supplied with the
new part are to be fitted in place on
the outer faces of the shock absorber
turret when the turret is broached

on the jig bench.

Secure them with two 20 mm anchorage
beads.




FRONT UPPER STRUCTURE
Cowl side (shock absorber turret)

42

e e
MAGS 22-5 /A

PROTECTION AFTER WELDING
(See Espace Paintwork Manual MR.601)

Apply the passivation and zinc paint
treatment to the welded areas.

Apply sprayed-on beads at the join
of the cuts made in the engine
compartment and on the inner wing
flange panel outer section.

Apply black epoxy paint to the
battery tray.

Apply the hollow section protection.



SIDE UPPER STRUCTURE
Sill

REPATRING
- Fissures See repair sequence no. 1 General Section 40 - Page 40-40
- Holes See repair sequcnce no. 2 General Section 40 - Page 40-41
~ Fractlures See repair sequence no. General Sect.ion 40 - Page 40-42
REPLACING

Farts to be replaced systomatically:

4.8 mm diameter pop rivets (8).

Tooling required:

—

P

drill with 5 mm diameter drill bit;

saw (wilh diamond powder blade or disc);

sharpened spatula;

vibrating tool for removing windows {25 mm blade and cleaning blade): the use
of this tool is recommended for facilitating the removal operation;

riveter;

- adhesive extrusion spray gun;

centring tooling kit reference Car, 1210,



SIDE UPPER STRUCTURE

Sill

B b 94 679

REMOVAL

TILIS OPFRATION IS MADE FASTER IF THE
VEINICILE TS PLACED ON AN HYDRAULIC
LIFT,

THE DOORS DO NOT LIAVE TO BE REMOVED.

Remove s

- the =11] protect.ion parts;

- patid of the door seals;

— the I'vont mudpuard (5§ rivets),

Product required:
Bonding kit Farl. No. 60 25 170 306

Personal protection:
Coggles, gloves, mask and personal
extractor nozzle.

.} A &
et AT
T a\
' / | i
M - O l
N
M10997

Mrill the Lhree rivets (1} securing
Lhe wing tensioner to the chassis,

Using a sharpened spatula or piece of
piano wire, cut the adhesive heuad {2)
between Lhe sill and bottom of the
front wing,

(n the chassis bLrace the line markiong
the limit of the sill {to be used on
refitting).




SIDE UPPER STRUCTURE
Sill 43

Remove the centre section of the sill.

Areas (B}, (C} and (D) are Lo be
removed using o saw and sharpened
spatula.

For arca (D). the wing must. be moved
aside in order to reach the sill.

Lsing a sharpenced spatula or the
vibrating tocol, grind back the bead of
adhesive remaining on the chassis and
front wing, leaving 1 (o 2 mm thickness.

11035

wWipe CLhe areas to be bonded on the
steacture with a dry cloth.

a : M11036

Using a vibrating tool, cut the bead
ol adhesive between the chassis and
=i1l {A}.

Using a saw, cut out. areas (B), {C),-
(D) and (E),

M11037 E RN




SIDE UPPER STRUCTURE

Sill @

Preliminury step: the rear wing and

doors must be correctly adjusted before

the si)l is bonded in place.

PLEASE SFE SECTION 40 FOR PRECTISE

INSTRUCTIONS ON USING THE PRODUCTS

FITTING THE NEW COMPONENT

Preparing the chassis

M10579-2

M10579-3

Coat the area to be bordded after

degreasing it.:

- bead remaining on the chassis:

- stripped or damaged galvanised areas;
with the primer supplied in the Kit,

NOTE: a new component is bonded to the
chassis alter the area to be borded

has been degreased and coated with
primer.

TMPORTANT: any area of the ¢hassis which
is scratched must be covered with primer.

Preparing the new sill

M11038

M11045

Roughen the area t:.o be bonded with
P180 paper.

Degrease and coat with primer the area
to be bonded behind the sill.




SIDE UPPER STRUCTURE
Sill 43

Fitting the sill {doors open)

Applying the bead Move aside Lhe front wing to enable

the sill to be passed through.

Apply the sill to the chassis

aligning:

- the upper edge with the line traccd
initially;

- the rear section on the rear wing.

M10955 4 M10579-3 2

M11000-3

Close the doors and check the
clearances and alipnment. of the rear
wing and doors in relation Lo Lhe
sill.

Adjust if necessary by titting centring
t.ools (A) and {(B).

M1095% 2 3 M10578.2

Extrude a uniform bead over the chassis
(as shown in Lhe diagram).

THE SILL MUST BE BONDED DURING THE
FOLLOWING 10 MINUTES.

ATTENTION: do nol. extrude adhcesive
into areas (1), (2) and (3} which are
provided for the drainage of water.




SIDE UPPER STRUCTURE
Sill

Extrude a bead of adhesive between Lhe
front wing and sill at (3} and fit the
wing, Rivet the wing tensioner after
aligning the wing with the door uzing
centring tools (C}, (D), and (E).

Wait 30 minutes before touching.

The following parts arc refitted after
painting:

- the [(ront mudguard;

- the door seals;

- the sill prolection parts.



