GENERAL

Specification
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GENERAL

Vehicle identification 40
By means of one or two plates: 2 rectangular
plate and an aval plate to the right of the P, 3 1 &
headlight carrier panel.
O
REGIE NATIONALE &2 » 100000
DES USINES Rsmig;._L-—— B2 500 000 000,
B1 41— » X*0*0000 < B X 0000000
O xx0000 Q000 Qet— ¢ 0000
00000000 ) «+—|— D
0000 kg « E 7 6 5
0000 kg « F
1-0000kg « G OVAL PLATE
o 2-0000ky «—o1— H This includes:
N At1 [ Thevehicle type.
0000 « J At2 : Special features of the vehicle*,
At3 : Basi< equipment®.
. Atd : Optignal equipment.
Rectangular plate At3 : Fabricalion number.
. e Attt : The model year* aint idantificaticn®.
This contains; At : Uehitiefacrﬂryrsﬁr:lfﬂl. eanen

At A : The manufacturer's name.
AtB

r The EEC reception number, including:

a1 B1 : the distinctive country number for
EECreception; .
atB2 : the reception number linked to

the vehicle Mings type.

AtC : The vehicle Mines type (France) preceded
by the manufacturer's worldwide
identification code (&g VF1 = Renault
France] .

AtD : The chassis number.

AtE : The maximum permitted vehicle weight
(GVW)

AtF : The maximum permitted tatai train
weight (GTW).

AtG : The maxirmum permitted front axle
weight.

AtH : The maximum permitted rear axle weight.

Atd* : The current model year or the paint

identification.

*NOTE:

Depencing on the country of export, some of this
infermation may not be inciuded. The plate
described above has the most detailed

information.

Portugal
Batilly

Creil

Doual
Spain

Fling

Grand Couronne
Yugosiavia
Haren
Billancourt
Dieppe
AMICC
Sandouville
Matra
Maubeuge
W [reland

X Heuliez

E-HVODE-TOHOTTMONDT B

* DEPENDING QN COUNTRY OR VERSION.



GENERAL

Vehicle identification 40
Stngle plate®
© REGIENATIONALE |© O)
DES USINES RENAULT
L » AL 0000-00-00
A -.......-...-._m_-....o UF1 Duuuuu o [u ﬂ U U - + :i'
B ————— i N IS
<>00000000 0650005 < ,
C » 0000 kg 000 « K
D —— T N § 1414 b kg ]
E o > 1-0000kg 000000 GOO000 « 1 M
Q “1
F o » 2-0000kg 0 o)
This includes:
At A :Vehide Mines type (VF1 = Renault France).

AtB
At L
AtD
AtE
AtF
At G
At H
At
At
AtK
AtLL
AtM

: Thae chassis number

: The maximum permilted vehicle weight (GYW).
. The maximum permitied tatal train weight (G W)
: The maximum permitted Irant axle weighl

: The maximum permitted rear axle weight.

- The vehicle type.

: The equipment and opticnal equipment number
- The fabincation number.

: Speaal features of the vehicle.

. The ariginal paint reference®,

. The EEC reception number.

Additional marking.

* Depending on the country of export, some information may not be included.

Application of technical equipmenl numbers

Normal reads Poor roads Special equipment
Up Lo Left-hand Righl-hand Lelt-hand Right-hand Left-hand Right-hand
drive drive drive drive drive drive
JUNE 1983 100 series  BOQseries I00series  FODseries M0 senes 700 series
Normal roads Motorway
Since Left-hand  Right-hand Left-hand  Right-hand
. drive drive -- drive drive
JUNE 1989 10-49 senes  F0- 89 series 50 69 series 90- 99 series

* The 3rd character corrgsponds (o an axira quality.




GENERAL
Lifting methods

40

TROLLEY JACK/STANDS

ESSENTIAL SPECIAL TOOLNG

—aamamriE-.

Cha. 408-01
ar
Cha. 408-0+2

Trolley jack block

Trolley adaptor socket

If a trolley jack is used, suitable stands must also
be used.

The vehicle must not be lifted with its weight
taken by the front ar rear suspension arms or
under lhe frognl ¢ross member betwesn side
members.

Depending on the lype of trolley jack, use sleeve
Cha. 208-01 1o pasition block Cha. 280-02.

Hse the builtl-in jacking points under the vehicle 1o
raise the {ront or the rear.

TROLLEY }ACK AT THE SIDE
Use block Cha. 280-02.

Take Lhe load under the frant cradle level with
the front door.

Correctly position the bady llange in the slot in
the block.

T T T e ==
S I A —— y ou — e
- 'l-'::'-- - ".r'.-'i_ ) _.'--H| 1 3 I'..".. =. —_ ===
i J__...- :::E::'.-'.-—'—-. _:_."' :l'II', .. "._"'::;". .'i -'".'n H’*:;*'-{"--
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Cha. 280-02 - Nl
ot H S0
TROLLEY JACK AT THE FRONT STANDS

The front of the vehicle may be lifted, taking the
weight psing Cha. 280-02, just behind the crass
member between side members.

Make sure that the block is not resiing an Lhe
exhaust.

To place the vehicle on stands, these must be
placed under the stiffened sections provided for
raising the vehicle using the car jack.

Lift the vehicle at each side 1o position the stands
at the rear.




GENERAL

Lifting methods 40

FRONT

SWING ARM LIFT

FOR YOUR SAFETY

Linits MUST MOT be disrmaniled when a 2-post [ift is in use which takes
Lhe weight under the body, because of 1he alleration in balance and 1o
make sure that the vehicle jacking points remain firmly on the {ilt pads

Pasition the lifung pads under the body sill flange in ine with the car
jack supports

REAR

AT 712

E fm————— e o m———— e
1
1
L

Br oy




GENERAL
Towing

40

ALL TYPES

NEVER USE THE DRIVESHAFTS AS ATTACHMENT POINTS

The towing hooks are ta be used only for road towing and must never be used for pulling the vehicle aut of a

diteh ar simitar breakdown aperatians or for directly or indi rectly lifting the vehicte.

FRONT

REAR

TOWING
Automatic transmission

DRIVING

S5ince the automalic transmission is lubricaled
under pressere, lubnication is anly guaranteed
when the enging is running

Consequently, the following instructions must be
observed ta avoid causing serious damage:

- never drive wilh the ignitian switched off {lar
example, downhill); we cannot gueremphasise
how dangeroos this praclice is;

- never push the vehicle {for example, to reach 3
petrol staticn} wilhout following the
Frstructions contained in the section an
"Towing”.

Morepver, the wheels are only driven when the
engine 15 running. It is therefore impassible to
start the engine of a vehicle with aulomatic
transmissian by pushing the vehicle.

Similarly, the wheels must not be dynamically
balanced while firted 1o Lhe vehicle.

TOWING

The front ot the car must be raised; however, 1l
this is impaossible. towing can exceptionally take
place with the wheels on the ground, under Lhe
foflowing conditions:

Ml auiaomatic transmissions

1. Add two extra litres of ol (ELF Renauttmatic
D2 ar Mobil ATF 220)

2. Do not tow the vehicle at speeds aver 18 mph
{30 km/h) or over a distance of mare than 30
miles (30 k] {lever in N positian).

Do nol forget 1o lake out the excess oil
afterwards.

AR4 automalic ransmissions
Do not low the vehicle at speeds aver 2% makh {40

km/h) or over a distance of more than 16 miles {25
km}.



RENAULT 25 GENERAL
Description of parts (Exploded views)

an ooy 20 19 B 17 16 1= i 312 1% [Tl 3 § 7 BHio4

LOWER STRUCTLIRE
1 Frontunit 16 Lower front side member closure panel
2  Front floor panel 16 A Side member closure pane! al cross seclion A
3 Central flogr panel 17 Frontside member strut
4  Rear tloor panel assembly 18 Casier tie-rod gusset
5 Barerear floor panel 19 Upper front side member <lesure panel
&  Parual rear panel 19 A Side member closure pane! at cross section A
f A Parual rear floor panel 3l {ross section A 20  Angle bracket
6 B Partial rear floor panel at crosssection B 21 Upper front arm gusset
7  Rearside member 22 front cross member closure and extension
3 Rear cross member panel
g Rear cross member stiffener 22 A Cross member closure and extension pane| al
10 Complete front side member Lross section A
11  Centre section of rear cross membhber . 23 Frontcross member )
12 tnnersill panel 23 A Front cross member at cross section A
13 Upper front side member 24 Sleenng cross mamber
13 A Upper side member al ¢rass seclion A 25  Centre cross member
12 Side cross member 26 Front floar panel tunnel
1% Lower front side member 27  Front side floor panel
15 A Lower side member al cross section A 28 Side member closure panel under floor panel

29  Front side mamber rear qusset




Description of

GENERAL
parts (Exploded views)

40

Lot

=8

e———__EB

e B0

B8 108

50 Windscreen frame strut

51  Centre gillar lining

52 Frontroaf panegl cross member

53 Rear guarter pane|

54 Rear quarter rain channel

5% Roof panel

%6 Roof panel rear cross member

57 Rear stretcher closure panel

58 Centre pillar

53  Wing panel rain channel

60 Rear end paneil

61 Rear wing pane!

61 A Rear wing panel at ¢cross section A
62 Bady top .

&3 Rear quarter panel linin

64 Rear quaner panel reinfarcement
65 Outer wheel arch

65 & Quter wheel arch at cross section A
&6  Sill

&7 Front pillar _

67 A Front pillar at cross sectian A

68 Rearhaifunit

B4 Rear door panel

UPPER STRUCTURE

70
71
72
73
74
75
76
77
7B
78

79
30
81
B2
83
g4
85
Bb
87

88
£9
90

Rear door

Frant door panel

Frontdoar

Fronl piltar lining

Headlight support panel

Simplified cowl side

Front wheet arch

Cowt side _

Cross member ¢iosure and extension panai
A Cross member ¢losure and extension panel at

Cross section A

Fronl upger cross member

Front stretcher closure panel

Bady side

Front pillar bottom flange

Heating channel

Scuttle )

Buikhead centre section

Heating bulkhead

Heating cross member

Bulkhead stiffener

wWindscreen frame lower crass member

Frame cross mamber reinforcement




RENAULT 25 LIMOUSINE GENERAL
Description of parts (Exploded views)

40

3

30 31 32/

! i

v
i
'
!
i
'
!

22 21 20 19 18 17 16 15 14 1312 11 10 9 8 Tggiga
LOWER STRUCTLIRE
1 Froamt urit 27 Froont side member strut
2 Front Floor panel M Casler tie-rod gusset
k| Centre floor pamel 19 Front ppper side mamber ¢lpsyre panel
4 Hear foor panel assembly 19 A Saide member doswig panel at cross section A,
3 Bare rear floor paned 40 Angle brackat
& Partial rear flocr panal M1 FromL uppier arm gusset
€A Farualrear floor panel at cross section & 23 hrontorgss member (loswre and extension panel
6B Partial rear floor panel at crass secoon B 22 A Cross member closure and extension panel ay cross
7 Hear side membes eclon A
g Rear cross member 13 Frenmtoross member
% Rear criss member stiffener 23 A Frontoross member at oross section A,
10 Front complete side mem ber 24 Steering cross member
11 Rear Lrysz mgmber centre sect 1on 25 Cenwecrossmember
12 Floor pamel extension pamel 26  Front floor panel tunmel
13 Front uppear side marmber 27 front side floor paned
12A Upperside membar at cross seclon A 28  Sidemember dlosure panel under floor panel
14 Sade cross member 29  Frontside member rear gussel
15 Front [ower side member 30 innersill panel ront sectien
15A Lowerside member at ¢ross section A i e il panel centre seclcn
16  Front lower side member closura panel 31  innersill panel rear sectipn
16 A Side membear ciosure panel at cross section A




RENAULT 25 LIMOUSINE GENERAL

Description of parts (Exploded views)

40

o1

52

i
13

53

54

12

%5 56

68 %3 108-1

[

UPPER STRULCTURE

Windscreen frame strut
Centre pillar lining

52 Roof panel front cross member
53 ERear quarter panel

54  Rear gquarter panel rain channel
5% Roof panel

k6 Roof panel rear (ross member
57  Upper pillar reinforcement

58 Centrepillar

59 Body top extension panel

60 Rear end panel

61  Wing panel rain channel

82 Rear wing panei )

62 A Rear wing panel at cross section A
83 Quarter panel linin

a4 Quarter panel reinforcement

65 QOuterwheel arch ]

65 A Quier wheel arch at cross section A
Sill extension panel

67 Stretcher closure panel{rear front centre)
68 Rear half-unit
9 Rear door pansl

Rear door

71 Front door pane

72 frontdoor

73  Front pillar lining

74 Headlight support panei

75 Simplified cowl

76 Front wheel arch

7T Cowl .

