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METHOD OF USING THE REPAIR MANUAL

I. ORDER OF OPERATIONS:

Panelwork:

The repair manual deals only with the replacement of body parts sold by our Spare Parts Department. The lines for cutting, separating and
welding indicated in the Manual should be observed. The work involvedin removing dents caused by accident varies according to the length
and depth of the deformation and is not dealt with. The special processes for repairing aluminium parts, however, are dealt with.

The required tools are described and the products necessary for this work are mentioned.

Bodywork:
Only the operations requiring special precautions are described. For example: replacement of a window winder, of a windscreen glass,

and of a rear light etc. Also described are maintenance operations requiring special attention.
For example: maintenance of a Plexiglass rear light or the door glass channels.

Trimming:

The work involved in removing trimming is not dealt with. Howone goes about it depends on what work is being done on the bodywork. An
upholsterer should be able to carry out all the work without special instructions. Nevertheless, operations which require special instructions
are described. For example: removing the lower body siderail trimming, or operations requiring the making of templates for cutting out
parts in fabric or insulating material.

Paintwork:
Painting operations on aluminium panels and plastic appear in the manual.

II. ARRANGEMENT OF THE MANUAL:

Method of numbering:

The number is composed of:

a) One or more capital letters (indicating the type of vehicle) D, ID, DS, DF or DB,

NOTE: When the operation applies equally to all vehicles of type D, only the capital letter D is used.

b) A number of three figures (indicating a part or part of an assembly).
¢) A code number (indicating the type of work) separated from the preceding number by a hyphen.
d) The code used.

The figure 0 indicates adjustments.

The figures 1, 4, 7 indicate removal and refitting.

The figures 2, 5, 8 indicate stripping down and assembling.
The figures 3, 6, 9 indicate reconditioning.

EXAMPLES: D932-0: Adjustment of the front seats {Adjustment).

D825-1 : Replacement of a roof (Removal and refitting).
D741-2 : Fitting a rear lower front half axle fixing screw (Assembling).
D823-3 : Reconditioning a roof {Reconditioning).



NOTE: When two opervations velale to the same assewmbly of parts, we have chosen the number of the main part and, in ovdey to diffeventiate
between the opervations, have added a suffix a, b, c, d, elc.

EXAMPLES: D 741-1 : Replacement of a caisson front unit.
D 741-1a : Replacement of a caisson front unit side.
D 812-7 : Replacement of a front pillar (lower part).
D 812-7a : Replacement of a lower front pillar and scuttle side panel.

2. Illustrations
Each operation on the body panels is referred is referred to on one or two illustrations. These illustrations show:-

- an assembly view of the bodywork, showing in full line the position of the part concerned.

- an enlarged view of the part to be replaced with complete details of the part shown in full line, and its location in relation to adjacent
parts shown in dotted line.

- for the important operations a second illustration shows an enlarged view of the body when the part to be replaced has been removed.

- in certain cases, sectional views showing the assembly of the panels.

III. TOOLS:

At the beginning of each operation on the body panels we indicate whether the body should be placed on the jig base or not.

Pay particular attention to this remark.

When replacing or reconditioning the parts concerned with the fixing of the mechanical units, the body must be placed on the jig base (*) in
order to permit working to exactly the same dimensions and tolerances as on a new body.

These conditions are imperative in order to obtain the correct fitting of all the mechanical and hydraulic units, and to obtain the adjustments
indispensable for good road holding, normal tyre wear and balanced braking.

Illustrations 82 and 83 show the tools, hammers and dollys, indispensable in work on the body panels (%),

Illustration 81 indicates the types of jack used in body repair work (**).

For handling bodies in the workshop, we recommend the use of a type H vehicle trolley as in Plate 6. This trolley locates in the front
half-axle crossmember.

In order to place the body on the jig base, use the lifting equipment shown on Plate 5.

1f the repairs to be carried out are on the rear unit, it is possible to put the body on the jig base with the engine-gearbox assembly in position.
To do this, use one of the two types of lifting equipment shown on Plate 4.

In order to separate the panels, use a cutting chisel (this tool is sold under the number 2699-T) (**).

For cutting panels, we recommend a sheet metal cutter (sold under the number 2670-T (*%).

IV. TOWING:
Plates 72 - 79 show the apparatus for lifting and towing the vehicle.

NOTE: For any further information onthe operations or tools, please apply to:Service Department, Citroen Cars Limited, Slough, Bucks, England.

(*) The ID and DS 19 "jig base equipment'' is made by Etablissements FENWICK, from Citroen drawings. It is sold under the number 2606-T,
(**) These tools are sold by Ftablissements FENWICK, 25 Rue Fénelon, Paris X eme.



SUGGESTIONS

TO SEPARATE THE PARTS

The assembly of the parts is carried out by means of electric spot welding.
In order to separate two parts and to avoid tearing the panels, it is necessary to drill the spot welds, with a 6 mm diameter drill with a

cutting angle of 150°, limiting the drilling if possible to the part to be removed.
Itis also possible to use a special type of cutter, ""Pickavant', sold by Etablissements C.I.E ., 42, avenue du Sénateur-Girard, Valenciennes

(Nord).

In order to complete the separation of the panels, use a cutting chisel (sold under the number 2699-T).
TO ASSEMBLE THE PARTS
1. ELECTRIC SPOT WELDING:

Use a universal spot welder, with an electrode pressure which ensures contact of the panels to be welded.
In certain cases, use an arc welder (work requiring care).