SIDE UPPER STRUCTURE
Front pillar lower section

REPLACTNG

This operation requires the adjacent
components t.o be removed. TPlease
consult, the rclevant sections.

PROTECTION

rotect. the inside of the vehicle using
a cover resistant to splashes from
grinding and welding.

COMPOSITION OF THE PARTS AS SUPFPIL.LED
RY T1E PARTS DEPARTMENT

CUI'fING OUT — UNPICKEING

Remove the damaged part following the
instructions in the diagrams (see key
to the symbols}.

Grind back any remaining parts of
unpicked spot welds and excess zinc
remaining on the backing panels.

M10571-1

o




SIDE UPPER STRUCTURE
Front pillar lower section

PREPARING THE NEW PART

On the new part. cul. out a part approxi-
mately 50 mm larger than the part cul
out. from the vehicle,

Position the new part on the vehicle
so that it overlaps and secure it using
.vice clamps.

Saw simultaneously through both panel
thicknesses so as to align the cuts
correctly.

M10571-2

VN
# o &)

e

i
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WELDING

[[ necessary adjust the new part then
secure it in place using vice clamps.

Apply:

the
the
the

gélh‘

tack welds te the butt weld lines;
electric spot welds;

stitch welds with a protective
envelope:

- soft solder to tLhe butt welded parts
alfter grinding back the weld bead;
- the protection after welding.

AM10571-3

(See Espace Paintwork Manual MR.601)

Apply the passivation - zinc paint
treatment For the welded areas,

Apply anti-gravel mastic and sprayced-on
and smoothed-down beads.

Apply the hollow section protection
after painting.



SIDE UPPER STRUCTURE
Complete front pillar

REPLACING

The adjacent components must be removed
for this operation (pleasc consull thc
relevant sect.ions). :

PROTECTION

This is essential and identical to Lhe
operation for replacing the lower
section of the front pillar.

COMPOSITION OF THE PARTS AS SUPPLIED
BY THE PARTS DEPARTMENT

CUTTING OUT - UNPICKING

rM10572-1 .

Grind back any parts of wnpicked
spot weld and excess zine remaining
on the backing panels.

MI10573-1




SIDE UPPER STRUCTURE
Complete front pillar

PREPARING THE NEW PART

On Lhe parts to be welded, grind any
excess zinc so as to obtain good

alignment during welding.

Ad just the new part then secure it
using vice clamps.

M10B5r3-2

MI0s72-2

O y M10574
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SIDE UPPER STRUCTURE
Complete front pillar

M10575

(See Espace Paintwork Manual MR.601)

Apply the passivation - zinc paint
treatment for the welded areas.

Apply anti-gravel mastic and sprayed-on
and smoothed-down beads.

Apply the hollow section protection
afler painting,



SIDE UPPER STRUCTURE

Centre pillar moulding

'TLGIIIENING TORQU

ES (in daNm) @

Safety belt bolls

Jto 4

REPLACING

REMOVAL
Inscrew the seal. belt upper mounting.

Unclip the two grab handle mouldings,
remove the handle and its base.

Remove locally the door snappon scals
from the top of the centre pillar.

Unst.ick the centre pillar trim,

—_—

M11089 3

Unclip vertical adjusting control
knob (1} .

Unscrew the two bolts (B} from the
adjusting system.

Unscrew the three bolts {(C) From
the centre pillar moulding.

REFITTING

Coat. the three balts {C) with a sealing
product. .

Perform the above operations in the
reverse order to removal,

Torque t.ighten the seat belt upper
mounting as specified,




SIDE UPPER STRUCTURE
Centre pillar with lining

REPLACING

This operation requires the adjacent
components to be romoved. Please
consult the relevant sections.

PROTECTION

This is essent.ialyas tor any repairs
affecting the inside of the vehicle.

COMPOSITION OF THE PARTS AS SUPPLIED
BY THE PARTS DEPARTMENT

CUTTING OUT - UNPTCKING

M10577-1




SIDE UPPER STRUCTURE

Centre pillar with lining

M10578-1

a—a

M10581?

PREPARTING ‘11l NEW PART

Un the partsto be welded, grind down
any excess zine so as to obtain good
alignment.

On the lining, make a cut approximately
53¢ mm longer than the part cut out: on
the vehicle,

Position the new parlt so that it over-
laps using vice clamps then saw

simii taneously through both panel
thicknesses so0 as to align the cuts
corrcectly.

Adjust the part and secure it in place
using vice clamps.

S 4]

M10577-2




SIDE UPPER STRUCTURE
Centre pillar with lining

= = =
Ged  al® s
MI1057Y-3

M10581-2
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M10578-2

(See Espace Paintwork Manual MR, 001}

Apply the passivation - zinc paint
treatment. for the welded areas.

Apply anti-gravel mastic and sprayed-
cn and smoothoed-down beads.

Apply Lhe hollow sect ion protect.ion
atfter painting.




SIDE UPPER STRUCTURE
Sill closure panel

REPLACTNG

This operation requires some of the
parts adjacent to the impact to be
removed. I'lease consult the relevant
sections.

PROTECTION

It. is still essential to apply protec-
tion beforce beginning the cutting out
and welding operations.