78 Cross member closure and extension panel

T8 A Cross member ciosure and extension at Cross
cection A

79 Front upper Cross memaber
80 Pillar lower reinforcement
81 Front mllar

31 A Front pillar al crass sectian A

82 Front pillar bottom flange

33 Heating channel

34 Scuitle .

85 Scuttle centre section

86 Heating bulkhead

87 Heating side member

88 Buikhead stiffener

89 Windswrean frame lower cross member
90 Frame cross member reinforcement




GENERAL
High tensile steel parts

40

I W b -

DESCRIPTION OF HIGH TENSILE STEEL PARTS

Centre pillar upper reinforcement
Door panel reintforcerment
Canister reinforcement

Lpper arm

B = O wy

a

Lowwer arm gusset

Lower arm gusset

Side member ¢losure panel
Loweer side member

8 - Innersill panel

10 + Rear quarter reinforgemeant

11 - Shock absorber turret reinforcement
12 - Shock absorber turret reinforcement




RENAULT 25 GENERAL
Opening clearances
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RENAULT 25 GENERAL

Opening clearances 40
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RENAULT 25 LIMOUSINE GENERAL
Opening clearances 40
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GENERAL
List of symbols

40

Chisebling

Grind back fillets or spot welds.
Straight grinding wheel with bakelite
disc, @ 75 mm, thickness 1.810 3.2 mm.

MAG seam stitch welding.

Mote: for good welding quality, you are
advised 1o Use a gas COMPrising argon
+ 15% CO; which is considered an
active gas {MAG).

{locally termed MIG)

Grind back spot welds.
Straight grinding wheel, 20,000 rpm,
with spherical dise, 2 10 o7 16 mm.

Plug welding.
Under MAG proledtive gas.
(locally termed MIG)

Grind back spot welds.
Spot removing bit. Rotation speed BQ0
to 1000 rpm

Inject into hollow sections.
Pressurised spray gun with flexible
nozzle and various engdpieces.

Unpicking

Salety symbal.

Indicates that the welding operation
underway involves one or maore venicle
vital safely elements.

Clean the surfaces Lo be welded.
Fibre disc &5 100 mm.

Body salder
Hot air welding torch

L = 350 +ball joint

L = 330

&)

P -:cff"'ﬁ\.l Min. nozzle cutput temperature 6007
- Lo v Lead + 33% unstick + tallow.
T TN Sawing ~Io" Note: the bady solder largely makes up
/ ho : Pneumatic hacksaw. for the risks of heat distortion cause by
M ,.-I ﬂ / welding.
H\___ vy H._____F,.-"
. . Application of weldable sealer.
Cut out the part by grinding back the A ~ o This mastic is conductive. When slatted
ST flange or level off the remaining paris | | in between two paneils to be spol
.-“ﬁ;i | of the spot welds. o welded, it prevents the spot welds
"»;H *—iéfj Angle grinder with a rubber pad and a carroding.
= fibre disc, & 120 to 180 mm, grain size
P36,
o Unsaldering ff;__‘x\ Agplicatinn of aluminium—has_eq paint.
{ , | TR 7 This must be applied to the joint faces
(}?\ "\ﬁj of each part to be plug welded. This
RS paint is canductive and resists high
L Dirmensions and Lypes of electrodes 1o temperatures. It provides anti-
- use for the aperation: corrosion protection around the spot
. wields.
L ﬂ L = 104
3’_ L= 100 ot __\ Apply a bead of extruded mastic.
:{SE??; ® From a manual or pneumati¢
cartridge gun
‘ @ L= 100 + flat 2 ® single or dual-component mastic for
—_—— crimped ar butt jeints.
f ﬂ L = 250

Spray on the masiic

& gun under pressure

& dual-component anti-gravel, anti-
Corrosion mastic




GENERAL
List of symbols

40

LOCATION OF
OPERATIONS

TYPES OF TOOLING AND
SEQUENCE OF OPERATIONS

WELDIHE feontinued)

e

zine painting  plug welding

" -. t
-,,-l 1 :
chain weld fillet
5THA|GHTEH|HG

B
-

paﬁéi pullar

PROTECTION OF CRIMPED SECTIONS

&

fillet and sprayed on mastit

ANTI-GRAVEL PROTECTION

<y @

sprayed anmastic

PROTECTION OF HOLLOW SECTIONS

:,f-" .;y;ﬂ

m]ectmn using angled jet

PAINTING STYLISED ZOMNES

' I ﬁ . agrosol can

e e

LOCATION OF
OPERATIONS

TYPES OF TOOLING AND
SEQUENCE OF OPERATIONS

CUTTING UHPICEIHG

1’[1" ,-"; . P B
L‘f v *?’Jﬁ or | )
saw

I_,’:::"ﬁ"‘ P 7

LT A
m i | .l.‘_. I_. i LA
" F 1

| ey LT -

~

| -

.-.--___ - -..-_ --_-."\ -"'.-_-H\..,
F . ' '-.!J h f,?n "
| =5 [ g, | %Ea{ !

seam angle grind body

ctitch sclder

- —

saw

’ -
oY S
Pl ”
chisel

P 7 -

-8 00 G

NP O

2" _PP gnndhdck unpick clean

gr'rn:_ﬂ I.:I_F'I;pi{k clean

. A T
grind back
I - T
, f ‘1\“ ”f = S
angle gnnd unpn:k. clean

grind
| 3 o T,f , .__:13'"-
-/ (” :/‘ T
| RS o
unpick angle grind
L
* {in mm}
WELDING —_
L 1.7 | 100
— : (L -1 4 100
. W F50
% ck( '- ‘.r} 'r""_' 350
-t - Lo ; fe—— EI 310
- , i P
weldable electnc spot
mastic welder




GENERAL
Use of symbols

40

CUTTING - UNPICKING

Brdil-

<

Operation symbois

This defines the Lypes of operation and (he exact
iocations where they musl be perlormed

<>
Tacling symbols

This defines the types of tocoling and the logicat
seguence of their use at the locations concerned.

Note: the operaton 1o unpick the steel strip and
to gringd the spot weld traces rermaining on Lhe
support panels ¢an only be performed after
completely removing the part 1o be replaced.




GENERAL
Use of symbols

WELDING

ol AN

Yo =T

e— 1 dmm:H- &80 mm

—--

! - i__.&:: II/ /ﬂ \‘- ’
& S
P

> |
|

<

Dperation symbols

This defimes the types of operation and the exacl
focations where they must e performed.

@ SAFETY S¥YMBOL

Tooling symbols

This defines the types of tocling and the logical
sequence of their use at the locations concerned

Kote: the spot weld protective operations
{etectroplastic mastic and aluminium paint} must
be carmied oul before filling the new par.

The recommendaticns complying with current legislation concerning salely regulalions carry the symbel and
require spacial attention from the repairer during work on the vehicle.

We would draw your particular attention 1o safely welding points.

In fact, these peints are designated as "safety” following the vehicle crash tests and the bodywark reliability

tests.

It is therefare very important to repair them correctly to achieve the same resistances as the original parls.

This will ensure the quality and satety of the repair.

We wauld rermind you thal all safely belt reinlorcement welds are also designaled as safety welds




GENERAL
Trammel gauge check - front impact 40

CHECKING THE POSITION OF THE FRONT SI15E MEMBERS
1 - Check the positton of the jigging points {1 and 2} located under the front side members.

- Compare diagonals:
BY = A2

- If you notice a difference in length during checking, the vehicie should be placed an the bench.
POST-IMPACT TRANSFER TO THE BENCH DOES NOT INVOLVE REMOVING THE REAR MECHANICS.
Special supports should be fitted at the relevant points {see chapter on the use of gauges).

- If you nolice no difference in length, conlinue with checking the frant axle geomalry. [T Lhis shows any
abnormality, it should also be checked before planning any repairs on the bench.

o -
I
|
|

TTaz20-3




GENERAL
Trammel gauge check - front impact

40

2 - Check the front end of the side members {€ and D} :

- Compare diagonals:
AD = BC

- If you notice a difference in length during checking and the distortion has not exceeded the front

mourting zone of the front axle, you can partially replace the lront end of the side rails {this operation
should preferably be carried out on the repair bench).

- 1T you do not notice a difference, Lhis means that the substructure has not been affected by the impact
and the repair ¢an therefore be performed using the frant end jig.

T7arsn

.-._-5.;-.'-5-.'\'.'-:!1'\-.'-:-?:"‘-‘-‘-"’.':':5 .




GENERAL
Trammel gauge check - rear impact

40

CHECKING THE POSITION OF THE REAR AXLE

Compare diagonals: Ad = B3
(points 3 and 4: side arm mountings).

- Ifyou notice a difference in length during checking, the vehicle should be piaced an the bench.

THE TRANSFER OF THE VEHICLE TQ THE BENCH FOLLOWING A REAR COLLSION DOES NOT INVOLVE
REMOVING THE FRONT MECHANICS.

Special support brackels should be fitted at the relevant points (see chapter on the use of brackets).
- Ifyoudo not nolice a difference inlength, continue with checking the diagonais; A6 = BS.
A difference in length means that the rear cross member is damaged.
- Check the condition of the side arms and the hearing arms.

- LCheck the axle geometry.
- CARRY OUT THE REPAIR ON THE REPAIR BENCH.

TF 4201

CHECKING THE DIAGONALS Ad = B



GENERAL
Trammel gauge check - rear impact

40

i

¥
fi’f

CHECKING DIAGONALS 86 = 85

The engs al the rear side members are checked by comparing diagonals 8-7 = 3-8,

CHECKING DIAGONALSA-T = 2.8

T




GENERAL
Repair instructions 40

Before starting work on the vehicle, even if it only appears Lo be slightly damaged, a series of checks must be
carried out:

& VISUAL CHECK

This check invoives examining the vehicde around Lhe mechanical mountings and in the crumple or
vulnerahle zones, 1o check for the presence of any deformation folds.

& TRAMPMEL GAUGE CHECK

The visual check can be supplemented by a trammel gauge check which enables any deformation 1o he
measured by symmetrical comparison {lor further details, see the relevant paragraph below).

¢ CHECKING THE AXLE GEOMETRY WHEN DRIVING THE VEHICLE

This is the only check for determining whether the vehicte impact has alfected the road hoiding of the
vehicle or not.

Important: in extreme cases, da not forget to check the axle lemenis which may also have suffered
damage



GENERAL
Repair instructions 40

in principie, none of the welded elements of the body should be replaced, without making sure that the
floor frame has not been affected by the impact.

There are several classical methods for carrying out a prelimmnary check of a damaged vehicle if the visual

check leaves doubt as 1¢ the scope of the damage and Lhe repair ta be carried cul.

CHECKING THE JIGGING POINTS, DEFINED BY THE DESIGN OFFICE FOR THE MANUFACTURE
OF THE BODY SHELL.

. ANY DAMAGE TO THIS ZONE REQUIRES REPAIR ON THE
BENCH :

NOTE:

A method of fault-finding is described in this manual, chapter: BODYWORK FAULT-FINDING.
A - STRAIGHTEMING - REPAIR - CHECKING ONM JHa REPAIR BED

For SAFETY reasons and to pravide better repair QUALITY itis FORBIDDEN:

® toreplace aside member, half-unit or uril without using a jig repair bed,

The use of a bench guarantees vehicle repair to Lhe onginal fabrication dimensions and provides
correct positioning of the front and rear axle elements.