2. GAS WELDING:

To be used in the case of inaccessibility with a spot welder.

Use of the nozzles:

The following blow-pipe nozzle sizes should be used for welding thin panels.

Thickness of panel : 0.5 mm, calibration of nozzle : 40 1, diameter of welding wire : 1 mm;
1 mm, 160 1, 2 mm;
1.5 mm, 150 1, 2 mm;
2 mm, 2251, 3 mm;
2.5 mm, 2251, 3 mm.

Protection of panels:

Arrange moist asbestos close to the edges of the welds to limit the deformation.

3. BRAZING:

To be used in a few particular cases only, indicated in the instructions.
Drill a series of holes in the part to be fixed, 6 mm diameter spaced approximately 80 mm apart.
Fix the part by filling the holes with brazing metal.

FINISHING PROCEDURE

APPLICATION OF SOLDER:
This procedure is frequently carried outinorder to obtain a perfectly smooth surface, after gas welding or removing dents from the panels.
Proceed as follows:

a) Clean the area to be filled in and rub down with a stone or an abrasive disc.

b) Smear the areas to be tinned with a cleaning paste (HAMPTON). Spread this paste with a tallow cloth.
c) Tin the panel. Use solder containing 27% tin (this solder melts at 231°C). Spread it by rubbing energetically with a cloth.



NOTE:

One can also proceed in the following way:
Prepare a litre of cleaning paste consisting of:
250g of zinc chloride;

100g of aluminium chloride;

200 cu.cm. of denatured alcohol:

Water;

Add to this mixture:

400g of pure tin powder.
Apply a layer of this paste, with a paint brush, to the panel (previously pumiced). This product allows of both cleaning and tinning.

Heat the area to be tinned with a blow pipe and rub it energetically with a rag.
d) Apply the tin (use sticks tonsisting of 18% of tin and 82% of lead, a solder that melts at 280°C), heating it with a blow pipe fitted with a

e)

nozzle calibrated 75 1. Obtain a "white' flame, that is to say a flame with a slight excess of acetylene. Spread the tin with a hardwood

spatula (sold under No. 2669-T) smeared with tallow.
Finish the surface of the tin with a single cut file (Silexa).
Complete the polishing with emery cloth (the use of anabrasive disc is precluded for this operation, as the lead dust is extremely injurious).

FOR WELDING AND OTHER WORK ON ALUMINIUM PANELS

The bonnets, certain rear boot doors and certain roofs are made of aluminium panel AG3. Repairs to these can be carried out as easily
as those on steel panelling by following the instructions given below:

1. TEARS

Remove the paint by burning with a blow pipe or removing with a scraper.

Bring the two torn edges together as closely as possible by rapid heating.

Degrease with trichlorethylene and carefully scrape the borders of the fracture, on both surfaces, with a scraper.

Carefully scrape the welding wire (1.5 mm diameter AG3 wire).

Fit a nozzle, of a size between 50 and 70.1, on a blow pipe, with the acetylene and oxygen pressures adjusted to 4.25 b/ sq.in.
Dilute the welding flux to a firm paste (with ordinary flux) or very moist (with non-corrosive flux).

Smear the reverse side of the break, as well as the rod.

a) If botk faces of the torn edges are accessible, an ovdinary flux should be selected for preference - Deoxydal or Fluxotalu.

NOTE:
Having completed the welding, wash with watev and brush vigorously. Owdinary flux is easier touse (it is sold by the manufacturer
ready for use).
b) If only one face is accessible, it is necessary to select a non-corrosive flux - Neutralinox - which does not requive any washing.
In order to hold the panels in position, tack weld the two torn edges at intervals of 15 to 20 mm, starting at the end of the fracture and
working towards the outside. Weld along the tear, avoiding an excess of metal. File or scrape the excess metal from the welded strip.
2. HOLES
In the damaged part, cut a lozenge-shaped piece around the hole and remove it.
Cut from an aluminium panel a lozenge of the same dimensions, Sqme thicknessand same composition, as the one cut from the damaged part.
NOTE: Always cut a lozenge-shaped piece in order to avoid cvacks or sevious distortion.

Offer up the piece andtack it. Bring together the edges of the piece and those of the cut out. Starting at the top of the acute angles, spot

weld at intervals of 15 to 20 mm.
Weld either two opposite sides, then the two other sides, or the two sides of one of the acute angles of the lozenge starting at the apex,

then the other two sides.
Avoid welding the four sides successively and in order.



3. RELIEVING DEPRESSIONS (last shrinking)
Shrinking
Heat the damaged area to about 300°C with a blow pipe, from the underside for preference.

NOTE: It is possible to check the tempevature on the metal, using tallow ov soap, which, at this temperature, will turn brown.

As soon as this colour is observed, shrinking starts at the centre of the deformation. It is possible to achieve several successive
"shrinkages'', working out progressively from the centre on a spiral finishing round the outside edge of the deformation.

Beating out.

Heat the highest part of the deformation to about 300°C.

Beat vapidly with a mallet at the point previously heated (two or three blows with the mallet should be sufficient).

Cool the beating point immediately, with a cloth (or a sponge) moistened with water. One can carry out several successive ""beatings"
at the same point. Finish off by lighfly planishing with a mallet.

IMPORTANT NOTE: The tools and dollys used for working on aluminium panels should be perfectly clean and smooth.