COMPOSITION OF THE PARTS AS SUPPLIED
BY THE PARTS DEPARTMENT

M10579

REPLACEMENT ADVICE

Several repair variations are possible
depending on the area of cdeformation.

MI1G579-1

All these cuts must be made by over-
Lipping the new part. The parts arc
to be MIGC buti, welded using stitch
welds and solder then applied Lo the
appropriate places to improve appear-
ance.




SIDE UPPER STRUCTURE

Sill closure panel

CUTTING OUT - UNPICKING

M10580-1

Grind back any remaining pieces of
unpicked spot weld and excess zinc
o the backing panels.

303

RA1(582-1

PREPARING THE NEW PART

On the parts, mike ools approximately
530 mm longer than the part cul out on
the vehicle.

On the parts Lo be welded, grind back
any excess zinc to abtain good
alignment..

Position the new parts so Lhat they
overiap and hold with vice clamps then
saw simultaneously through both
thicknesses.

Ad just the parts and scoure them wsing
vice clamps.

MI10581-1




SIDE UPPER STRUCTURE
Sill closure panel
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MI10582-2

Apply protcection arter welding

{Se¢ Espace Paintwork Manual MR,O01)

Apply the passivalion - zine paint
treatmeni. {or the welded areas.

Apply anti-gravel mastic and sprayed-
on arxl smoothed-down beads,

Apply the hollow section protection
aftLer painting,




REAR UPPER STRUCTURE
Wing panel

REPATRTNG

- lissures Sce repalr sequence no. 1 General Scection 40 - Page 40-40
- Holes See repall sequence no., 2 General Section 40 - Page 40-41
- Fractures See repalr scquence no. 3 Ceneral Section 40 - age 40-42
REPLACIEMFNT

THIS OPERATION REQUIRES THE REAR QUARTER WINDOW TO BE REMOVED

Parts to be replaced systematically:

- the quarter panel (ront moulding;

- pop rivets;

- quarier panel window seal (opening window).

Tooli ne rquired:

- dirri1]] with 5 mu diameter drill bit;

- saw {with diamond powder blade or disc);

- sharpened spatula;

- prinding disc (P8Q);

- grinder equipped with 10 mm diameter cutter;
riveter;

- adhesive extrusion spray gun;

- cenl.ring toolinge kit reflerence Car.1219.




REAR UPPER STRUCTURE

Wing panel

Y4B/ 94679

Products required:
Bonding kil. Part No. 60 25 170 306

Thick adhesive (0 the immatriculation
or puwideline Lype).
Epoxy resin repair
Part. No. 00 25 Q70
Polyester mastic

kit
007
Part No. 77 Q01 395 §513.

Personal protection:

Coggles, ploves, mask and personal
cxtractor nozzle.

REMOVAL

Remove :

- the rear light;

~ the shicld;

- the luggage compartment light swiltch
(on righthand side);

- the mdguard (5 vivets);

- the fuel filler flap. lock, cap and
fuel filler pipe (on righthand side};

- the quarter panel moulding;

- the rear quarter pancl;

-~ the btrim finishing seal around the
nuarter panel;

- the wheelarch trim;

- part of the tailgate and door scals;
the seal from the opening rear quarter
window {bonded to the wing).

v

Unstick the wing trim from around the

rear quarter window,

Unstick {double-sided tape) the wing
upper moulding without destroying Lt
(mark its position on the stretcher
belfore rremoval ).

Protect the following against. dust:
- the fuel tiller pipe;
- the inner i(rims.

Proteclt. the stretcher wilth wide adhesive
Lape from the back to the centre of

Lhe rear door against any possible
grinding accidents.




REAR UPPER STRUCTURE
Wing panel 44

1 (}.1"

On thce chassis trace the position of
the wing at {X) and (Y).

Drill rivet. {1) and recover the shim.

Using a circular saw, cut the wing as
shown in the drawing,

Remove the centre part of the wing and
recover the riveted lugs securing the
rear light and the fue} Filler flap
mount. ing strengthener {on righthand
side).

Using a sharpened spatula, remove the
pieces of wing remaining on the chassis
cxcept al. the top section.




REAR UPPER STRUCTURE
Wing panel

T0P SECTION

M1113B-3

M17158-2

M13158-1

M10993-1

Using a grinder fitted with a 10 mm diameter culter, grind the wing under the

stret.cner.

In seclion {A), the operation is performed usine a 5 mm diameter long drill bit.



REAR UPPER STRUCTURE

Wing panel

lsing a sharpcened spatula, lcvel the
adhesive seal remaining on the chassis.
lecaving a thickness of 1 to 2 mm.

Wipe down thoe arcas of the structure
to he bonded with a dry cloth.
FITTING THE NEW COMPONENT
Preliminary step

The tailgate mist. be correctly adjusted
in relation to the opposite wing and
the roof (clearance, flush fitting)
before the new wing is fitted.

PLEASE SEE SECTION 40 FOR THE PRECISE
INSTRUCTIONS ON USING THLE PRODUCTS

Cutting the new wing

The new wing is supplied without the
rear quarter window out. ont,  This part
is to be cut out using the template
supplied with the wing.

Cutting ocut the quarter panel frame

]

MI1094a2

Using adhesive tape, fit the tomplate

as shown in the drawing:

- trace the line;

- romove the template ard cul. oul. the
part using a circuwlar saw;

- f1le the lower scctions.