& Lo replace part of the steering <ross member.



GENERAL
Repair instructions 40

itis FORBIDDEN:

4 1o apply traction to a vehidle positioned on brackets, without previously baving anchored the vehicle
on the hench chassis using at least two sili clamps. These clamps witl be located as close as possible 1o

the zone under traction 50 a5 nal Lo transmit the jacking loads 1o the brackets, which could distort
them.

® |Lis also very important, before dismantling any bodywork which has suffered damgge and requires a
replacement welded part, to pull cut the element Lo be replaced in order to return the bodywork as

accurately as possible to its original shape and to free the adjacent parts from Lhe siresses caused by
the delormation (see MR 501, F (1)




GENERAL
Repair instructions

40

STRAIGHTENING A BOX COMPONENT WITH
INERTEA EQUIPMENT

When a bodywork element is slightly damaged
and does not require replacement {even partal
replacement), 1l can be repaired without having
1o strip or cdean ity inlernal surlace, using a piece
of equipment for straightening sheel melal by
inertia, known as a “panel puller®.

Shear off the nivets flush with the panel using
cutting pliers.

Smooth off the remaining pieces of rivet.

Apply body solder using a welding terch fitled
wilh a 300 jet or using hot air equipment (650 °).

NOTE;

Welding the rivets to the box componenl exposes
part ol its irerior surface. Therefore it is essential,
after exterior painting, to inject some hollow
section wax anti-corrasion praduct (see chapter
on paintwork).

STRAMGHTENING METHOD
- Bare Ihe sheel metal of the damaged section.

- Weld the rivets provided with the equipment
{copper-plated sleel)

- Using the inertia equipment, grasp each rivel
and gradually restore the damaged part as
closety as possibie 1o ils onginal shape.
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B -

REPLACING \WELDED ELEMENTS

Operations tor replacing welded elements and the position ot their cuting lines are determined in
accordance wilh assembly line production ot parts and the following criteria:

FOR EXTERIQR EQDYWORK PANELS:
Avoid subynlantal deformation during butt welding

- Allew planishing tools and anbi-carrasion protection material to pass through.

FOR COMPONENTS OF TRE FLOGR FRAME AND EXTERIOR PANEL LININGS:

Where impact has occurred, the choice of cutling lines enables the nisk of distonion of the passenaer
compartment and the side members beyond the mechanical fixing points 1o be reduced (a risk that is
increased by the weld heal zones forming areas of potential dislortian)

RFRSG | _ M EE
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C - PROTECTION OF REPAIRED SECTIONS
To avoid any future probilems, it is very impaoriant lo recreate good interior and exterior protection after
repaiding or replacing a hodywork element so as to achieve praperties identical ta those ol the original
parts and guarantee the quality af the repair.

Cepending on circomsiances, vanious types of praleclion can be used:

1 - Butt welding [A) or {B)

- Before welding: bare the interior and
extariar parts of the zone ta be welded.

- After welding: in the case of accessible
nox sections, pratect Lhe weided zone by
panting on a primer ¢oat of chrome
phosphate with a paint brush, followed by
a chrome phosphate undercoat and then
paint

- After painting: in the case of inaccessible _ _
box sections, inject the hollaw section i o, RN,
with hollow section wax. ' '

2 - Electrical spot welding (C}

e e da AR e A U

*
£ {7841

- Before welding: apply an electroplastic
mastic bead {V helween the parls over
the entire joint;

- After welding: on the parls Lhat have
been laid bare; apply chrome phosphate
primer, then apply a bead of paintable
mastic al the [oint between the parts {€} or |
spray on a head of anti-gravel masti¢
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For safety reasons, it is FORBIDDEN:
& To cul and butt weld or to heat in order 1o straightan:

- side members in the sections located between the mechanical mounting points and the passenger

compartment (only the ends of the side members, located in irgnt of 1hese poinds, con be replaced by
butt welding],

- the body shell pillars at the safety bell anchoring points.

® To cut and hutt weld along the same line any elemant of bodywork and its lining.

Separate the two cutting lines by a few centimetres so as 1o spread the fusion zunes created by welding.

RN B2

# To braze the side members or any olher component af the vehicle structure {only extericr panets may be
hrazed at the locations described in the methods given in this chagter}.

When it 15 imposuble Lo assemble using resistance sportwelds, the use of MIG ar MAG equipment s
recommended, either by plug welding or by chain welding (see chapter on Welding in the Bodywark
book}.
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3 - Crimped sections and joints

- Protect the crimped section with an
extruded anti-gravel mastic bead [E) or 2
strip aof sprayed mastic (see chapter on
Paintwerk).

- Protect the joints with a strip of sprayed
anli-gravel mastic,

4 - Bonded panels (F)

- Only use structural mastic [bonding mastic
ype 514],

- This enables a stiffener to be fitted to an
extericr panel without spoiling its
appearance.

Examples: roof panel ¢ross members, bonnet
reinforcements, door panel an frame (belfore
Lrimping).

5 - Protection using sprayed on anti-gravel
mastic

53101

This dual-camponent preduct (see chapter
on Paintwork} must be used lor all parts
which were originally protected: rear end
panel, radiator grille, sitl, interior of front
wings, front and rear wheel arches, front and
rear exterier bottom wings, so as to
guaranles the guality of the repair.

-
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GENERAL
Dimensions of lower structure

REMENDER OGF GEQOMETRY

The intersection of the three planes X-¥-Z determines the anginal 0 point ol the vehicle as well as the three
reference lines:

1 Cimension starting line: L-D-C (bracketposition on X line, given with respect to this hinej.
2 Body centre line; A-D-C (bracketpositionon ¥ line, given with respect ta this line).
3 Baseline; L-5-B (brackel position on Z line, given with respect to thisiing).

The body repair brackels and their positions on the repair bench have been calculaled according to these
three lines.
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The geometry of the floor frame must be checked using the trammed gauge Car. 759-02, possibly fellowed by
a check of the front and rear axle geometry.

The purpose of Lhis is 1o delermine, withoul dismantling the mechanical units, the extent of the distorticn
suffered by the fioor frame and especially the mounting peints of the mechanical units.

749+ 1

236+0,2
— i = - = - L e -i
Sb4+ 1

28,5+ 0.5

 B9B 1T

FE7 £ 1
e - ] ES0BUE

Floor frame dimensions: stearing and front axle
NOTE:

The steering cross member can be checked or refitted using jig part no. 466 900 from CELETTE (see NT 100).
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GENERAL
Floor frame dimensions (Phase 1)
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GENERAL
Floor frame dimensions (Phase Il)
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GENERAL
Floor frame dimensions (Phase Il)
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NOTE: for

the description of the repair benches;

the identification of the various drilling points,

the conversion of nider benches to the modular system;
the anchorage and jacking devices;

how to adjust the bench before use;

& B 88

see M.R. 501, bodywark chapter, section FOOM.

IMPORTANT .

Before performing any ogeration on the repair bench,itis essential to square up the bench at the exacl paint
where you are going to check the vehicle.

Since the ground in your work area is never perfectly flat, one of the wheels of the bench may be slightly out
of 1rue, which couid be sufficient to twist the bench, despite its sturdy appearance. This may lead (o
deformation of the bench under the weight of the cross members and the vehicle.

NOTE:

The squaring-up operation is no longer necessary for recently built benches, type CELETTE MT0 and 3EFAC

84324- 1343 24-3/BBEF
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In arder to make repair easier, we have provided brackets which enable the vehicle to be placed on Lhe repair
bench without removing the FRONT or REAR mechanical unils, depending on the nature of the work.

These brackets are grovided ta cap the heads of bolts or nuts tor the FRONT and REAR mechanical mounuing
paints when the mechanical elements are |eft in place, as well as indicating the location of characteristic

points defining the original geometry when the mechanical elements have been removed

Althooegh provided for the RENAULT 25, brackets Car. 1013 have also been designed for repairing RENAULT
20 and 30 vehicles.

They can be used:

1 -0Qn CELETTE or REMAULT-CELETTE MUF. & B, C. and MUF 7 R.C. fitrted with CLLETTE modular cross
members.

2 - On BLACKHAWK benches wilh madular drilling points filted with BLACKHAWEK madular (ross members.

RENALULT 25 PHASE I

BRACKET N° 1

- Used mainly with mechanical units removed.
This bracket is used for determining the height and goap location of the fronl side member ends To use it in
cases of rear impadt, the front scutlle will have 1o be removed

- Irn the CELETTE madular syslem, Lhis supgort - In the BLACKHAWEK modular system, Lhis
brackel i lilted & the end of the [ronl cross support brackel is Titted 10 holes 3 and 4 of 1he
memkbyers an space n®. 1. front cross member, positioned on holes 1A

and 2A of the BLACKHAWEK modular drilling
wystem.




Use of repair brackets
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BRACKET N2

- Used with or without removing the mechanical units

- Without removing frant mechanical units.

It enabies the vehicle to be ptaced on the repair bench after a rear impact, without remowving the front axle.
The suppaort bracket is titted directly to the vehicle, with removable flanges F capping the nuis of the Jowsar

suspension arm shall A dowsd directly attached to the modular cross member enables correct [ocation of the
vehicle.

- Inthe CELETTE modular system, fixed by 4 aolts

to lhe frant cross member flanges, on spaces 6
ang 7.

e FAE R
- ﬂfﬁj; :

A e o e et

- ——— m =

et
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In the BLACKHAWK modular system, fixed 1o
holes 3 and 4 of the aress member, placed on
the modular hoies, n's. 7B and 8B.

- Front mechanical units removed, enables 1he
position of the lower suspension arm shaft

holes 1o be checkerd
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Using the repair brackets 40

BRACKETN®2

- Only used with the mechanical units removed.

Used Lo chack the haighl and gap position ol the front axde upper suspension arm shaft.

- Inthe CELETTE modular system, fixed by 4 boits - In the BLACKHAWK modular system, fixed to
to the front cress member fianges on space 6. holes 5 and 6 of 1the front cross member, placed
an modular holes, n's. 7B and EB.

BRACKET i° 4 - Used with ang without removing mechanical units
Acls as a suppart for the centre crass member.

A e e ey b, e T e

dE0ag

- In the CELETTE madular system, fixed to space - In the BLACKHAWK modular system, fixed to
n® ¥ of the cross member, placed on space n* 16 holes 6 and 7 of the cross member, placed on
of the bench. modular holes, n“s 164 and 174
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BRACKET N* 5
- Used with and without removing mechanical units.

The two stands, fitted with studs corresponding Lo the holes in Lhe centre cross member, are used to locate

the floar [rame corregtly

s .J.-E‘..-:-_L-"-..:;!-"' . ety

- in the BLACKHAWEK rmodular sysiem, fixed to
holes 3 and 4 ot the cross member, placed on
holes 18A and 174 ol the repair bench.

- In the CELETTE modutar syslem, fixed 1o space
N’ 4 ol the cross member, placed on space n® 16

of the bench.
- Can be used with and withgut removing mechanical

LIhits,
fitled direclly 10 the vehide; the two flanges capping

the side arm preat bolls.

BRACKET N* &

| AR

_,
§ o
.

in the BLACKHAWK modular system, fixed to
hcles 5 and & of the ¢ross member, placed on
madular holes 264 and 27A of the repair bench.

- in the CELETTE moduiar system, fixed 10 space
n“ 6 of the cross member, placed on space " 26

af the bench,
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BRACKET N* 7

- Used with and without removing mechanical units.

Fit the £} 19 mm localing dowels on the bracket pillars.
Enables the rear cross memhber 1o be positioned correctly

.. £ 0 e,
4 N R
o S R

LT
N T EBOS3

- Inthe CELETTE system, fixed ta space " 3 af Lthe - in the BLACKHAWEK modular system, hizxed to
crass member, placed on space n® 33 of the holes 2 and 3 of the ¢ross member, placed on
repair banch. hales 33A and 34A of the repair bench.

BRACKETN" 8 - Used only with the mechanical unit removed.

Enables the rear load-bearing arms to be
checked lor height and pivot angle.