4. ARGON-ARC WELDING

This procedure (requiring a heavy material) consists of causing an arc to jump between a tungsten electrode and the part to be welded,
the arc being protected by a current of "argon' gas which prevents the oxidation of the metal and permits welding without the use of flux.
This procedure requires a bare welding rod of AG3.

5. SPOT WELDING

Thovoughly clean all the faces of the parts to be assembled (fine emery cloth, scraper). Spot weld as on steel panels. Nevertheless,
certain spot welders are not powerful enough for welding certain thicknesses (2 sheets of 1.2 mm). It is sufficient in this case to put a
covering of steel on both sides of the panels to be welded, i.e. in direct contact with the two electrodes. This can easily be removed
after welding.

6. HOT AND COLD FILLING
IMPORTANT NOTE: Resins can be applied only provided that the finish to be used is an air-dvying paint, not an oven-baked lacquer.

a) Cold Filling

For cold filling of shallow dents, there existsin the trade a compound MET-L-IT prepared with granulated aluminium and solvent; it is
also possible to prepare the mixture at the time it is required, starting with the separate ingredients. This paste is to be applied with a
spatula on an absolutely clean and degreased surface.

It is possible, according to the size of the hollow to be filled, to apply several coats, allowing a drying time of one to two hours between
each coat. The finishing is carried out with a rasp or an abrasive disc approximately 24 hours after application.

The Societe SAINT-GOBAIN also markets resins not containing solvents, which make the above drying time unnecessary. Nevertheless,
before application, it is necessary to mix a quantity ofhardener specified by the manufacturer. This product is called Araldite 121.

b) Hot Filling

For hot filling of shallow dents, there exist products sold in stick form containing granulated aluminium and a solvent. The melting point
is around 120°C. They are applied with 2 blow pipe on a clean surface which has been disked. The applied product is shaped with a
pallet or a tallow cloth. When completely cool the surface can be cleaned up with a rasp or disc.



¢} Finishing
Thoroughly degrease the parts to be painted.
Clean the parts to be painted with one of the following products:

Deoxydine 10, 624 or 205, Framanol or Parcodine.
Wash with water. Dry (except for the Deoxydine 205, where a vacuum brushing of the green powder is sufficient).

Apply one coat of special primer for light alloys, for preference a primer with a zinc-chromate base.

NOTE: Do not use products with a lead salt base.

Phosphate primers give very good results on degreased surfaces.
Fill with putty.

Rub down.

Prime.

Paint.

ADDRESSES OF THE MAIN SUPPLIERS

1. MASTIC

For weatherproofing

Electroplastic mastic - Société LAPORTE et Cie, 137 rue Jean-Jaurés, Maisons-Alfort (Seine}. Tel. 368-14-15.
Vibradamp mastic - Société LE BONNEX, 26, rue Voltaire, La Garenne-Colombes (Seine). Tel. 242-21-31.

Alderit-V mastic - Sociétéd KELLER, 21, quai de Boulogne, Boulogne-sur-Seine (Seine). Tel. 605-65-10.

Glastol mastic - Société GLASTOL. Ftablissements BARTHELEMY, 64, rue Defrance, Vincennes (Seine). Tel. 328-42-87.
Prestik mastic - Société BOSTON, route de Saint-Leu, Montmagny (S.-et.-0O). Tel. 752-16-63.

Tom R3 mastic - Société BALOT, 38, rue du Parc, Alfortville (Seine). Tel. 368-39-50.

Plastijet-Mastic 307 - Société REXSON, 33, avenue du Général-Michel-Bizot, Paris 12%. Tel. 307-79-56.

Sound deadening

Asophone mastic - Société KELLER, 26, rue Cadet, Paris 96, Tel, 770-84-10.
Tnsonastic mastic - Société BITUMASTIC, 8, rue Bayard, Paris 8%. Tel. 359-41-40.

2. PASTE
Ask our Repair Methods Department for leaflet MR-3943-10.

3. PRODUCTS FOR WORK ON ALUMINIUM

Resins

a
FET-L.IT - Société PERRIER, Service WIHZ, 104 avemue Philippe-Auguste, Paris 11%. Tel. 700-19-42.

Flux and metal filler

Deoxydal
Fluxotalu %

GTALY, 23, boulevard Richard-Lenocir, Paris.

Neutralinox

ODAM,

131, rue d'Avron, Paris.
S.A.F., 75,

quai d'Orsay, Paris.



Material for argon-arc welding

S.A.F. - Etablissements, 75, quai d'Orsay, Paris.
Sarazin - 47, boulevard de Levallois, Neuilly-sur~Seine.

Products for cleaning before painting

Deoxydine - Compagnie FRANGAISE des PRODUITS INDUSTRIELS, 177, quai du Docteur-Dervaux, Asnidres (Seine).
Framanol - Société LA FRAMALITE, 38, avenue Hoche, Paris. K
Parcodine - Société PARKER, 42, rue Chance-Milly, Clichy (Seine).

Direct-adherence primers

4.

Pyrimpro - Société PYROLAC, 51, rue de l'Echat, Créteil (Seine).
Primino - CELLOLAC, 49, rue du Vésinet, Croissy-sur-Seine (Seine-et-Oise).
Valimprex - VALENTINE, 185, avenue des Grésillons, Gennevilliers, (Seine).

PRODUCTS FOR PRESERVATION

Silicone oil for rubber door surrounds

Lissaprét - I*ftablissements, BIDAL, 35, rue Lucien-Sampaix, Paris 10€. Tel. 607-48-10.