Preliminary cut

t111044-1

=3 to 4 mm

The apper part. of the wing is to be
cut out as shown in the drawing.

| |.= fﬁl
|| M10942 1

The quarter panel front pillar is to
be cul. as shown in the drawing.



REAR UPPER STRUCTURE
Wing panel 44

, . P Ad st the projeclt.ion of wing

Ad justing the wing (G) in relation to tailgate (H) and
secure the wing at {1) using sheet
metal scrows.

Open Lhe tailgate.

Adjust the alignment of the strctcher
and wing at (A} and (B).

Hold the wing at. (A) and (B) with
c¢lamps, the tips of which are to be
protected with picces of SMC taken
from the cut-out section of Lhe rear
quarter panel.

Remove the wing once it has been
adjusted in this way.

Orfer up the wing, sliding it under

the body top: adjust it vertically and
if necessary adjust the top of the wing
itself and the front pillar join by

grinding.

Fit in place the centring tooling on
the rear door casuring that the clear-
ance, flush fitting and alignment are
correct,

Lock the rear door,

Close Lhe tailgate.

Preparing the chassis

Coat. the area to be bonded after
degreasing:

gﬁgﬁ - the bead remaining on the chassis;
- - the stripped or damaged galvanised

/ ALEAS
#,pﬂ”ﬂﬂ with the primer supplied in the kit.

' £ B NOTE: a new part is bonded to the chassis
1 after the areas to be bonded have been
degreased and coated with primer.

G 311 H IMPORTANT: any scratched galvanised
M10968-12 area must be covered with primer.




REAR UPPER STRUCTURE
Wing panel 44

Extrude a uniform bead over the chassis
Preparing the new wing (as shown in the diagram).

THE WING MUST BE BONDED DURING THE 10
MINUTES FOLLOWING THIS OPFRATTON

Fitting the wing (tailgate and door
open )
Tilt the wing so that it can be slid

under the stretcher then fold it back
slowly over the chassis.

Close the door and fit in place the
centring tools ensuring that the clear-
ance, flush fitting and alignment are
correct.

M1094E-1 DO NOT OPEN THE DOOR BEFORFE THE TOOLING
HAS BEEN REMOVED.

Roughen Lhe atea to be bonded with
PLAQ paper.

Degrease and coal. with primer the area = e = [ ——
to be bonded hehind the wing. SN ' |

Applying the bead

!

000 3

it in place the shim under the wing and
rivet it at (1).

Align the wing with the previously traced
lines and secure it with the (wo sheet
metal screws (2],

My L Align the wing with the stretcher: fit in
: place the clamps at (A} and (B) and at
(C} and (D).

Leave to harden for 30 minutes.
Remove centring tooling (1),

NOTE: the sheet metal scorews remain on
the vehicle.




REAR UPPER STRUCTURE
Wing panel

AREAS B AND D

The two parts arve te be joined
end-to-end using epoXy resin
according Lo plastic repair scquence
no. 3 (fractures): it is compul sory
to add matting.

The finish is achieved with polycster
mast, LC.

ATTENITION: The bonding arca of the
seal for the rear quarter panel
mist bhe iree of defects (holes)
and [lat to cnswre that it fits
correctly with the seal on the

M11509

window.

UCsting an air gun ared soapy water, check
for leaks in arca {X) and if nccessary
touch up any parts with adhesive.

NOTE: the shield, light, scals, wing
upper moul ding, rear guarter panel
window, {uel Miller pipe (on righthand
side) and tailgate switch {on righthand
side) are rcfitted after painting.




REAR UPPER STRUCTURE

Wheel arch

PROTFCTTON

After removing the component.s necessary
tor performing the reopair, protect the
inside of the vehicle from splashing
during grinding and welding,

COMPOSTTION OF THIE PARTS AS SUPPLIED

MTORBE 1

Unpick any parts of metal remaining
after cutting out from the support
mmits.



REAR UPPER STRUCTURE
Wheel arch

M10582-3




REAR UPPER STRUCTURE

Wheel arch

Crind back any remaining spots of
unpicked weld and cxcess zine remaining
on Lhe backing panels.,

PRFPARING THE NEW PART

i the new part cut oul a piece
approximately 50 mm longer than that
cut out on the vehicle.

Position the new part so that it over-
laps and secure it using vice clamps.

Simltaneously saw through both panel
thicknesses 50 as to align the cuts
correct.ly.

Grind back any cxcess zine on Lhe Faces
.o be welded.

-

-

R -\,\
-

M105B87-2
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REAR UPPER STRUCTURE
Wheel arch 44

WELDING

MPORTANT: fitting the whoecelarch:

.as the zinc coating assembles the two
rear pillars between which the rear
quarter panel) rear mounting is to be
fitted, the assembly must be modified
by welding the rear quarter upright on
the outer face of the pillars (see
diagram below).

10589 2

M10586-3




REAR UPPER STRUCTURE
Wheel arch 44

PROTECTION AFTER WELDING
(See Espacc Paintwork Manual MR.601)

Apply the passivation - zine paint
trcatment for the welded areas.

Apply anti-gravel mastic and sprayed-
om and smoothed-down beads.