- In the CELETTE modular system, fixed on space - In the BLACKHAWK modular system, fixed 1a
n° 1 of the cross member, placed on space n® 33 holes 01 and 01 of the cross member, placed on
of the repair banch. holes 33A and 33A of the repair hench.
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BRACKETN*9

- Used with and without remaving mechanical unit.

Enables the height of and distance between the two rear hottom flanges 1o be checked.
Lised for fitling these elements if there has been a rear collision.

- In the CELETTE modular systern, fixed to space in the BLACKHAWEK modular system, fixed to
n” 4 of the rear cross member, placed on space holes 3 and 4 of the cross member, placed on
1 38 ol the repair bench. holes 3BA and 39A of the regair bench.
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880133

Checking brackets Car. 1013 are designed to be used with the modular system; they are fitted to the
RENAULT-CELETTE MUR® R.C. or MUR 7 R.C. repair bed, fitled with CELETTE modular cross membpers,

They can alsa be fitted on BLACKHAWK madular repair benches and cross members.

Since the centre floor frame of the Renaull 25 Limousine model is 225 mm longer, when repairing this type of
vehicle on a repair bench, proceed as follows, depending on the zone to be repaired.

FRONT IMPACT

@ Use all the front brackets, n¥s 1, 2, 2. 4 and 5 in the same positions as for the conventional Renauil 25.
@ Fit bracket n® &; modular cross member in position 28 instead of 26 {(see USE OF BRACKETS).

& Lock the vehicle on the anchor clamps.

REAR IMPALT

O Use all the rear hrackets, n"s &, 7, 8 and 9/n the same posilions as for the conventional Renault 25

@ Fit bracket n°4; modular cross member in position 14 instead of 16,

@ Fit the front side member jigging and support bracket to the madular cross member, space n°4 (see USE OF
BRACKETS).

@ Lock the vehicle on the anchar clamps.
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With the aim of making repair easier, we have designed brackets which enable the vehicle to be placed on the
repair bench without removing FRONT or REAR mechanical umits, depending on the work 1a be carried aut.

These brackets are designed to cap the heads of bolls or nuts for the FRONT and REAR mechanical unit
moeunting points when these units are left in place. They alse indicate the correcl location of the jigging
points, when the mechanical units have been removed.

BACKGROUND

Originally designed and develaped by the Repair Methods service, Car. 1013 brackets are currently made and
marketed by;

- FACOM - CELETTE  under part no_; 397 300
- BLACKHAWK under part ng.: REN 91 230 MBS
They can be used for repairing RENAULT 25 vehicles:

I~ Chin CELETTE or RENAULT - CELETTE MUR & R.C amd PUR 7 RC  repair benches fitted with CELETTE
modutar crass members.

2 - On BLACKHAWK reparr benches with madular drilling system fitted with BLACKHAWEK modualar cross
mambers

NOTE:
The addition of:  FACOM - CELETTE parl no.; 373 300

or BLACKHAWEK part no.: REN 91 231 MMS
also enables repairs 1o be parformed on RENAULT 20 and 30 modeds.

TC REPAIR THE RENAULT 25 LIMOUSINE, T WILL BE NECESSARY TO MAKE THE FOLLOWING ADIUSTMENTS,
DEPENDING ON YOQUR EQUIPNMENT.

R 25 LIMODUSINE ADAFTOR KIT OR CONVERSION AND ADAPTOR KIT

89 20 A9 204

CELETTE Part no. 397 307 CELETTE Fart no. 397 208
BLACKHAWE Partno. REN. 91 230 A BLACKHAWEK Fartna REN.S91 230 B
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FRONT IMPALT

- Lise all the front brackets, n*s 1, 2, 3, 4 and 9 n
the same positions as for a canvenlonal

RENAULT 25 (see M.R. 250).

- Fit bracket n* 6 from the adaplar kil or the
canverled n® & bracket. This bracket s used to
locate and position the rear of the vehicle.

A - CONVERTING BRACKET N° &

- Use the dnlling jig provided with the adaptor

kit

- Fit this jig 1o the base of your n® 6 bracket and

lexcke it wsing &I 12 mm bolts.

- Countersink the [our holes al B 12HE

- On the bracket mark Lhese lour holes with the
letter L = Limousine.

e

oS—@— 9

L4

25 mm

25 mm

ug riv

-

B - LSiNG BRACKETN" 6

Used with and without removing the
mechanicai unit.

Fitted direcily to Lhe vehicle, the two tlanges
capping the lateral arm pivot bolts

In the CELETTE modular system, fixed to spage
n® & of the cross member, placed on space n® 28
on 1he rapair bench,

In the BLACKHAWE modular system, fixed on
holes 5 and & of the ¢ross member placed on
madular holes 284 and 294 of the repair bench

MNOTE:

Far The RENAULT 25 LIMOUSINE (FEONT
IMPACTY, use the tour front madular holes
located on the base of Lhe bracket.

L. '

lb O—@-0
oo}

I
Far the REMALLT 2% LIMOUSINE [(REAR

IMPACT), wuse the four modular holes located
an the base of the bracket.

1o-0-& &+
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REAR IMPACT

- Use ali the rear brackets, n"s 6, 7, 8 and 9 in the same positions as for the conventional RENAULT 25 {see
M.R. 250].

- Fit the centre cross member n” 4 support bracket. The modular cross member will be placed on space 14in
the CELETTE system or on modular hales 14A - 154 in the BLACKHAWK system.

- Fit the front side member jigging and support brackel (rom the adaptor kat.

Im the CELETTE system, this bracket 15 fixed 1o In the BLACKHAWK system, this bracket is fixed 1o
space n° 4 of the front modular cross member. noles 3 and 4 of the cross member placed at 4A -
54,
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NOTE:

The Phase !{ Renault 25 is characterised by i1s new frant axle lower arm {1} which has led to a modification of
the front side member at the level of the pivot bearings A and B.

These modificatians have encouraged us to produce 2 additional suppaort brackels for the original set of
brackets Car. 1013:

- 1 front side member jig support bracket: 1o support and |ocate the vehicle afler a rear collision.

- 1 front iower arm positioning support bracket: for repair after a fromt collision.




GENERAL
Repair bench Phase I

40

USE OF BRACKETS

* Support assembly N° 2
not applicable to Phase ||

Car. 1013

The set of original brackets, Car. 1013, marketed by CELETTE under part no. 397 310 or BLACKHAWE under
part na. REN 3% 230 MMS, can be used for repairing Phase Il Renault 25 vehicles, apart from the front axle
iower arm bracket {n° 2}. To repair a vehicle fitted with a new froent axle lower arm it will be necessary 1o use
the two support brackets G and D, which are additional to the original set.

This assembly comprises:
- 2 universal modular bases:

- 2 lower side member positiening and jig heads (these heaads are used without dismantling the front
mechanical unit if there has been a rear collisian),

- 2 front axle lower arm pivet bearing shaft positioning and jig heads {these heads are uzed with the front
mechanical unit removed if there has been a frent collision).

#® In CELETTE equipment:
The set of four heads is marked with part no. 397 305 Its use requires fitting two bases M2 140 to the
repair bench.

& InBLACKHAWK equipment:
The set of four heads and two bases is marked with part no. REN 7 122.
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USE OF BRACKETS FOR NEW FRONT AXLE

357 305 CELETTE Assembly

92057

REN B7 122 BLACKHAWTK Assemoly

92654

a - Frontaxle lower side member jig, universal madular base @ + specific head @&

- Used with mechanical unil in place or remaoved.
- Enables front location af the vehicle after rear impact.

b - Frontaxte lower arm, universal modular base @ + head @
- Used only with mechanicai unit removed after front impact. _
- Enables checking and alignment of front axle [ower arm pivat arm positions.

326520

Embase
i B2
BLACKHAWK

AT

NOTE; The positian of the brackets and direction of the bases are given on the rechnical sheet provided with

the bracket cot.
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ADHISTING TOOLING FOR PHASE H RENALSLT 25

You have one of the
assemhlies balow

You should make the
following adaptations

RenaultCar. 1013
Celette manufacture or
Celelte part no. 397 310

Observations

Celettie ! 397 105
Heads G and D lig
Heads G and [ Lower arm

Filting requires the use of two
MZ 140 bases

Renauit Car. 1013
Blackhawk manufacture o
Blackhawk part no. REN 91 230

4

Biackhawk - 87 122
HeadsGand D Jig
Heads G and D Lower arm
Z BZ universal bases

Celette MZ 466 30§

Celette : 366 308
Heads G and D Lower arm

Blackhawk MS 87 120

Blackhawk : 87 121
Heads G and [ Lower arm
Heads G and & Jig
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REMINDER:

when transferring to the repair bench a damaged vehicle requiring siraightening using an angie bracket or a
vector jacking system, it is essential Lo fix the bodywark 1o the bench frame so as not to distort the brackets
when traction is applied.

# This fixing is provided by at least two anchor clamps.

& These clamps must be placed as close as possible to the damaged zone

® They musi be adjustable in three dimensions [height, length, widih).

® |f the pulling equipment is nol inlegral with the repair bench, the bench should be damped to the ground,
resting on the jacks or the feet provided for this purpose so as not to transfer Lthe jacking force ta the
wheels,

AEOG2
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ILLUSTRATIONS

PART NUMBERS

RENAULT ASSEMBLY
SET OF SUPFPORT
BRACKETS

R.2% FHASE 1

Part no. Car 1013

ADDITIONAL
Centre |ig

1HEAD +
1 BASE MZ 140

Part no. . 397 306

CELETTE ASSEMBLY
SET OF SUPPORT
BRACKETS

K 2% PHASE 1
Part no. : 397 30
Part no. - 397 310

iberline + hmousine)

R.25 PHASE 2

M.Z. ADDITIONAL
*3ET OF 4 HEALS

Part no. . 397 305

* fitting these heads requires the use of 2 MZ 130 bases
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ILLUSTRATIONS

PART NUMBERS

SET OF HEADS

On universal
modular hases

ML

R. 2% PHASE 1
SET OF 14 HEADS

Parl no. - 466 300

R.25 PHASE 2

FRONT AXLE
ADDITION

SETOF 2 HEADS

Part no. : 366 308

R.25% PHASES1-2

SET OF 1& HEALS

Part na. - 466 314




‘ BLACKHAWK \

GENERAL

Part numbers of specific tooling

40

ILLUSTRATIONS

PART NUMBERS

COMPACT
MODULAR
SYSTEM

REMAULT 25 PHASE 1

Sel of support brackels

Fart no. Renault Car. 1013
BLACKHAWEK Manufacture

Part no. ' REN 91 230
Centre jig additian

Part no. 'REN 91 263
PHASE 2 addition

2 B2 Bases

2 jigg heads

2 front axle heads

2 suppart brackets

2 dowels

2 bolts 16 % 40 x 14.5
2 bolts 12 » 40

4 bolts 14 > 100 + nut

Fartng. :REN BT 122

SET OF HEADS
on universal
modular bases

M5,

RENALULT 25 PHASE 1
SET OF 20 HEADS

Fart ng. :REN 87 120

PHASE 2 addition
SET OF 4 HEADS

2 jig heads

2 front axle heads

2 support brackets

2 dowels

2 bolts 16 x 40 = 14.5
4 pbalts 12 x 40

4 balts 14 x 100 + nut

Part no. :REN 87 121
Complete assembly

Part no:REN 87 123
(B7 120 + 87 121}
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5ET OF HEADLS

an  universal
modular bases

REMALILT 25 PHASE 1
SET OF 18 HEADS

Part no. (SEF 2062

R. 25 PHASE 2
ADDITION
SETOF 2 HEADS
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FRONT END NG FOR PHASE 1 AND Il VEHICLES Car. 1035-01
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Part no. MPR 00001015 O

1 - EVOLUTION

Fallowing the evolution of the Renault 25 front end, we have developed a new jig enabling one or two

headlignt support panels to be replaced.

2 - USE

Enables one or two headlighl supporl panels to be replaced without having Lo it and adjust the bonnet

and the front wings. The jig enaldes repair operations to phase L and |1 Renault 25 vehidies.