Rear lights in Plexiglass

Plexipol )}

o Société ALSTHOM, 24, rue des Petits-HGtels, Paris 10€. Tel. 824-97-12.
Siliplex )

Chromium

5.

6.

7.

LION NOIR-AUTOMIROR, 91, rue Gabriel-Péri, Montrouge (Seine). Tel. 253-46-00.
ABEL, 15 3 21, rue J.-R.Thorelle, Bourg-la-Reine (Seine). Tel. 702-06-93,

PAINTING AND ETCH PRIMERS

Black primer YS - Ftablissements LEFRANC, 15, rue de la Ville~L'E/Ivéque, Paris 8%. Tel. 265-03-70,

Yellow primer 4445 or black primer L2071 - Etablissements MERVILLE et MORGAN, 67, rue des Cités, Aubervilliers (Seine).

325-20-22.
0/ 644 - Ftablissements NITROLAC, 130 a 146 rue Danielle-Casanova, Saint-Denis (Seine). Tel. 752-16-55 to 16-58.
G.122 - Etablissements VALENTINE, 185 avenue des Grésillons, Gennevilliers (Seine). Tel. 473-19-24 to 19-29.

PRODUCTS FOR REPAIRING PLASTIC ROOFS

Resin 66 - Houilléres du NORD, 35, rue Saint-Dominique, Paris 7€ Tel. 385-45-79.

Microdol 5 Mu - Compagnie ADRISS, 117, guai du Docteur-Dervaux, Asniéres (Seine). Tel. 473-28-70.
Lupersol DDM - Etablissements ROUSSELOT, 50, rue Boileau, Paris 16°. Tel. 288-81-04.

Stratyl XI - Etablissements SAINT-GOBAIN | bis, place des Saussaies, Paris 8%, Tel. 265-21-62.
Peroxyde Mec. - Laboratoires CHAMPIN, 176, quai de Jernmapes, Paris 10%., Tel. 208-57-63.

Nuodex Cobalt a 6% - Etablissements THEVENOT, 14, rue de Moscou, Paris 8%. Tel. 387—-40-91.

Fil Roving 60 brins - Etablissements GENIN, 44, rue Paul-Valéry, Paris 16%. Tel. 727-13-91.

Meule Carotte 407705 - Etablissements NORTON, 91, avenue de la République, Paris 11€. Tel. 023-29-69.

ANTI-CORROSION PRODUCTS

Jénolite-France - 110, rue Lamarck, Paris 18%, Tel. 606-30-92.
Rustol - Etablissements DURIEU, 3, rue Victor-Hugo, Gentilly. Tel. 253-77-73.

Tel.



INDEX OF OPERATIONS

OPERATION PAGE
COMPONENTS NUMBER DESCRIPTION NUMBER
CHECKING AND HANDLING
THE BODY, VARIOUS ...... D 620-A Checking a body without using the jig base ...... et eea e P e e 11
D 620-B Handling the body ....veveennenenen. e e N 14
D 620-C Placing the body in position on the jig base .................. Cee e 16
D 620-Ca Modifications to the jig base equipment (since January 1960) «« .. ovvvevenn, 18
D 620-Chb Modifications to the jig base equipment (since Septembey 1962) « ..« vvv vty 19
D 620-D Checking. a body on the jig base ...... e ec et ettt e e e 20
D 620-E Towing by lifting the car «vv vt nieveereennrnoas i et is et e 22
D 620-F Attachment for towing (Berline) «..oeeeeeennvneenneens feeen e s e eas e 23
DF 620-F Attachment for towing (Break) «oveeevns. e e e e RN ereee 24
D 620-G MaintenancCe «v.ovewoneeoeroseeoseerenenans et eb e e 26
PANELWORK (Front unit) ... D 741-1 Replacement of a caisson front unit (until September 1962) .............. N 32
D 741-1la Replacement of a caisson front unit side (until Septembey 1962) oo ovovseococess 34
D 741-1b Replacement of a caisson front unit (Since September 1962} ....... Ceta s 36
D 74l-1lc Replacement of a caisson front unit extension (Stnce September 1962) N 38
D 741-1d Replacement of a caisson front unit closing panel (Since September 1962) ........ 40
D 741-2 Fitting a rear lower front half-axle fixing screw ............... ceiserevecena s 41
D 741-3a Straightening a front unit sidemember (raised) .......vivuvuron.a. sevsanens cren 42
D 741-3b Repositioning a front unit ... vveieiiiiiiii ity N e s 44
D 741-4 Replacement of a front body unit (bottom body siderails damaged) «.oevereerarnons 47
D 741-4a Replacement of a front body unit (bottom body siderails not damaged) ceveceanenns 51
D 741-5 Fitting the front axle arm brackets on front body unit .....c.vvviiiein, oo 54
D 741-6 Replacement of the front axle arm fixing bosses +vveeoonereieviresnereoes veseas 55
D 741-7 Replacement of a front sidemember side closing panel ......ccieieieccccarscnes 56
D 741-7a Replacement of a front unit closing panel and body siderail ........ v 58
PANELWORK (rear unit) D 742-08 Replacement of a rear body ......... N RPN .. 59
(substructure) ...ceoececsns D 742-1 Replacement of a rear caisson Uunit +..ueeveneosn et te e eea e RN 63
D 742-3 Repairing a rear articulating housing ..c.eevviiiorieiroeareneoon ceseesaauns 66
D 742-4 Replacement of the rear boot floor panel .........00ccn ceceiet s esecesssa s 69
D 743-1 Replacement of the crossmember under the front seats ... one., oo 70
D 744-1 Replacement of a petrol tank heel board ......... BN ce e cee e 71
DB 744-2 Conversions to the rear floors (Break) vvvevereesennnns e e e 73
D 800-1 Replacement of a rear body unit ........ e s iasseacriees e 79
PANELWORK (framework) ... D 8l0-1 Replacement of a bottom body siderail and a centre pillar ....... e e . 81
D 810-1a Replacement of a siderail closing panel, a sidemember lining and a centre pillar . 84
D 810-3 Repairing the bottom body siderails (until September 1962) ..... Cree e, 88
D 810-4 Replacement of part of the roof siderail, pillar and quarter panel lining ......... 90
D 810-7 Replacement of a bottom body siderail with front sidemember and lower part of
centre pillar ...... e rea e et ereasreceesscssacasa st esc e s ans o 93