Apply the hollow section protection
alfter painting.




REAR UPPER STRUCTURE
Rear end pillar

PROTECTION

Rember to protect. the inside of the
vehicle from any splashes during
grinding and welding.

COMPOSITION OF THE PARTS AS SUPPLIED
BY THE PARTS DEPARTMENT

Grind back any pieces of unpicked
spot weld and cxcess zince remaining
on the backing panels,




REAR UPPER STRUCTURE
Rear end pillar

PREPARING THE NEW PART

Grind back any excess zinc on the Faces
t.o be welded. Position the parts and
secire them with vice clamps then make
the cuts overlapping the parts.

WELDING

.
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M106583-2
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REAR UPPER STRUCTURE
Rear end pillar

PROTECTION AFTER WELDING

(Sce Espace Paintwork Manual MR.601)

Apply thc passivation - zinc paint
treatment for the welded areas.

Apply mnli-gravel mastic and spraved-
on and smoothed-down beads.

Apply the hollow section protect.ion
alber paint.ing.



BODY TOP
Body top

REPATRING

Only Fissures, holes and small fractures

less than 50 mm in size arce to be plogged
according to the plasiic repair scquences
described in scction 40.

REPLACING
Parts to be replaced systematically

The complete replacement of Che body teop
requires Lhe root to be replaced,

Partial replacement may be performed

according Lo the scguence described

below and only requires the following

parts to be replaced:

- the quarter light upper moulding;

- the finishing moulding between the
body top and rear wing.

Tooling required

- saw {with dizmond powder dise and
blade);

- sharpened spatula:

- adhesive extrusion spray gun;
two bonding kits Part No. 00 25 170 306

This mcthod can he broken down into
three stages.

PRELIMINARY STEPS

Mark the position ol the body top in
relialion to the roof by measuring
dimension {A) at the front, at the
rear and at Lhe centre pillar,

Protect. Lhe edge of the rool over the
entire length of the vehicle with
adhesive tape.

Unstick (he finishing moulding between
the body top and rear wing with a
sharp spatula.

REMOVAL.

Using a circular saw, cut out the body
top over the cntire length of the
vchicle making a tangent wilh the roof

M1107&

MITO76

at: (B} and 3 mm away from the edge at
(C).




BODY TOP
Roof

Cut the rear section 30 nm away from
‘the edge.
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Finish the unsticking operation by
-cuttying the adhesive beads using a
sharpened spatula.

Grind back the excess of adhesive
remaining on the metal structure
leaving in placce a key layer for the
new bead.

M11076 2

FITTING
Preparing the new bhody top

Cut scction (1} following dimension
(A) measured before the old part, was
removed.

Adjust part (2} on the vehicle.

Roughen the bonding zone:
~ dedust;

- degrease t%);

- coat with primer (%),

Preparing the metal structure

Degrease the old bonding arca.

Applv metal primer over this whole
drea.

lLeave to dry for about. 10 minutes.

Bonding the body top

Using a spray gun suited to the type
of adhesive, extrude an 3 mnm diameter
bead over the old traces on the body.

Fit, and adjust the body top in relation
to the rear wing using the tinishing
moulding and bring the cut into contact
with the base of the rain channel.

Strap up the body top at the front and
t.he rear.

Remove the excess of adhesive from Lhe
rain channel.

() Please consult the adhesive
supplier's technical sheet.



BODY TOP
Roof

REPAIRTNG

The roof is made from RIM injected resin
which can be casily repaived using Lhe
Epoxy kit Part No. 60 25 070 997.

In this case, and [or this part only,
Jarge scale repairs arc possible without
afTecling the appearance after painting.

REPLACTNG
Parts to be replaced systematically

- the three carpet panels bonded t.o the roof
- the tailgate upper snappon seal.

Tooling rexuired

- saw (with diamond powder blade or disc):
- sharpened spatula;

adhesive extrusion spray gun:

two bonding kits Part No. 60 25 170 300.

REMOVAL

Remove:

- the windscreen moulding;

- the radio aerial;

- the sunroofs;

- the tailgate hinge mouldings;

- the tailgate by unscrewing the two hinge
articulation pins;

- the three carpet panels bondcd to the roof;

- part of the headlining by separating the
fabric trim over all the inner edpges ol Lhe
carpct panels without damaging the fitted
cardboard.
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Cutting the roof
Csing a sensilive saw, cul:
3 » - . . H oy H AT -a. - v 1 c c

- Lhe rooll over ils entive periphery (A), 80 80

50 mm away from the edge and 80 mm away « + Dl

at, Lhe rear at Lhe Lallgate end; | i
- the folded edge (B) 5 wm away {rom |

the cdge. ;

I‘ 50 :

Al Bi 5
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BODY TOP ‘
Roof 45
B C

M106972

Cut. transverscely X0 mm either side of
Lhe cross member centre line.

Remove the three central seclions,

Cut. the beads using a spatula with a
sharp edpe,

Clean the areas Lo be bonded but do
not. remove the entire head honded to
the galvanised pancl.



BODY TOP

Roof 45

&
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FITTING
Orfer up the root to the vehicle.