3 - ADVANTAGE
Saves time compared to trial fitting bonnet and frontwings.

4 . CHECKING

A sticker giving the front end jig dimensians, which allows you to check its geomelry in the event of

doubt.
SPECIAL TOOLING

Dashboard protector Car. 1029 part no.. MPR 00 00 102 900,

— T TR LT -

HE a00




GENERAL
Using the front end jig

40

- Fitthe front cowl parts then the front end jig. Car. 1015-01.
NOTE:

If one of peints (A) or (B} cannot be used as a reference paint for pasitioning the jig (which 15 the case Tor this
operation), this function is fulfilled by the mounting points {E-G) or (F-H) depending an the side concerned.

Points (E-F-G-H) are mounting and fitting points
for the elements 1o be replaced.

When the front wing is dismantled, the spacer
washers {1) must be refitted on paints (-H).
These washers are originally fitted under the
wings.

BrraT-1




LOWER STRUCTURE

Part front side and cross members

41

THIS GPERATION 15 ADDITIONAL TO REPLACING A HEADLIGHT SUPPORT PANEL

DIAGNOS]S

The front ends of the side members are made with
deformation crumple zones {ranes A on the
diagram).

Depending on the scale of the impact, if the
damage does not extend beyond the crumple
zones, it is possible 10 replace part of the side
member. For this operation, there are several
cutting lines.

In the operation described below, the location of
these cutting lines represents tha limit for partial
replacemant of the side meamber, beyond which it
must be replaced completely an the repair bench.
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LOWER STRUCTURE
Part front cross and side members

B} E6E 5

87 6161

Ax12mm
8 = 50 mm
C a 20 mm

=




LOWER STRUCTURE
Part front cross and side members

41

&8 1

—_—

A, /’\ A1l = 150 mm ; A2 = 50 mm ;1 = 60 mm
: d T |Qﬂ:‘j B1 = 20 mm ; B2 = 30 mm
L~ . M

- Cut fram Lhe new parts, larger sections than
those removed from the vehicle (see distances
above}.

Qverlap the new part on the vehicle, then
attach it using a vice damp.

- Simullaneously saw the two panel thicknessas
50 a5 10 make il easier to adjust the cuts.

2 - Side members and <ross panel

A3 = 30 mm
B3 = &0 mm
C3 x 40 mm

8749151




LOWER STRUCTURE

Part front cross and side members

41

b - Side member closure panels

BY915-2

e Ad = 1
7™ B4 a

20 mm
20 mm

A7913-3

- Remove the two side member dosure ganels and unpick the remaining parts.




LOWER STRUCTURE
Part front cross and side members

PREPARATION BEFORE WELDING
- Bare the interior and exterior surfaces of all zones 10 be welded (on the vehicle and on new parts).

- Coal the parts 1o be spot welded with an electropiastic mastic bead {see “List of Symbols” at the beginning
of this chapter).

- Coat the parts to be plug welded with zinc paint.

- Adjust the new part then secure it using a vice clamp.,

WELDING

87 915-4 B79re-3

- Stitch weld an the butt welding lines.

- Electric spot weld. The corresponding values af
{e} and {H) are given under each drawinq.

- Seam stitch weld under protective gas.




LOWER STRUCTURE
Part front cross and side members

I\
A:D=65mm
B:D= 5mm

L
= ¢ AN 87 670-1




LOWER STRUCTURE
Part front cross and side members

gra1a-2




LOWER STRUCTURE
Complete side member

41

THIS OPERATION IS IN ADDITION TO THE ABOVE

DIAGNOSIS

The front ends of the side members are made with
deformation <rumple zanes {zones A an Lhe
diagram).

Depending on the scale af the impact, if the
damage deoes not extend beyond the crumple
zones, it is possible 1o replace parl of the side
member. Beyand this limit, i1 must be completely
replaced as described below.

This operation is to be performed on the repair
bench.




41

LOWER STRUCTURE
Complete side member

B8 127

879211

Bro19-1




LOWER STRUCTURE

Complete side member 41

- Fit the extreme front bracket, - Fit the tront axle bracket with the mechanical
unit dismantled.

PREPARATION BEFORE WELDING
- Bare the interior and exterior surfaces af all the zones to be welded {on the vehicle and an the new paris).

- Coatwilh an electroplastic mastic bead the parts to be spot welded {see “List of Symbols® at the beginning
of 1his chapter).

NOTE:
The various parts are assembled in Two stages:
1 - Fitting ang welding of side mamber and parl fronl cross member

2 - Fitting and welding of complete cowl.

- Fit the side member and attach it to the bench
brackets.

- Take a piece from the new part approximately
50 mm larger than that cut from the vehicle.

<
- o 37 915 &




LOWER STRUCTURE
Complete side member

41

- Fitthe bolted cross member (T).

WELDING
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LOWER STRUCTURE

Complete side member

41

— W
b
]
]

87 bob-2

B 671-2
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D = 6,5mm

B7 922-2 #

Stitch weld along the butt welding fines.

- Electric spot weld. The carresgonding values of
ie) and (H) are given under each drawing.

- Seam stitch weld under protacuve gas. {This
operation can also be ¢arried aut using a gun
with a 7% 10 100 nozzle )

- Plug weld under protective gas. To do this, drill
the first panel to diameter D, shown under the
drawings.




LOWER STRUCTURE
Complete side member

WELDING
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LOWER STRUCTURE
Complete side member

g1914-4

B7 6593

B7 66B-11

= 1.4 mm
= 55mm

REATY,



LOWER STRUCTURE
Complete side member

41

After painling, treat with hollow section wax.

&8s Ged .4

876713

B E6H-4




LOWER STRUCTURE
Front croos member - steering cross member

This operalion is identical to the previgus one, as far as the cowl and side member are (oncerned.

Betow you will find the special features of replacing the from cross member and the steering cross member.

HAGNOS1S

The centre part of Tthe steering cross memibber may
have been damaged.

This damage is ¢nly visually noticeable by
checking zone A shown on the diagram opposiie.

Replacing Lhe steering cross member involves
reglacing the shock absorber cup washer riser
{part (1)) of the side opposite the impact.

Py 0L EELE B/ RS-




LOWER STRUCTURE
Front croos member - steering cross member

41

PREPARATION BEFORE WELDING
Bare the interior and exterior surfaces of all zones to be welded (on the vehicle and on the new parts).

- Coat with electroplastic mastic bead the parts ta be spot welded {see “List of Symbols® at Lhe beginning of
this chapter).

- Coat the paris to be plug welded with zinc paint.

MNOTE:
The vartous parts are assembled it two stages:

1 - Fitting and welding of the side member and the frant and steeri Mg cross members.
4 - Fitting and welding of the cormplete cowdl.

WELDING
- Fitthe upper fromt axle gusset opposite the impact in the stee ring <ross member and make the welds.
- Countersink the gusset at @ 14 mm.

- Straighten the lug (1) and fit the assembly on the side members.

B7 8201




LOWER STRUCTURE
Front croos member - steering cross member

41

1 = Fit the side member and secure il Lo the bench brackets.

- Fit the bolted ¢ross member (T) and the steering cross member.

&

BAORES-T

P ——

§7921-4

H7316-9

Z2mm
75 mm



LOWER STRUCTURE
Front croos member - steering cross member
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LOWER STRUCTURE
Front croos member - steering cross member

41

After painting, treat with hollow seclion wanx.

A7 6hB-16




LOWER STRUCTURE
Steering cross member

41

As a result of fitting new steering, vehicles have been hitted with two different steering crass members, which
can be identified by their thickness (distance A}.

01d eross member;
A= 45 mm

New cross member:
A = 70 mm

97 288

The MPR only supplies badywork parts [complete body, front unit and crass member alone} corcesponding to
the new steering.

As a result, when replacing one of the parts concerned on a vehicle made before the modification, it will also
Le necessary to order the following parts as extra:

VEHICLES WITH MECHANICAL STEERING

(1) Setofrack and pinion support brackets 7701464 235

VEHICLES WITH POWER-ASSISTED STEERING

@ Setof rack and pinion support brackets 7701464237
@ Qil grcuit coater 7700776930
@ Rigid return pipe between cooler and vaive IHdrive: 7700776929, RHdrive: 7700750 808
@ High-pressure pipe between pump and valve LHdrive: 7700776835 RHdrive: 7700771709
& flexible pipe between cooler and reservoir FH00 776827
& Flexible pipe between rigid pipe and cooler 7700776830
@ Piping retaining lug 7700776987




41

LOWER STRUCTURE
Steering cross member

NOTE:

order a tailgate striker shock absorption buffer at Lhe same time,

r

When replacing the body of any vehicle
77 00 7714 899,

part no_:

[ —— — — — —— R,




LOWER STRUCTURE
Lower side member

41

DIAGNOAS

Under certain conditions, the lower sidé member
may be damaged without the upper side member
Leing affected. This slight difference can only be
identified using equipment for checking the frong
axle geomelry.

Genarally speaking, these circumstances arise
after impact on the wheel or to the half-axle. (See
the fold zones on the diagram opposite )

PREPARATION BEFORE WELDING

- Bare the interiar and extenor surfaces of all the
zones 1o be welded (on the vehicle and on the

new parts).

- Coat Lhe parls to be plug welded wilh zing
paint.

- Adjust the new part then secure it using a vice
clamp.




LOWER STRUCTURE
Lower side member

41

WELDHNG




LOWER STRUCTURE
Lower side member 41
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Stitch weld along Lhe butt wetding lings.

Eiectric spot weld. The corresponding values of
{e}) and {H) are given under each drawing.

Seam stitch weld under protective gas. [(This
aperation €an also be carmed out using a gun
with a 75 to 100 nezzle }

drawings.

Plug weld under protective gas. To do this, drili
the first pane! to diameter D, shown under tha

A7 L7 1-B
; ﬁ N ’ h
! ] oy
'-"'H.'\-\.__ ___-"-r. ) __'-.‘/
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LOWER STRUCTURE
Lower side member

- After painting, real wilh hollow section wax.

BF 66B-17




LOWER STRUCTURE
Rear floor panel

41

THIS OPERATION I5 IN AQDITION TO REPLACING THE REAR PANEL

Depending on the impact, several floor panet
replacement solutions are possible:

Type i Typel

1 - Partial replacement behind the rear axie 2 - Partial reglacement in frant of the rear axle
cross member; the chiselting should be flush cross member; the chiselling 15 carned out
with the cross member. from above the rounded part {A).

FREPARATION OF THE MPR FLOGR PANEL

- Depending on the circumstances, take from the new part a section farger by 20 mm than that cut from the
vehicle.

- Tool: fine-tosthed pneumatic hacksaw, 80 mm long blade.




LOWER STRUCTURE
Rear floor panel

41

CUTTING - UNPICKING - TYPE 1

g87F 330-3

NOTE:

Da nat unpick part (A).




LOWER STRUCTURE
Rear floor panel

41

PREPARATION BEFORE WELDING

Grind down the unpicked weld spots remaining an the support panels.

Bare Lhe interior and exterior surfaces of all the zones to be welded on the parts and on the vehicle.

Coat with an electroplastic mastic bead the parts 1o be spot welded (see "List of Symbols” at the beginning
af this chapter).

Coat the parts to be plug wetded with zinc paint.

WELDING

Plug weld under protective gas. Inorder 1o do this, drill the first panel at D = 5 mm.

- Stitch weld under protective gas.

- Weld the rear panei as described in Chapter 44,




LOWER STRUCTURE
Rear floor panel

41

CUTTING - UNMCKING - TYPE 2

NOTE:

Cutting and unpicking the rear panel isidentical to Type 1.

PREPARATION BEFORE WELDING
Bare the interior and exterior surfaces of all zornes 1o be welded.
- Coalwith zing paint Lhe paris 1o be plug welded.

Adjust the new part then secure using a vice clamp.




LOWER STRUCTURE
Rear floor panel

41

WELDING

875235

NOTE:
RefiLlting the rear panel isidentical 1o replacing Type 1.

- Plug weld under protective g&i. inarder to do this, drill the {irst panel at D = 5 mm.