INDEX OF OPERATIONS

OPERATION PAGE
COMPONENTS NUMBER DESCRIPTION NUMBER

PANELWORK (framwork) D 812-1 Replacement of a front pillar (upper part of body) .....v.... e rensersrena e 96
(continued) ....... s D 8l2-1a Replacément of a centre pillar ...veieeerioveceocrnonrsnns ot iesenscese s 99
D 812-1b Replacement of a rear Plllar . .uivv it ioronososennatenonnenonans teesaaaens . 101

D 8l2-1c¢c Replacement of lower part of a rear pPillar s uveeue et contertonetotenseoconananns 103

D 812-14 Replacement of lower part of a centre pillar ........ et e e 105

D 812-4 Replacement of a rear pillar, crossmember, panels and side panels ...ecevenns. 107

D 812-4a Replacement of a pillar and rear lateral closing panel ........... Cedenen ceenen 110

D 812-4b Replacement of a pillar, a lateral panel and a wheelarch closing panel «..vvvyennn 112

D 812-7 Replacement of a front pillar (lower part of body) ceeeveceennrenns et 114

D 812-7a Replacement of a front pillar and a scuttle side panel ... vveierevnorerens e 116

D 812-7b Replacement of a front pillar lower closing panel .cveuviivine i irenerananan 119

D 813-1 Replacement of part of a rear body lower crossmember «...cvvveerscorsssocsosns 121

D 8l3-la Replacement of a rear body upper Crossmember cooviiereossrortvsasacnsens ceenn 123

D 813-4 Replacement of a rear light shelf panel ......... e ier e crt i et e 125

PANELWORK (sheet metal D 820-4 Replacement of a rear wheelarch panel and rear boot closing panel «v..covivvnenn 127
and panels) ....ioiiaann .o D 821-1 Replacement of a quarter panel lining . ... i it ivirtesetiortorassssssscsscnssns 130
D 821-4 Replacement of a rear connecting panel «.ovivviiiininnen ettt e 132

D 822-1 Replacement of a scuttle panel . ....cvviiiiiiiinenass e Ceiesecersassataann 133

D 822-1a Replacement of a scuttle panel, an upper dashframe and a scuttle shelf .....c00. 135

D 823-1 Replacement of a boot rear closing panel ......c0ivieenenan, Ceissiseiasetscnanne 137

BODYWORK .vvevernonses D 615-1 Work on the front bumper (Since September 1962) ........... eees e 139
D 644-1 Replacement of a heater shutter ....cviiirtiisrinnrnnrans et st esesaseteana e 143

D 800-0 Alignment of the doors, wings and bonnet ....viiv ittt assessceasssnsanss 144

D 805-00 Cabriolet ... ciiuiiiiiitiroreereirovessoressssansesnns 145

D 825-1 Replacement 0f @ TOOf vt vsivieesoesnscnosssonsssansnesansassosssnsscsassssns 147

D 825-3 Reconditioning a plastic roof ..o ovvvnn S eeseiterenersesrscocaanat s tans s 149

D 842-2 Welding the connecting rod fixing plates of the rear door Stays ceeecvecrearansans 151

D 844-1 Replacement of a rear boot door and its hinges ... ovviiiciviern it ansonsinnns 152

D 844-2 Replacement of a rear boot door sealing rubber .. viiiiiiieieiriocncsnesnsnns 154

D 853-1 Replacement of a front trimming panel (Since September 1962) «ovvvivvivivevanens 156

D 854-1 Replacement of a roof rear finishing Strip.i.iesecesrecsisetrtersonscsocsnssrnonens 157

D 861-1 Replacement of a door lock and its controls .. ceeesrossossssscosscssansssnnss 158

D 86l-4 Replacement of a door lock barrel ...vieeesssssssntstcasosnsscessnsansssansas 160

D 932-0 Adjusting the front seat heights (unfil Seplember 1962) «ovvvviviiiveriiicivnien 162

DS 961-1 Replacement of a window winder (unfil 16 May 1957) «vevversssoncesonconsonanas 163

D 961-1a Replacement of a window winder (Since 17 May 1957) v cv i vensonisriacsnnsvsnnes 165

DF 961-1 Replacement of an upper rear door WindoW . eveevrsersoscssonsessesersnssssnss 167

D 961-2 Door finishing .. vveive et iesossosnssossarsanasnsssssososssocsnssssssnassans 169

D 961-4 Replacement of a windscreen glass ... iiviierrioreorsorsenantssonesasasanone 170