Centre it in reclation to the Lwo
strctchers.,

Ad just it in relation Lo the
stretechers, windscreen and rcar wings.

Mark this posilion uwsing strips of
adhesive tape.

Preparing and bonding

Structuwre
Degrease the old bonding ared.
Coat with primer.

leave Lo dry for 10 minutcs.

Roof

Degrease the area Lo be bonded.
Coat: with primcr.

leave Lo dry for 10 minutes,

Extrude 10-12 mm diameler beads over
the rool as shown in the riguare above.

Fit the root on the vehicle.
positioning it in velation to

the pieces of adhesive Lape during
the 10 minutes following extrusion.

Strap up the assembly, adjusting the
central depression in relation to the
tailgate and windscreon.

IMPORTANI': check that the roof is
leak-tight before fitting the trim.

MI10974

NOTF: i the vehicle was equipped wilh
4 car phone, it the anti-interference
grille and the acrial basc plate
fitted in scervice.




SIDE OPENING ELEMENTS
Door panel (for example front door) 47

REPATRING

'he door panels are made (rom SMOC
{pre—impregnated resin}.

Only fisswres. holes and small [racl.ures
less than 50 mm in size can be plugged
according to the plastic repair scquences
described in seclion 40,

Prepare and apply paint {inish according
to the sequences in Lhe Lspace Paintwork
Manual MR.0O01.

REPLACING

This operation can be pcrformed
without rcmoving the metal door leaf,

Tooling required
- sharpened spatiuda;
- adhesive extrusion spray gun;

- sct of pads and blocks for centring
bodywork panels;

- clamps.

Prxlucts required
1 bonding kit Part no. 60 25 170 306.



SIDE OPENING ELEMENTS

Door panel (for example front door) 47

REMOVAL Remove the primary scal from the

Door i i bottom ol the door.
w inner trim

Reatove:: “Unelip the triangular moulding from
- the window winder handle; the corner ol the window.

- the two screws from the base of the
glove box: '

- Lhe two screws contcaled under the
puller hundle mouwlding;

- the window trianguiar moulding.

Separate the Lrim at the top.

Disconncet the opening rod trom Lhe
control handle.

Digconnect the wiring harness.

Fanel

Protect the rear part of the front wing
with adhesive Lape.

—r——

M11010 b T

Dsing a spatula with a sharpened edge,
cut. the bead of adhesive on the

panel: start at the lock end then
continue alonyg the lower part, avoiding
the window windcr housing part and
complet. ing the opecration by going

up att the hinge ends,

Remove the pancl.

Remove Lhe opening plate and window
rubbing strip.

Grind back the cxcess of adhesive
remaining on the metal strocture,

' . leaving in place a key layer for the
MI110379 ) _:' - e . new b@ad.

Straighten the arcas to be bonded on
Disconnect the lock barrcel lever and the door.

plake Sontral lexse ox Lhe lock Offer up the new panel. Lo check that
there is not Loo much adhesive.




SIDE OPENING ELEMENTS
Door panel (for example front door)

FITTTNG

Preparing the component.s

Door
- degrease the area {0 be bonded;

- apply metal primer over the entire
Ared
- leave to dry for about 10 minules.

Door panel:

- roughen the area to be bonded over
a width of 50 mm;

- dedust;

- degrease {+);

- coat. wilh primer ().

M0

Bonding tLhe door panel

Usc an approved PU adhesive Lo bond
the door panel (). See stction 49.

“{#} Please consult the adhesive
supplicr's techmnical sheet.

M11042-1

Using a spray gun suited to Lthe type of
adhesive used (%), extrude an & mm
diameler bead of adhesive which is
broken oft opposite the two iower
drainage points (A).




SIDE OPENING ELEMENTS
Door panel (for example front door)

Positioning the door panel

lock the opening mechanism of the
adjacent door to prevent. it opening
accident.ally and damzging the panels
locked in place with the tools.

Fit a 2 mm shim atpoints (C} Lo fit
.he outer rubbing strip.

MI11643

Apply Lhe pancl to the structure but
do nol. press 1it.,

0n the adjacent elements at {A) lock
the centring locks Lo adjust the
panel heipht, flush fitting and
clearance 1n relation to these parts.

On the adjacent elements at (B), lock
the pads t.o adjust the flush.fitting
and clearance of the papel in relation
t.o these parts.

Remove the tools alter 1) hours
polymerisation (#)}.

See MR.O01 for preparing and paintwork.
Refit the equipment.

Only cut off the excess of adhesive
which has run over the bhonding seal
hefore painting.

(*) Pleasc consult. the adhesive
supplicr's technical sheet.

NOTE: in order to position a door
panel or rear wing, the plates and
catches are Lo be locked on the recar
door panel as the thickness of the
wing does nol. enable them Lo be
attached.



SIDE OPENING ELEMENTS
Complete door

47

ATTENTION FRONT DXOR:

Refore Louching the female hinges
secured on the front pillar, it should
be remcmbered that 1t is difficult to
adjust them. Thus, when the front wing
and camplete door are in place:

- if the door does not have to be
repluced, do not adjust the hinges;

- 1l the door is to be changed,
reassemble and adjust it in accordance
with the following scquence.

REMOVING THE FRONT DOOR

Tooling rcquired
- FEXWICK impact pin exbraclLor.