LOWER STRUCTURE
Rear side member

41

THIS OPERATION IS IN ADDITION TO REPLACING
THE REAR FLOOR PANEL - TYPE 2

PREPARATION BEFORE WELDING

- Barz Lhe imterior and exteriar surfaces of all the zones 1o be welded (on the vehicle and on new garts).

- Ceat the parts to be plug welded with zing paint.

- Drilt 6 & 5.5 mm holes on the two Hanged
edges of the new side member. This part is to
be plug welded ta the axle cross member.

B7 934-2 87 %581

= (v

Afer painting and before retrimming, injiect hollow section wax in the side member.




LOWER STRUCTURE
Rear axle centre mounting

41

PREPARATION BEFORE WELDING

- Bare the interior and exterior surfaces of ail the zones tc be welded.

- Coatwith zing paint the parts to be plug welded.

H7 5%

Drill 45 & 6 mm holes in the new part.

WELDING

87 9502

T Br96d-2

T ()

P —

INJECT HOLLOAY SECTION WAX {N THE SIDE MEBRABER AFTER PAINTING




FRONT UPPER STRUCTURE

Front wing

42

REMOVING: Phase | vehicles

- Removing the front wing invalves removing
the headlight {on models fitted with twin
neadlights) or the direction indicator light (on
moadels fitted with single headlights).

- Remave the rivet (9} securing the front finisher
trim.

REMOVING: Phase ll vehicles
Rermnoving the front wing involves remowving:
- the radiator grille;

- the light unit to gain access ta the radiater
grilie mounting on the wing.

. Then remove the bBolt (1), securing the radiator
grille ta the front wing.

- Partially remove the shield mountings.

&7 &64

- Ramove the upper {1] and fower (2] side mountings an the right or the feft.




FRONT UPPER STRUCTURE
Front wing

42

Using a screwdriver, unclip the end of-the sill
meaulding and remeve the bolt {4) securing the
moulding Lo the wing.

Remove the sill bolt (5).

B7 B&2
87 BES
- Lower the shield Lo gain access to balt {6). - Remoave the whee! areh protector and, from
. inside the wing, remove Lhe two fixing bolts
- Remove Lhis bolt and the 5 bolts (7). fram the frant pillar.
NOTE:

Parts (A}, (B) and {C) are coated with sealing mastic. To remaove the wing it will be necessary 1o heat these
parts from inside the wing to soften the mastic, using a hot air blawer or a weiding torch. Adjust 1o produce
excess acetylene, taking care not to burn the paint.



FRONT UPPER STRUCTURE
Headlight support panel

42

PREPARATION BEFORE WELLNNG

Bare Lhe inlenar and exterior surfaces af all
zones to be welded {on both the vehicle and
the new parts).

- {Loat the paris to be spot welded with a bead of -

glectroplasiic mastic (see list of symbaols at
beginming of chapter).

- Coat the parts t¢ be plug welded wiih
aluminium gaint.

- Adjust the new part, then secure It using a vice
clamp.

WELDING

MPR PART

UL AR N
B Sl

D=6 mm

g =14Amm;H = 60 mm




FRONT UPPER STRUCTURE
Headlight support panel

42

WELDING {continued)

- Plug weld under protective gas. To do this, dridl
the first sheet to the diameter D given under
the drawings.

- Electric spot weld. The corresponding values of
(e} and {H) are given under #ach drawing.

- Seam stitch weld under protective gas.




FRONT UPPER STRUCTURE
Simplified cowl

42

PREPARATION BEFORE WELDING

&

- Barethe interior and exterior surfaces of all the zones 1o be welded {on the vehicle and on new parts}.

- Cgat the parts to be spol welded with a fitlet of electroplastic maslic {see key 1o symbals at beginning of
chapter).

- Coal with aluminium paint the parts (o be plug welded.

«  Adjusl the new part, then secure it using a vie clamp.

Fitting the frant end jig
A, B, C and D are the referance points for fitting the jig to the vehicle.

Befare lilung, make sure during tramme| gauge checking that these four peints are correct.




FRONT UPPER STRUCTURE
Simplified cowl

E.F. G, H.Jand K are the tixing and fitting paints
for the parts to be replaced.

When the front wing is removed, the spacer
washers (1) and (2), ariginally fitted under the
wings, must be refilted 1o points G, H, ] and X.

kr 7y

WELDING

B7 674-4

v [+ By =2

e=1d4mm.H = 55mm




FRONT UPPER STRUCTURE
Simplified cowl

42
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D=548mm

e=1,4mm:H=5bmm

- Electric spol weld. The cerresponding values of {e} and {H) are given under each drawing. P

- Seam stitch weid under protective gas.

- Plugweld under protective gas. To do this, drill the first panel to diameter D given under the drawings.




FRONT UPPER STRUCTURE
Wheel arch

42

THIS OPERATION IS IN ADDITION TO THE PREVIOUS OPERATION

PREPARATION BEFQRE WELDING

T S — ] | e emAmrEe, == e rr o = e - —— e ——

- Bare the interior and exterior surfaces of all the zanes 1o he welded {on the vehicle and an the new parts).

- Coat the parts o be spol welded with a bead of electraplastic masuc (see key to symbals al beginming ot
chapler).

- Coat the parts to be plug welded with aluminium paint

- Adjust the new part, then secure il using a vice clamp.

Fitting the front end jig

A, B, C and D are the reference paints lar fitting the jig to the vehicle. Before fitting, make sure during
trammel gauge checkingthat these four points are corredt.

BF 716




FRONT UPPER STRUCTURE
Wheel arch

42

E,F, G, 4, Jand K are the lixing and fitling points
tar the parts Lo be replaced.

When the front wing is removed, the spader
washers (1) and (), originally fitted under the
wings, musl be refitted to points G, K, J and K.

WELDING

D=56mm g=1Amm:H = 55mm




FRONT UPPER STRUCTURE

Wheel

arch

42

WELDING

87914-2




FRONT UPPER STRUCTURE

Wheel arch 42

WELDING

Bre70 2

Electric spot weld. 1he carresponding values of
{e} and (H) are given under each drawing.

Seam stitch weld under protective gas.
Plug weld under protective gas. To do this, drtil

the firsl panel to diameter D given under the
drawings.




FRONT UPPER STRUCTURE
Wheel arch

42

THIS OPERATION 15 CARRIED OUT ON A JIG REPAIR BENCH

PREPARATION BEFORE WELDING
- Bare the interior and exterior surlages af all {he zones to be welded {on the vehicle and on the new parts).

Caat the parls 1o be spol weldad with a bead of electroplastic mastic {see list ot symbols at beginning of
chapter).

Coat the pars to be plug weided with aluminium paint.

- Adjust the new part, then secure 1t using a wice clamp.




FRONT UPPER STRUCTURE
assembly

Cowl

42
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FRONT UPPER STRUCTURE
Cowl assembly

g7 53144

87 6he-11
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SIDE UPPER STRUCTURE
Front pillar

43

ara9re-1

g7 9731

Depending on the impact, several pittar replacement solutions are possible;

Type 1 replacement of the pillar flush with the upper hinge reinforcement. This method does not require

removal of the banded windscreen.

Type2 replacement of Lhe pillar at the windscreen frame pitlar. This method invalves removing or
replacing Lhe windscreen, as well as changing the windscreen frame and lining.

In arder 1o be able to carry out the type 2 replacement, the windscreen frame and the lining must first be

removed .




SIDE UPPER STRUCTURE
Front pillar

CUTTING - UNPICKING

NOTE:

The cutin the upper part must be flush with the hinge reinforcement.

87 976-2 _ B7 974-1

Sl e
2T (O

B

- Remove the damaged part, following the instructions given in Lthe diag rams above {see list of symbols).

- Grind down any remnants of spotwelds remaining on the support panels.




SIDE UPPER STRUCTURE

Front pillar 43

PREPARING THE NEW PART

279281 B 9Ye-3

Make a final cut in the upper part. - Superimpose the new part on the vehicla, then
cecure it using a vice dlamp.

Wake a cut in the lower part beyond the one on
the vehicle. - Saw the two panel thicknesses together to
align the lower part jaint.

PREPARATION BEFORE WELDING
- Bare the interior and exterior surfaces of all the zones to be welded (on the vehicle and on new parts).

- Coat the parts to be spot welded with a bead of electropiastic mastic (see list af symbols at beginning of
chapter}.

- Coat with zinc paint the parts 1o be plug welded.

- Ad|ust the new part, then secure it using a vice clamp.



SIDE UPPER STRUCTURE
Front pillar

43

WELDING

B7 376-4 _ 7 4¥a-2
e = 14mm " '—:' e = 1.4mm
H = 55mm ot j> . ’ i | H= 55mm
!"l' L -
Y |

- Stitch weld along the butt welding lines.

- Adjust the wing and 1he door {opening clearances, flushness).

- Electric spol weld. The corresponding values of (e) and (H) are given under each drawing.
NOTE:

Using the same adjustment, glug weld the 3 holes in the lining on the hinge reinforcement and the rear wing
mournting.

- Along the butt welded sections, after having ground down the weld seam, solder using a welding torch
fitted with 2 300 nozzle.

- Soidering can also be carried cut using a €50 * hat air blower,



SIDE UPPER STRUCTURE

Front pillar

43

CUTTING - UNHCKING

Windscreen frame pillar

87971141

NOTE:

Linitig

ol Y8
x‘a_ _“" K‘“x-;j.’ ’

-

[ N
’ C\g) ’ li'x ‘:¥_;’,-':!

The upper part of the windscreen pitlar fits between the raol panel and the cross member.

The windscreen pillar and the lining are replaced by making an offset cut. In order 1o avoid cutting the pillar
lining, use & small reciprocating saw {i.e. MR 500** Tooling and Equipment Manual).



SIDE UPPER STRUCTURE
Front pillar

43

CUTTING - LINPICKING the pillar after remaving the upper part.

MNOTE:

Cutting zone {A) = 390 mm. The rocf lining will prevent the rool dropping when the mllar s removed.

Tomake it easier toreplace the pillar, gartially cut and fold the bottom flange.

+

Bras3-2

R7974-3




SIDE UPPER STRUCTURE
Front pillar

43

A7 938

PREPARATION OF NEW PARTS

- The pillar is delivered with the lining weided (L), the hinge reinforcements (D} and with no rear wing
muounting (E}.

Cut a section from the following parts that is 30 mm larger than you actually require:
_ the front pillar (grind back the remaining part of the lining);
- the windscreen frame pillar;

- thalining.

PREPARATION BEFORE WELDING
_ Bare tha interiar and extericr surfaces of all the zones to be welded {on the vehide and on new parts).

- Coat the parts to be spot welded with a bead of electroplastic mastic {see list af symbels at beginning of
chapter).

- Coatwitlh zinc paint the parts 1o be plug welded.




SIDE UPPER STRUCTURE
Front pillar

43

NOTE:

- Use the square holes, which are also present in
the superimposed parl, to achieve the reguired
length,

- Check the windscreen and front daor frame
dimensions,

|
!

e

T 2D

Remove the front pillar Lo unpick the spotweld
remains from the vehicle; refit it to adjust the
pillar and the lining.

A7 345-1 \

First operation

second operation

=

- Superimpase the new part on the vehicle, then secure it using a vice clamp.

= Cut the two panel thicknesses together using a hacksaw, to make it easier 1o ling up the cuts.




SIDE UPPER STRUCTURE
Front pillar

43

WELDING

219734

B 47a-4

> A‘{@»_”' 3 & tgmm
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- Adjust the new part, then secure it using a vice clamp.

- Stitch weld along the butt welding lines.



SIDE UPPER STRUCTURE
Front pillar

43

WELDING

£ =14mm
— I H = MMmm

NOTE:

Fit the rear wing mounting. Plug weld after having marked ils position.

Stitch weld along the butt welding lines.

3

- Electric spot weld. The corresponding values of () and (H} are given under each drawing.

- Seam stitch weld under protective gas. (This operation can also be carried out using a welding tarch with
a 75-100 nozzie }

Ptug weld under protective gas. Todo this, drill the first panel to diameter D given under the drawings.