D 96l-4a Replacement of a rear light glass . oevvisirsorsrsstsntesensroesoscscnssnannnnes 172




10 INDEX OF OPERATIONS
OPERATION PAGE
COMPONENTS NUMBER DESCRIPTION NUMBER
TRIMMING .vvotovevcnscans D 932-2 Replacement of a Front Seat Squab Panel ... ...ioiiiiietonnscaestsinnransns . 174
D 932-3 Restoring a seatto shape .. cvviviroronresrerncns eeeen N 175
DS 980-2 Removing and replacing the trimming of a bonnet (Since Septembw 1962) e 176
D 981-2 Removing the lower body siderail trimming ......... et cenen 177
D 983-2 Replacement of a door trimming panel, with arm rest and sealing «.vieeienens 178
D 988-2 Replacement of a roof lining « v vvneviv e iienrrsnrtasnsnnesensanraoas i .. 179
PAINTING ... vvvvennns D 990-2 Painting a plastic Foof veviiererratitrironsicarscasorsstosassastnsaanasssens 180
D 990-2a Painting the aluminium parts v .veeeierorariosrsosessssacetcassconannans cees 181
D 990-2b Painting (new Parts) «vesereerecnsonernonroncassss et 182
D 990-2d Sound deadening the body «...icvicenrtitinriococaerveen e et 183
D 990-2e Painting a wheel Tim ... iiiiiriiiiitotossosnnceerstseerenacansosssscsssans 184
PANELWORK (Break) ...... DF 8-09-1 Replacement of a rear body unit «..ovvveereneeneas et et ceree e 185
: DF 8-2-1 Replacement of a quarter panel and wheelarch, assembled ....cceeeveinuineenn 187
DF 813-1 Replacement of a rear upper crossmember of the body «ovvvvviiianiieeaiieanes 189
DF 813-4 Replacement of a lower rear body crossmember ..ccevesveiircaiaiiionnns 191
DF 813-7 Replacement of the closing panels of the lower rear body crossmember «........ 193
DF 821-1 Replacement of a rear closing panel at the rear wheelarch .....iveeeiceeicnces 195
DF 821-4 Replacement of a rear wheelarch ... .o, Ceiie e 196
DF 851-1 Replacement of a rear bumper bracket ...t tietensnrerernitiaansen 197
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NOTE: The following superficial examination (following a slight collision without apparent damage) avoids extensive
dismantling, but indicates if the body should be placed on the jig base. The actual checking of the mechanical
details can be carvied out only on the jig base.

IMPACT AT THE FRONT

Checking the front unit

Preparation

Remove the 2 front wings and the 2 front doors..
Remove the front bumper and the front caisson closing panel.

Remove the feed reservoir for the pump.
Remove the battery and its bracket.

Remove the protection covers for the steering relay housings.

Remove the front crossmember for the spare wheel (vehicles produced until September 1962).

Remove the front axle arm brackets.

Remove the steering relays.

Remove the radiator in order to gain access to the screws fixing the caps on the upper front crossmember.

Loosen the screws fixing the caps on the upper crossmember. Lower the engine slightly.

Checking
Offer up the template on the right and left sidemembers of the body unit and on the sidemembers of the front caisson

unit.

Cars produced until September 1962 : use template MR-3454-140 (see Pl. 16). The template must touch throughout
its length, the two locating dowels in position in holes ''e' {see Pl. 15)

Cars produced since September 1962 : use template MR-3454-150 (see Pl. 15C and 15D). The template must touch
throughout its length (see Pl. 15C) .oouinennurinncsnnnnann et N Crreeieiaeeas eraeeans

Offer up the checking bar 2632-T in the bores for the steering relays on the front body unit (see Pl. 15C and 16). The
bar should enter without being forced ... ... ittt ieiinenanens e e cesesecoeoen

TOOLS

Template MR-3454-140
Template MR-3454-150

Checking bar 2632-T
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DS 19 - ID 19
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Offer up the jig MR-3454-110, (see Pl. 15, 15C and 16), engage it in the steering relay bore on the front body unit
(at "a") and in the 5th fixing hole of one front axle arm bracket (at "b") ... vttt

Offer up to the front body unit the cast gauges 2633-T (see Pl. 14A) and fix them with the screws and nuts provided
for the purpose, or the pins (722 and 723) from the jig Base equipment .........c.cveiiooesin sa e ae e Cesae e

NOTE: On this question, you are reminded that the fixing of the axle arms was modified in April 1958 (see P1, 14A).
The gauges carry the marking "Avant avril 58" on one face and ''Depuis avril 58" on the other.

Vehicles produced until April 1958 : the upper bosses are displaced by 2 mm with respect to the lower bosses.
Apply the face marked "Avant avril 58" to these bosses.

Vehicles produced since April 1958 : all the bosses are in the same plane. Apply to these bosses the surface
marked '"Depuls avril 58'.

Offer up the checking bar 2632-T (see P. 16). It must enter freely the bores in the two gauges 2633-T (see Pl. 14A)

Vehicles produced until September 1962 ; offer up to the sidemembers of the front caisson unit (see Pl. 15} a new
front spare wheel crossmember D 741-7. Check that the fixing screws can be fitted.

Offer up unit positioning template 2631~-T and engage it on the rear lower stud for fixing the front axle arm bracket
(at "c") and in the lower pilot hole in the front body pillar (at "'d").

Cars produced until September 1962 : see P1. 15.