Remove the deorr internal trim,
Disconnect thoe conncectors.

l'ake out the wiring harncess, releasing
the rubber protector,

Remove the bolt securing Lhe door
check strap Lo Lhe pillare.

Remove Lhe plastic plugs prolecling
the hinge pins.

Renmove the pins Mrom Lhe lower hinge
using an ilmpact extractLor.

Remove the pins from the upper hinge
and remove the door.

FTTTING 'THE DOOR

It a front door is being completely
replaced, Che metal steacture and
SMC panel are supplicd scparately in
order that the hinges can be moumied,
adjusted and tightened on the [rond
pillar.

Freparc thc door structure

titl:

- the glass sliding fcit;

- the glass;

- the windscreen winder mechanism;

- the lock.

Replace the spring pins by two dummy
pins or 5.1 mm diameter drill bits.
Fit. Lhe stracture on the vehicle and
insert the original shims between the
hinges and front pillar,

Failing this, fit two shims onder
cach hinge.

Close the structure {(lock engaged on
secord notch).

M11042




SIDE OPENING ELEMENTS

Complete door

Adjust. the structwre, with Lhe snappon
seal in place and ensure that the
clearance is constant, over the entire
edge of the window frame by altering
Lhe hinges and the closwe Jock bolt.,

Offer up the SMC panel blank.

M1TU3T-1]

Torque Cighten the hinge screws Lo
3-8 I '.}.2 dHN-

Mount the door check strap on the body
and tishten it on the front pillar.

Cheek that  the closure system operates
correct.ly.

Stick Lhe panel to the body fol lowing
the {itt.ing scquence described on page

47-- 1.

ADJUSTING A COMPLETE FRONT DOOR

Although it is difficadt and delicate,
when reassembling a door fitted with
dummy pins or 5.1 nm diameter drill
bil.s, it is possiblie to reach Lhe
hinge mounting bolls by removing the
plastic guard  trom the front
wheelarch.

Open the {wo wing tensioncr inlets.

Pretighten the Four bolts using a
FACONM 6813 rachet ring spanner Fitted
with a ['ORX EX240 ¢nd piece.

Adjust, the door in stages.

1

Once it has been adjusted:

- remove the dummy pins and door;

- torque Lighten the holts to
3.5 dalNm.

i"inish the rcassembly sequence.
REMOVTNG THE REAR DOOR
Remove the internal Lrim from the

door: disconneci. Lhe connectors.

Take out. the wiring harness, releasing
the rubber protect ilon.

Renmove the door check strap mounting
bolt from the c¢entre pillar.

Slacken the hinge mounting |ORX

type bolts and remove Lhe door.
FITTTNG THE REAR DOOR

'The new door is supplied wilh separate
metal structure and panel.

Retit the door Mollowing the scquence
Forr the Mront door.




SIDE OPENING ELEMENTS
Complete door

47

ADJUSTING A COMPLETE REAR DOOR

This adjustment. is facilitated il
the hinge mounting bolts on the rcar
pillar are made accessible.

Adjust. Lhe hinge mountings and lock
bolt Lo adjust Che height and tiush
fitting.

M1

NOTE: the door must be taken off ils
hinges in order to paini. the interior
areas of Lhe door, hence the need to
usce dummy pins.

The roll pins are fitted definitively
between the stages when the interior

sections are painted and the oulside of

Lhe door is painted,



OPENING ELEMENTS OTHER THAN SIDE OPENING ELEMENTS

Bonnet

48

OPENING

Emergency method tor opening the bonnet
LF the control should break.

Place the vehicle on a 1lift or use a
mechanic's trolley.

Pass your arm between the radiator and
iront of the engine.

M11019

Pull the lock synchronisation rod
Lowards the letthand side.  The bonnet
shouwld open.

REMOVAL
Without changing thce hinges

Open the bonnct, place the bonnet
stay or two locking clips on the
hinges,

Protect the wings and rear view mirrors.

Remove the fowr bolts securing the
bonnet on {he hinges,

Strip the following:

- sarety catch:

- closure lock bolts,

FITTTNG

Paintwork preparation {see Lspace
Paintwork Manual MR.601).

Cheek that the insert, threads are
clean (no adhesive present).

M11024

Check the distance (E) between the lock
axes.

Secure the fit.tings to the new bonnet.

Fit the lock bolls with the old shims
and presct distance (LK) centred in
relat.ion to the width of the bonnet..




OPENING ELEMENTS OTHER THAN SIDE OPENING ELEMENTS
Bonnet

Securce the bonnet on the hinges and
run-up the tour bolts.

Close the bonnct and check that the
two locks are correctly locked.

MEIG191

ADJUSTMENTS

1) Adjust. the height. of the lock holls
by itlLing or removing shims such
that distance (L) remains the same.

2} Ad;just the depth by twming the rfowr
bolts sccuring the bonnet on its
hinges in order to ensure Lhe
cont.inuity of the bonnel. and wing
lines with respect to the headlights.

3} 1L necessary Finish adjusting Lhe
upper part vertically by turning the
bolt sccuwring the hinge laterally on
Lhe body in order to oblain a
prrojection of L mm in relation to the
wIings.