- After having ground down the weld seam on the butt weided parts, solder using a welding torch fitted
with a 300 nozzle.



SIDE UPPER STRUCTURE
Sill (conventional)

43

CUTTING - UNMCKING

B7Ba1-1

- Using a hacksaw, cut the new part al the lower section of the front piliar and the centre gillar

approximately 20 mm below the square holes.

BY 881-2

- Rermove the damaged section, following the instructions in the diagrams above (see list of symbols},

- Gring down the remaining unpicked spot welded sections on the support panels.




SIDE UPPER STRUCTURE
Sill (conventional)

43

PREPARATION BEFORE WELDING

Bare the interior and exterior surfaces of all the zones to be welded (on the vehicle and on new parts).

Coat the parts to be spot welded with a bead of electroplastic mastic {see list of symbals at beginning of
chapter).

Coat with zinc paint the pans 1o be plug welded.

Adjust the new part, then secure it using a vice clamp.

I
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) B7 A81-3
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WELDING
- Stitch weld along the butt weiding lines.
- Electric spot weld. The corresponding values of {@) and {(H) are given under each drawing.

- Seam stitch weld under pralective gas. (This operation can also ke carried out using & welding torch with a
15 - 100 nozzle )

-~ Plug weld under protective gas. To de this, drill the first panel to diameter D given under the drawings.

- After having ground down the weld seam on the bult welded parts, solder using a welding torch fitled
with a 3 nozzie.

NOTE:

Soldering can be carried aut using a 650 °C hot air blower with 2 minimuem output of 2500 watis.



SIDE UPPER STRUCTURE
Sill (conven tional)

ey W |l W
_ Z// @:ﬁ\\*@f{, /\F
'- 0 %g ﬁ/cﬁ?/ A |

— |
I. . I|| I|I
I '|'l,
[




SIDE UPPER STRUCTURE
Sill (Limousine)

43

COMPOSITION OF MPR PARTS

1 - Front part

This must be cut from the B 29 sil| cul at(A).

2 - Centre part

-~

This must be cut in the ¢centre piliar specific te the
Limausine at 20 mm helow the square hole {B}.

3 - Rearpart

This is a part specific to the Limousine.

The method of replacing the front part is identical
to that for the B29. '




SIDE UPPER STRUCTURE
Sill (Limousine)

43

WELDING

A7 BE1-10

Stitch weld along Lhe bult welding lines.

N N
|\ 35 D 1o | @/ :
R D Il'h.__ h__,/lll [:> - .--”

- Electric spot weld. The carresponding values of (e} and {H) are given under each drawing.

- Seam stitch weld under protective gas. (This operation can also be carried out using a welding torch with a
75-100 nozzle))

- Plug weld under protective gas. Ta do this, drill the first panel Lo diameter D given under the drawings.

- After having ground down the weld seam on the butt welded parts, solder using a welding torch fitted
with a 300 nozzle.

NOTE:

soldering can be carried out using a 850 °C hot air blower with a minimum autput of 2500 watts.

After painting and before relnimming, inject with hollow section wasx.




SIDE UPPER STRUCTURE
Centre pillar (conventional)

CUTTING - UNPICKING

&7 8951 | BT 394-1

NOTE:

The upper safety belt mounting panel remains on the vehide.

87 ga4-1




SIDE UPPER STRUCTURE
Centre pillar (conventional)

43

PREPARATION BEFORE WELDING

8110

NOTE:

Grind back and remove Lhe upper safety belt
mounting panei.

- Superimpase the new parl on the vehicle, then
secure it using a vice clamp.

- Using a hacksaw, cul the two panel thicknesses
together in order to make il easier to line up
the cuts.




SIDE UPPER STRUCTURE
Centre pillar (conventional)

43

- Barethe interior and exterior surfaces of all the zones ta be weldad (an the vehicle and an new parts}.

- Loat the parts to be spot welded with a bead of electroplastic mastic (see list of symbols at beginning af
chapler}.

- Coat with zinc paint the parts to be plug welded.

- Adjust the new part, then secure it using a vice ¢lamp.

L AT =, .
T Gge B

Gyl 0o=55mm
...-__.-' \-\ + —

WELDING
- Stitch weld along the butt welding lines.

- Electric spot weld. The corresponding values of {e) and (H) are given under each drawing.



SIDE UPPER STRUCTURE
Centre pillar (Limousine)

43

PREPARATION BEFORE WELDING

B7 B94-2

- Bare the interior and exterier surfaces of all the zones to be welded {on the vehicle and on new partst.

- Coat the parts to be spot welded with a bead of electroplastic mastic (see list of symhbasls at beginning of

chapter}.

28 110

- Coatwith zinc paint the parts 1o be plug welded.

- Between them, fit the 3 parts A, B and ¢, forming the pillar and fil them temporarily using several

retaining points.

- Fit the centre pillar to the vehicle, sliding the lower section between the exterior panel and the sill lining

(sea diagram below).
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27 894-2

Adjust the part using the front door, and secure it using a vice clampg.




SIDE UPPER STRUCTURE
Centre pillar (Limousine)

WELDING @
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Electric spot wald. The corresponding values of {e) and (H) are given under the drawings.

Plug weld under protective gas. Ta do this, drill the first panel to diameter D given under the drawings.

- {hain weld.



SIDE UPPER STRUCTURE
Centre pillar

43

Seamn stitch weld under protective gas. (This operation can also be carried out using a welding torch with a
75 - 100 nczzle}

Plug weld under protective gas. To da this, drill the first panel to diameter O given under the drawings.

Afier having ground down the weld seam on the butt welded parts, solder using a welding torch fitted
with a 300 nozzle.

After painting, treat with hoilow section wax, using the existing holes.




REAR UPPER STRUCTURE
Licence plate support bracket

CUTTING - UNPICKING

Q:f/ _'-Ill 1
- BXL515

NOTE:
Grinding and unpicking are carried oul on the part to be replaced.

- Remove the damaged part, following the instructions given in the diagrams above (see list of symbaols),

PREPARATION BEFORE WELDING
- HBare theintenor and exterior surtaces of all the zores 1o be welded {on Lhe vehicle and on new party)

- Coat the parts 1o be spot welded wilh a bead ot electroplastic mastic (see hist of symbaols at beginning of
chapter).

- Adjusl the new part, then sequre il using a vice clamp.



REAR UPPER STRUCTURE

Licence plate support bracket

44

WELDING
|_
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Electric spot weld. The corrgsponding values of {e} and (H} are given under each drawing.

PAINTING

The hicence plate support bracket forms part of
the stylised zones of the vehicle,

It is 1o be painted using an aerasol and
conventional spray painting

Black 698, part no.: 77 01 405 457,

T e - a

B 639




REAR UPPER STRUCTURE
Rear panel

PREPARATION BEFORE WELDING
- Barethe interior and exterior surfaces of all the zones to be welded (on 1he vehicle and on new parts).

- Coat the parts to be spot welded with a bead of electropiastic mastic {see list of symbols at beginning of
chaplar),

- Coatwith zing paint the paris 1o be plug welded.
- Adiust the mew part, then secure it using a vice clamp.

WELDING

31930-2




REAR UPPER STRUCTURE
Rear panel

44

A7931-2

R VAL Y

- Electric spol weld. The correspanding values of (8) and {H) are given under each drawing.




REAR UPPER STRUCTURE
Wing panel

44

87941 879412

Depending an the impact, there are several ways in which the panel can He replaced:

1 - Replacement of the pane! without the g¢aar dosure panel and by cutting the flange.
2 - Complete replacement.

CUTTING - UNPICKING O

NOYE:

Part (A remains an the vehicle,




REAR UPPER STRUCTURE

Wing panel

44

87 9412

FREPARING THE PANEL

NOTE:

A D e @ e
f-xk_____:hcm_ll.ﬂ ﬂlb E’:J N ==
- -_“xﬂjl_h\-ﬁ !'.III_ W,

B7 B338-2

Cut the required panel section from the new component with a pneumatic hacksaw (type MIR) at angles 1, 2
and 3. 1 and 2 are overlapping and 3 butt-jaint 1o the door closure panel.

PREPARATION BEFORE WELDING

Bare the interior and exterior surfaces of all the zones to be welded {on the vehicle and on new parts).

Coat the parts to be spot welded with a bead of electroglastic mastic (e list of symbols at beginning of

chapter).
Coat with zing paint the parts to be plug welded.

Adiust the new part, then secure it using a vice clamp.




REAR UPPER STRUCTURE
Wing panel

44

P 87 836-7
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G Farum T Qe

Salder the butt welded and plug welded parls of the door closure panel, using a hot air blower or & welding
torch.

- Electric spol weld. The corresponding vatues of (e) and {H) are given under each drawing.




REAR UPPER STRUCTURE
Wing panel

CUTTING - UNMCKING &

27 BI5.1 Y IR i AT §36.3
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B7 §3s-2

Rermove the damaged part, following the instructions given in the diagrams above (see hist of symbols).



REAR UPPER STRUCTURE

Wing panel 44

PREPARATION BEFORE WELDING

- Bare the inlerior and exterior surfaces of all the
zanes to be welded {on the vehicle and an new
paris).

- Coat the pars to be spot welded with a bead of
glectroplastic mastic [see list of symbols at
beginning of chapler}.

- Coat with zinc paint the parts Lo be piug
welded.

- Adjust the new part, then securg it using a vice
clamp.

- Check the opening cdearances and the flushness
af the door and the tailgate.

79411

WELDING

B7 8371 a7 8381

- Electnig spot weld The corresponding values of {e) and (H) are given under each drawing.



REAR UPPER STRUCTURE

Wing panel

44
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B7 83%-2

- Plug weid under protective gas. Ta do this, drill the first panel.

1.4 mim
35 mm



REAR UPPER STRUCTURE
Exterior wheel arch

44

THIS OPERATION 15 ADDITIONAL TO REPLACING THE WING PANEL, TYPE &

Preparing the new wheel arch recess:

Cut the new part approximately 18 mm from the
COrner.

This edge will be plug welded.

- Coat with zin¢ paint the parts tc be plug
welded.

1BITIIT1;.-

879421

87 910-1




REAR UPPER STRUCTURE
Exterior wheel arch

44

FREPARATEHON BEFDRE WELDING
25 mm

- Bare the interior and extericr surfaces of all the
zones 10 be welded (on the vehicle and on new
parts).

- Coat the parts 1o be spot welded with a bead of
electroplastic mastic {see list of symbals at
beginning of chapter).

- Coat with zinc paint the parts to be plug
welded.

- Adjust the new part, then secure it using a vice
clamg.

B 5411

Preparing the panel

WELDING

Br910-2

- Plug weld under protective gas. To do this, drill the first panel 1o
diameterD = 5 mm



BODY TOP
Roof panel

The replacement roof panet is supplied with welded side rain channals and rear gquarler panels.

The roof panel can be more eastly replaced if the side rain channels are unsoldered.

CUTTING

aaviilon

bram'::ard

88 0516




BODY TOP

Roof panel 45

roof panel
Faar quarter

87 83e-B

roof panel

-

upper
Cross memiber

1 - .I|
1
| 5

.\-\"'\-\.__ -

Chisel the following cannections:

(L) In the angle:
- Roof panel - upper cross member
- Roof panel - upper corner.

& 15 mm zabove the rain channel so as not to
damage the lining.

- Roof panel -lining.

- Roof rear quarter pane! - lining.

s d61-1
& kin the upper rib angle;
- Roof panel - side rain channels.
A
I'I"x";:@')‘l
N
@ Grind back the weld spots at the following

connections:
- Roof panel -upper rain channels;
- Roof panel -side rain channel upper end;

- Tailgate mounting unit - UPREr Cross
memlber,

After carrying out the cperations described ahove, remove the roof panel by heating the periphery of the
bonded parts (C) and at the same time pushing from inside the velicle.



BODY TOP
45

Roof panel

roct panel
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BODY TOP
Roof panel

45

WELDING

To enable the roof panel to be welded 1¢ the side rain channels, welding tips will have 1o be fitted; see

drawing below.