Cars produced since Seplembey 1962 : see PL. 15C ..... e ie e et e e e,

IMPACT AT THE REAR

Checking the rear lower unit (without tools).

To do this the position of the bearing housings in the unit must be checked.
Fit a new assembly, arm, hubs and wheels.

Check the alignment of the wheels (see Pl. 15B).

Check the camber (see Pl. 15A).

If the alignment and camber are correct, the rear lower unit can be considered good. If not, it will be necessary
either to go on to check it with tool 2634-T or to place the body on the jig base.

TOOLS

Jig MR-3454-110

Gauge 2633-T

Checking bar 2632-T

Template 2631-T
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Checking the rear lower unit (using tool 2634-T) (see Pl. 14B).

Remove the assemblies arms, hubs and rear wheels.

Offer up the guide housing (A) in the left bore of the rear unit. Fix it with the help of the 3 nuts ......... e
Offer up the second housing (B) in the right bore of the unit and fix it with the help of the nut (C).

Offer up the aligning bar (2632-T) in the left-hand housing and in the bore in the right-hand housing ....... ceveann

Fit the centring bush (D) in the right-hand housing and on bar 2632-T. Do up the three fixing nuts without tightening
them. Move the bush (D) to allow the bar to slide freely. Tighten the grooved nuts. If the bar no longer slides,
try adjusting the position of the bush (D) once more.

Check the body.

If the unit is not distorted, the bar should then slide freely in housing (A) and in bush (D).

If it does not, the rear of the body is deformed.

In the special case of the cabriolet:

a) Offer up the bar in the bores of the unit.

b) Fit the right-hand guide housing (B).

c) Fit the left-hand guide housing (A).
)

d) Then centre the bush and continue checking as described above.

TOOLS

Tool 2634-T

Aligning bar 2632-T
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TOOLS
NOTE: Fov all movements of the body it must be secuved so as to ensuve that it can be handled safely and without
damage.
Two cases can be quoted.
lst case : the engine gearbox assembly together with the front half axles and the rear arms are removed.
1 Bring the body close to the jig base.
2 Put the lifting fixture in position {use fixture MR-3319-40, see Pl. 5) or 2641-T (see Pl. 5A) (Break) .....ccooee.. Lifting fixture MR-3319-
40 or 2641-T
NOTE: Fixture 2641-T was used for lifting ''light and big 15" bodies.
3 Lift the body over the jig base (in order to put in position for checking).
After repair:
4 Put the lifting fixture in position (use fixture MR-3319-40, see Pl. 5) or 2641-T (see Pl. 5A) (Break) ........ crean Lifting fixture MR-3319-
40 or 2641-T
5 Raise the body with a lifting tackle or a winch and disengage it from the jig base.
6 Place the body on a trolley (see paragraph 15).
7 Disengage the lifting fixture.
2nd case : the two front half-axles and the two rear arms are removed, the engine and bonnet remaining on the car.
8 Bring the body close to the jig base.
9 Put the lifting fixture in position (use fixture MR-3319-30, or 3319-50, see Pl. 4) .....c..iiiitiniiniienennaon o Lifting fixture MR-3319-
30 or MR-3319-50
10 Lift the body over the jig base.
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TOOLS

After repair

11 Put the lifting fixture in position (use fixture MR-3319-30, or MR-3319-50, see Pl. 4) ....ccevreiruinnnrnns S Lifting fixture MR-3319-
30 or MR-3319-50

12 Raise the body with a lifting tackle or a winch and disengage it from the jig base.
13 Place the body on a trolley (see paragraph 15).
14 Disengage the lifting fixture.

HANDLING THE BODY IN THE WORKSHOP (see Pl. 6).
NOTE: The car must be fitted with its rear wheels.

15 Put the crossmember MR-3662-80 on the trolley MR-3662-40. When the body is placed on the trolley, the cross-
member MR-3662-80 must be engaged in the half-axle front crossmMember +.vvueuteiorsonorsnoasssansonansasss Crossmember MR-3662-
80

Trolley MR-3662-40
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OPERATION No. D 620-C : Placing the body in position on the jig base

DS 19 - ID 19

NOTE: The plates 10, 10A, 11 and 11A illustvate the jig base accessovies, sold undev No. 2606-T.

Preparation of the rear (see Pl. 13).

In the bores for the rear arm bearing housings, fit on the left the bush (725), and on the right the bush (726). Secure
the bushes by tightening the nuts on the 3 screws fixed to the sidemembers.
Tighten the nuts (729) from inside the boot.

Preparation of the front (see P1. 12).

Fit the brackets (714) to the faces to which the brackets for the front axle arms are fitted.

NOTE: For vehicles produced until Apvil 1958, in which the upper bosses ave displaced by 2 mum with vespect to the
lower bosses, it is not necessary to intevpose distance pieces (see PL. 12A).
Since April 1958, to be able to use the front brackets (714), it is necessary to intevpose distance pieces (750) to
compensate the displacement (see FPl. 12A).

Screw up first the lower pins (722) and (723) and tighten them. Then screw up the upper pins {722) and tighten them.

To locate the body at the rear (see Pl, 13),

Lower the body between the two brackets.

NOTE: 1) To cenivalise the body, theve must be fitted on each side one distance piece (730} ov (731) between the
rear bracket and the bush (725) ov (726). Fov preference use distance pieces (730} maximum.

The same thickness of distance piece must be used on both sides.

