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SECTION B.

BODY

Des criEtion .

General description.
Manufacturing process.
Accident repairs.

Superficial defect repairs.

Body care.
Paint procedure.
Bonnet (Hood).
Boot (Trunk).
Door trim pad.

Door lock remote control.

Door lock.

Lock striker.

Door window motor.
Door windows.
Exterior door handle.
Doors.

Sun visors.

Facia panel.

Glove box.

Heater intake grille.

Airflow extractor grille.

Windscreen.

Rear screen (backlight).

Headlining.

Front seats.

Rear seats.

Rear quarter trim.
Parcel tray.
Tunnel top.
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Section. Description. Page.
B.30. Safety belts - front, 41.
B.51. Safety belts — rear. 41,
B.%52. Dust shields (Wheelarches). 43.
B.33. Bumpers (Fenders). 45.
B.34. Air intake (Radiator). 45.
B.35. Name badges. 45.
B.56. Body mounting. 46.
B.37. Waterproofing. 46. L/
B.J8., Rear body stiffness. 49.
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ILLUSTRATIONS.

Descrip_tion.

Body to chassis attachment points.

Basic bonds and joints.

Box section over fracture.

Section through body sill.

Body repair sections - front.

Body repair sections - rear.

Method of bonding in bobbins.

Bonnet (hood), stay & locking mechanism.
Lever type remote control, lock & striker.

Flush type remote control, door lock & striker.

Door windows, window frames, & motor.
Door hinge & check link.

R.H.D. facia panel & controls
(Special equipment).

R.H.D. facia panel & controls
(*S" model).

L.H.D. facia panel & controls
(U.S.A. Federal).

Windscreen Strip tool.

Seat & runner.

Front seat belts.

Rear seat belts.

Trough shown through rear screen.
Approximate size of block.
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B.1. - GENERAL DESCRIPTION.

The basis of the vehicle comprises a one piece moulded glass fibre
reinforced plastic (G.F.R.P.) body shell which straddles a steel backbone
chassis and is attached to it at the points illustrated.

Whilst the chassis carries all the major structural loads, the body is used to
carry or transfer the remainder and when the body and chassis are correctly
mounted, each contributes to the strength and torsional stiffness of the other.

Construction of the body is generally in laminated 2.4 oz. (68.54 grms)
chopped strand mat. A high quality Polyester is used for the layup of all
components giving a panel thickness of approx: .125 in. (3.17 mm) In the more
highly stressed areas e.g. areas around side frames, metal inserts -
especially major structural attachment points, seat mountings, floor areas and
wheel arch lips - the thickness is increased up to .25 in. (6.35 mm). For s
replacement laminates or repairs any high quality commercial grade polyester
can be used although it should be a type having a reasonably high heat distortion
point (see Service Parts List.)

The body shell is laminated basically as an upper and lower moulding with an
additional front undertray chin piece which has the headlamp up-and-down stop
bobbins incorporated in it and also the extreme front chassis mounting points.

The nature of the design of all body panel joints is such that there are no
critical or highly stressed bonds or joints in the body shell itself and the major
problem in creating all wheelarch and bulkhead joints revolves around the need
to obtain a perfectly waterproof or gasproof joint as the case may be.

B.2. - MANUFACTURING PROCESS.
General.

Construction of the body shell is achieved by the use of two main moulds.
The upper mould which contains the basic shape and the lower which contains
the undertray and wheel arches, etc. These two moulds are brought together in
the process of the construction of the body unit forming in effect a one piéce
moulding by lamination at the seams.
The bonding or jointing of all panels and sections is in all cases provided
by an adhesive or glueing action, and for this reason the efficiency of the bond is
dependent on the following factors.
Surface Preparation. :
Polyester laminates (notably the "rough side") cure with a "greasy" surface
usually caused by air inhibition of the resin. This is best removed by light
sanding of the greatest possible area and thereafter swabbing off the dust with T
acetone. It is of no advantage to rough up with a toothed tool, leaving the N’
surface covered with fibre stubs as these will have no tensile strength at all and
combined with loose dust can actually act as a barrier between the bonding resin