This fitting can only be carned qut using an assartment of ARQ welding tips.

LENENS

Weld at the connections;

[ el -
Lpot welding | . N ,r{:‘m
= —l.-"- | .|-
. W
(1 Roof panel - front upper cross member
& Rool panel - side rain charnels.
) Roof panel - rear upper cross member.
NOTE:

Brazing

H

Plug welding

Roof panel - rear wing panels
Roof panel - side rain channels.

The two roof panel front corners M v y/jj&
. L I
|

[k i5 essential ta apply the bonding mastic between the rool panel and the cress members, rooaf panel section

and side mambers.

Use paintrangesn® 2 and n° 5 (see MR 250).

After painting and before retrimming, injecl with hallow sectian wax,




SIDE OPENINGS
Front door

47

IMPORTANT NOTE:

The doors of this vehicle are criginally fitted with
Ringes balled ta the body shell and welded to ihe
door assembly. The hinge pins are knurled and
forced into sell-lubricating collars. If the pins are
removed they will be destroyed, as will the collars.
You are therefore strongly advised nat Lo remaove
them. Furthermore, doors ordered from the MPR
will be delivered with hinge assembilies welded to
the door unit. Pins should only be removed 1f
there is a particuiar protilem with the hinge. The

pin {21) and the two collars {22) must then be
repraced.

T

- When refitting the pin {21), fit its non-knurled
end into the hinge.

Remove the exterior rear view mirrer and remowve
tha trim from the door {see relevant chaplers).

n
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| ar 952

the frant pifiar.

Remove the 2 door check strap fixing bolts [ram

B 2D

After removing Lhe wheel arch protector, remove
the steel mud dellection panel (23) and take it out
withoul removing the 2 wing mounlings.

Remove the 4 hinge fixing bolts (24) from inside
the wing.




SIDE OPENINGS
Rear door

a7

IMPORTANT NOTE:

The doors of this vehicle are griginaliy frtted with
hinges bolted to the body shell and welded to the
daor assembily, The hinge pins are knurled and
forced into self-lubricating collars. If the ping are
removed they will be destroyed, as will the collars.
You are therefore strongly advised not to remove
them. Furthermore, doors ordered lrom Lhe MPR
will be delivered with hinge assemblies welded to
the door unit. Pins should oniy be removed if
there is a particular problem with the hinge. The

pin {22) and the two collars (23] must then be
replaced.

When refitting the pin (22), fit its non-knurled
end inlo the hinge,

B7 352

Remove the 2 door check strap fixing bolts
from the front pillar.

L~
-
.
-

i

-~
-

-

BT A9

Remowve the 4 hinge fixing balts.




SIDE OPENINGS
Door panel

CUTTING - UNPICKING

87 &40-1

; : L. r/f?\ Remowve the flange using pliers.
AR

BY B39

|__ a o ~T " .
| * —|J-. ’A) S T
n? PR R | |

o e Bient) *
L..Ia e i - -

T T
f'“ﬁ kY

ey
s =
r ]

&7 8421

BSBE3D-Z

— - Adjust the new part, then secure it using a vice
J‘Jl> ‘ﬂ;? clamp.

Gradualty planish the panel around its perighery.

spray with ZINC al A




SIDE OPENINGS
Door panel

47

D= 45mm

- Plug weld under pratective gas. To do Lhis, drill
the ftrst panel to diameter D given under Lhe
drawings.

r

—

PAINTING

Use paint application range n® 1 (see Paintwork

chapter).

REFITTING THE DOOR BEFQRE EXTERIOR PAINTWORK

Since \he hinges of this vehicle are bolled, their flushness is adjusted using shims, and the frame adjusted

using the clearances provided on the hinge mountings.

L
0

After painting and before retrimming, treat with
hollow section wax.

&7679




NON SIDE OPENINGS

Bonnet

48

NOTE:

- If you connat open the bonnel narmally as the
resull of an impact or because the control cable
is breken, remove the fixing nut from each
striker under the headlight supparl panel,
reaching il fram under the vehide.
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After apening, remave the felt insulation,
depending on version, from the left.

Lnckip ithe gpener cable (1) as shown, and
remgue iLthrough aperture {2).

Disconnect Lhe locking warning light power
supply cabibe (3.

Remove the 4 bonnet fixing bolts (4} from the
brackets.

This operation does not involve remaving the
pnaumatic equakisers




NON SIDE OPENINGS
Bonnet

48

Remowve the felt insulation.
Remove the spring (A).
Unclip the rod (B) from the clip (C).

Remove the 2 left and right-hand lock tixing balts and take them out using the rod.
Remowve the 2 lock contacts and take out Lthe power supply catble (1 cable for both contacrs).

Rermove the safety locking catch.

Undlip the varigus blanking covers and ¢lips, noting their positions.

BF 1TE

- The left and right-hand strikers are made ol
three parts which are identical oneach side.

- Farts {A) and [B} are reversible and can

therefore be interchanged fram one side 1o the
other.

- Tramsverse play is adjusted using slots (C) and
(D}

- Height play is adjusled using shims {B).




NON SIDE OPENINGS
Bonnet

48

Phase Il vehicles
The honnet is replaced and stripped in the same way as the method previously described.

The difference ligs in the safely catch, whose operating principie is given helow.

- Remave Lhe salety catch by removing bolt (A)
Operation:

When lever {1} is moved sideways, latch (2) moves
upwards, enabling the hook (3) to be unlocked
from the upper radialor Cross member,




NON SIDE OPENINGS
Tailgate

- Remove the 3 trim {2} fixing bolts {1).

- Disconnecl the electrical harness and remove il
from the talgate.

T ' BT 51 @




NON SIDE OPENINGS

Tailgate

48

4

ag D4

- Remowve the 2 hinge fixing baolts (4).

PAINTWORK

Apply paint range n® 1 (see Paintwork chapter).

REFITTING THE TAILGATE BEFORE EXTERIOR PAINTING

- Take oul 1he lwo preumalic equalisers.

Using a screwdriver, lever up the tah {3} to release
the balljownt.

Precautions to be taken with pneumatic
gqualisers.

The cylinder and, in particular, the piston rod
must be prolecled Trom any patential damage
and foreign bodies must not be allowed 1o enter
(avoid scoring, dripping painl, allowing grease
onlg Lhe piston rod) ance this would damage the
seal fairly rapidly.

The gas spring cannot wilhstand a temperature of
120 °C {or more than 20 minules. Precauions musl
be taken when uung infra-red equipment and
these cylinders should not be directly exposed to
it '

The interior af the gas spring s uader high
pressure; you are therefore advised not to open
lhese egquakisers.

Afier painting and befare retnimming, treat with hollow sectign wanx.




NON SIDE OPENINGS

Tailgate 48
SEIZURE OF TAILGATE HINGES d} Inject somz penetrating oil;
- move the Lailgaie,
AFTER-SALES RECTIFICATION - inject some oil.
I - SEIZURE DURING PRIMER PHASE e} Time required per hinge.: 0.5 h.
a) Remove Lhe roof panel rear cross member
maulding
bl Remove the upper part of the snap-an dip
@,
) Drill a @ 2 mm haole in the weldad hinge

@ at the joint between the 2 hinges, on
the grogved side, laking care not to drill

the pin.

ga 04z

Firmrm

57 597 ) H,ff- - —— =

Drilling
location

Weided
hinge

Moving hinge

Eriliing hole

Il - IRREPARABLE SEIZURE {or recurrent)

aj
b)
<)

d)

e}
f)

NOTE:

d)
b)

Remove the tailgate.

Saw through the moving hinge.

Drill the seized pinto & 7 mm, perpendicular Lo the hinge.

Replace the moving hinge and the pin, with parts taken from a hinge assembly, part no. 77 00 754
44

Apply paint 1o the hinge.

Refit the tailgate.

Time required for the operation (not counting removing-refitling the tailgate): 0.5 h per hinge.

Take care not to distort the welded hinge.
If the roof panel cross member is distorted, refit the hinge, inserting a flal wide washer under the
skt haad




NON

SIDE OPENINGS
Sunroof

48

Deaccription of paris:

Rain channel.

- Sliding panel control.

Rain channel mounting bracket.
- Rain channel mounting brackel,
Seal.

- Rivet,

- MNuls.

- Sliding panel.

- Sliding pane! deflector stop.
S5liding panel plastic shoe.

End stap.

sliding panel adjustment nuts.

Frant guide.

(F- 0N - I - T I R FTR S
'

il ol sl
okt = O
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19
2
2%
22
23
24
25

26

14 -
13 -
16 -
17 -
18 -

Guide mounting washer.
Guide fixing bolt.
Guida.

sliding panel frame.
Sliding panel seal.
Sliding panel leaf spring.
sunroof electric motar,
Hase nuts.

Sunroof sleeve suppaort lug.

Grommet

Clip.

Water drain pipe.
Water drain pipe.




NON SIDE OPENINGS

48

Sunroof

Removal

Open the sunroofl and unclip the shding panel
Lrerm

Remogve:

- the 2 rearsprings {13;

- the front and rear guide fixing bolts (29,

- Turn the frori guides through 34 ° Lo release
{hem from the sunroof.

- Gently raise the sunroof to remove the rear
guides (do not 1ake the rear guides out of their
suppart brackets).

- Take oul Lthe sunroof




NON SIDE OPENINGS
Sunroof

48

Refitting
When refitting, begin by locating the rear guides.

Do not forget to reposition the lealt springs
located under the rear guides,

Adyust the sunroof so that itis flush with the roof
panel, using the knurled nuts.

If the moving panel locks open ar closed, 1t can be
moved by discannecting Lhe electric motar cable.




NON SIDE OPENINGS
Sunroof

48

Removing the moving panel

Rermaove the deflector pivol bracket fixing bolts
(1.

Lo

o

TR
S

Remove the sliding panel control cable fixing
balis.

Take the shiding panel control assembly out
lorwards.

REFITTING

Fit the rear ends ol Lhe shide rails into the rain channel.

Before proceeding further with refitling, check that the slice rails are praperly located by pulling on them.




NON SIDE OPENINGS

Sunroof 48

WATERTHaHTHESS

If you notice water entering the vehicle through the sunroof, we advise you Lo carry out the following checks
in the arder given below, to find out the cause(s) of the leak:

0y Check the front runoffs

Using a container or a low-pressure spray, hill the
frant rain channel and check that it runs off
correctly.

If necessary, remove the pillar trim and refit the
pipe correclly (section AA) or replace it if it is Saction AA
pinched in zone B (in Lhe {aam).

——

_— = —thearetical course
T T = =T " accidental course

R T S

&) Check the rear runoffs o

o,

Raise the fronl af the vehicle to make the water
run towards the rear and continue as under (1,

If necessary, remove the rear quarter pang! lrim,
theck that trim retaining lug € is not resting on
ithe pipe; 1fitis, cutit

Check that clip D is not causing the pipe to bend.
If it is, unclip it and free the pipe. Tape it to the
raar quarter panel before refitling the trim
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@ Adjusting the maving panel

Chvigusly, the water drainage fithings can only
cope with a small quanlily of water. Seal 17 (see
sketch on page 7} restricts the amount of waler
which enters the periphery of the sunroof and
which is therefore, when the sunroof is closed, in
contact with the roof panel aperture periphery.

The rear forks 2B are therefore adjusted to make
sure that Lhe panel is correctly located in the roof
panel.

I seal 17 appears 100 thin, especially in Lhe rear
rounded sections {“pulled” too much during
fiLting), replace it.

@ Moving panel rear cross member runcti

The mowving panel rear cross member {1o which
seal 18 is fitted) drains off the water which enters
the rear section towards the side rain channels.

The side edges of this cross member now have &
Hlanged edge which directs the water inlg the rain
chanrels. Previously, the edges had a slot [see
sketlch on page 7), enabling the water to flow into
the sunroof housing.

To repair, we advise sticking a piece of rubber
taken from a glass bottom channel profile [for
exampie) or a small piece of plastic or sheel melal
to black the slot and create a flanged edge, as
shown at section A4

This enabies the water to drain away praperly in
the side rain channels.

Cross-section AA
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