1) Centre the bomet belween the wings
by moving the lock bolls Lo obtain
clearances which are equal on both
sides of the bonnet (retaining
distance (15})).

RFMOVAL WITH REPLACEMENT OF HINGES

Remove :

- the rear view mirrors;

- the windscreen wiper bhlades;
- the scuttle grille:;

- Lhe hinge mounting bolts,




OPENING ELEMENTS OTHER THAN SIDE OPENING ELEMENTS

Tailgate

REMOVAL
(Jpen the tailgate.

Remove the screen wiper casing mount ing
and pull it upwards.

MI11033

Unpick Lhe {rim sccuring points one by
one.

Disconnet. all the clectrical leads and
the screen washer hose.

Unfasten the wiring harness.

ldentity (he Lype of connection on the

connectors and remove Lhe number plate

l1ght ing connecl.or,

Securce a length of wire:

- (2.50 m) ai. the end of the wiring
harness;

- [1.50 m) at the end of Lhe screcen
washecr hose,

Relense the two rubber sheathings
trom the connection betweén Lhe tailgate
and the vchicle.

Pull all the harnesses and the hose and
leave the metal wires in the tailgate,
NOTE: the melal wires can be wsed on
ref'iti.ing,

Fit the tallgate in the open position;

Remove the primary seal Mitted on the
roof ardl Lhe hinge mouldings,

- ——
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Unscrew the hinge moulding mounting.
Pull the mouwlding towards the rear.

Cnfasten and remove the hydrawlie
compensators.

/.

Close the tailgate again.
Remove the two bolts securing each hinge.
Recover the shims.




OPENING ELEMENTS OTHER THAN SIDE OPENING ELEMENTS
Tailgate 8

FITTING - ADJUSTMENTS

n

MI1D%73

Plecase sce¢ Espace Paintwork Manual
MR.6Q1 for paintwork preparation.

Prcadjust the tailgate by {itting Lwo
shims under each hinge, torque tighten
the mount.ing bolts and close the
tailgate.

Check that the projection between the
tailgate and roof A = 1.5 to 3 mm.

Adjust this distance by adding or
removing shims (each shim is 1, 2 or 4
mm Lhick).

At the sume bLime alter the projection

at the side in relation to the wings
(B - 2 to_4 mm),

M10968

Ad just the clearance between the roof
and the tailgate (J1 = 7 to & mm).

Torque tighten the hinge bolts to
2.4 daNm.

" M10859

Adgjust. Lhe clearance between Lhe wings
arcl the Lailgate (J2 - 5 + 1 mm) by
tightening or unscrewing the locking
fingers.

A lock nut is wused to lock the fingers
when the corrvect. adjustment has been
madc.,



OPENING ELEMENTS OTHER THAN SIDE OPENING ELEMENTS
Tailgate 8

ADJUSTING THE T.OCKS

The synchronisation of the handle
travel and opening ig adjusted by
moving the adjustable rods.

i) NN
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OPENING ELEMENTS OTHER THAN SIDE OPENING ELEMENTS

Sunroof

REMOVAL

With the sunrool in the open position,
move knob (1) towards the righthand
side; raise the glass and relecasc the
two hinge lugs.

Mt0863

Removing the frame

([ il is to be reused, il 1s useless
and dangerous to remove the swiroof
seal .

Remove the glass.

(BT TAY

Remove the inner trim strip (1}

Remove the trim from the seal groove.

Using a drill fitted with a 3 mm
diameter bit, remove the heads [rom
the 16 rvivets {2) securing the counter-
frame to the frame.

Remove the counter-frame and frame.
Remove any rivet chips amd the heads
from the stems remaining on the frame.
REFITTING

Refitting the reused frame

Remaoving the rivets from the frame:

- using a rivet stem, knock the heads
on the stems remaining in the centre
of the rivets into the frame.

If same pieces cannot be removed (and
will causc noise}, they must be
immobilised by applying trim adhesive
to the rivet. holes (1}.

M10864-1

Check that the frame seal on the roof
ig in good condition.

Fit. the frame to the vehicle and rivet
the counter-[lrame.

Refit the glass and check for leaks.

Fit the trim in placc in the groove and
refit the trim strip.




OPENING ELEMENTS OTHER THAN SIDE OPENING ELEMENTS
Tailgate 8
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CUITING OUT THE ROOQF

280 mm
1910 mm
40 mm

A
B
D
F g6mm

These dimensions arc taken from tLhe Mront edge of the roof at the aerial base to
the [ronl edee of the cut-out which is to accommodate the sunroof,
CUTTING OUT

When cutting a plastie roofl, certain precautions have to be taken in order to avoid
damaging the headlining.

Fit the cutting template in place on the reoof according to the dimensions indicated.

In the four corners drill a 6 mm diameter hole 40 mm away from the edge of the
cut-out.

On the inside, using a marker, connect the four holes te each aother on the headlining.
Cut out this rectangle with a cutter.

Around this cut-out section, unstick the trim over a width of approximately 6C mm
and keep it [olded over using pieces of self-adhesive tape so as not to damage it
when ceutiing the roof.

Fit the sunroof(s) using the kit supplied.
Stick the trim back in place.
Fit the trim strips.
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