2. Cabriolet:
Engage the pins before offeving up the body to the jig base (see Pl. 134). The pins should not project beyond the
inner faces of the brackets. Then proceed as for a Bevrline or Break body. To vemove the body after rvepair,
position the pins as indicated in Pl. 13A. Lift off the body and take out the pins.

Offer up the centring pin (727) in the fixed bracket (711) and the bush (725), fitting the distance piece (730) or (731).

Offer up the 2nd centring pin (727) in the movable bracket {710), fitting the distance piece (730) or (731).

If the centring pin cannot be put in position, it will be necessary to move the bracket {710). To do this, slightly
unscrew the screws fixing the bracket to the jig base (the brackets must not swing), and adjust the screws (L)
s0 as to move the bracket along the slides (719).

NOTE: The centreline of one vear bove can, by construction, be up to 5 mm oul of line with the other, the two

cenivelines being pavallel.
After adjusting the bvackel, lighten the scvews securing it on the jig base.

TOOLS
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TOOLS

6 Put the bush nuts (734) in the brackets for the suspension cylinders, offer up the alignment pins (732) in the bushes
(734), and tighten them. At this point, the pins should be in contact with the pads (733).

To locate the body in position at the front (see Pl. 12 and l‘ZA).

7 Place on the crossmember (712) the spacing blocks (718). Let the body rest by the brackets (714) on the spacing
blocks (718). )

Put the centring pins (728) in position in the brackets (715) and in the hole in the brackets (714).

If the centring pins cannot be put in position, it will be necessary to move the crossmember (712) between the slides
(713).

Actually the distance between the front axle and the rear axle can vary by + 5 mm in relation to the nominal dimension.
After alignment of the crossmember and location of the centring pins, tighten the screws fixing the brackets

(714) on the crossmember.

8 Offer up the jig (751/752) for centring the lower front body pillars. Fix it on the crossmember (712). Offer up the
mask (752) opposite the front wing dowels. Tighten the mask on its support (751).

NOTE: The centve distance between the front wing dowels has a lolevance of + 2 mm.

A mark on the vertical centreline shows the position corvesponding to the nominal dimension.




18

Modifications to the jig base equipment
OPERATION No. D 620-Ca : (equipment issued since January 1960)

DS 19 - ID 19

To take account of modifications made to our vehicles, it will be necessary to carry out the following modifications
to jig base equipment supplied until January lst 1960.

Modifications for assembling "Break Commercial'' bodies.
On these models the rear stops have been modified. The distance between the stops has been reduced (see Pl. 13B).
This requires modification to the rear supports. Spot face the rear inner face of the 2 supports as shown in Pl. 13B.

Reinforcement of the front crossmember.

For certain work on reshaping the front assembly of the body, it is necessary to press against the end of the cross-
member, with the risk of distorting it.

Make up 2 reinforcements (754) and 4 shouldered bolts (756-757) as shown in Pl. 20A.

Fit these reinforcements on the crossmember (see Pl. 20B). Arc weld the flanges of the reinforcements to the "U"
piece (at "H", see Pl. 20B, fig. 3).

Support at the end of the crossmember.

To ensure proper support for the jack, make up support (755) as shown in Pl. 20C and fit this to the crossmember
as shown in Pl. 20B, fig. 3.

Distance pieces for the lower bosses of the front supports.

Until April 1958 the 2 lower bosses were 2 mm higher than the upper bosses (see Pl. 20C, fig. 1).

Since this date the 4 bosses are the same level.

To compensate for this difference, make up 2 distance pieces {750) (fig. 3). These will be placed between the lower
bosses of the unit and the lower bosses of the front supports (714) of the jig base equipment.

Thrust block for front supports (714).

To avoid distortion of the supports (714) during the work of reshaping, it is recommended that thrust block shown
(PL. 20B, fig. 2) be inserted in the body of the support (714).

Alignment gauge for front wings.

The first series of jig base was supplied with 2 suppcrts (716 - 717) and 4 spindles (720 - 721) for the alignment
of the front wing dowels and positioning of the lower front pillars.

The second series is supplied with one adjustable gauge (751 - 752).

This gauge can be made up (see Pl. 20D).

Use of the equipment for assembling bodies of the '""Cabriolet'! series.

The bodies of the "Cabriolet" series fit on the jig base. It will, however, be necessary to shorten the rear plugs by
60 mm to allow the rear end of the body to pass. Insert the plugs before placing the body on the jig base (see
Pl. 13A). The plugs must be flush with the inner face of the supports.

For the removal of the body, put the plugs as shown in P1. 13A .

TOOLS
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Since September 1962, the bottom corners (A see Pl. 20E) of the front body unit have been strengthened; the bottom
body panel forms an important moulding at this point.

This panel must never be cut in any way.

This change requires modification to the jig base equipment (see Pl. 20E).

1 Take note of the existing measurement between the front support (714) and the guide (715). This should be 17 mm.

If it is less, it is necessary to modify the guides (715) as shown (fig. 3).

2 To modify the front supports (714):

a) Cut part of the support and lower bosses as shown in fig. 4.
) Make the slots as shown in fig. 4 at "a' by opening the 20 mm holes towards the outside of the support.

¢) Make up 8 distance pieces as shown in fig. 4.
)

Place these distance pieces on the front supports (714). Arc weld them at 3 points on the support bosses
at '"b'".
+ 0.05

_o  inthe bosses and distance pieces.

NOTE: To line up the holes, pass a vod of 20 mm

e) If required, increase the chamfers to allow the reinforcement plate of the front body unit to pass.
3 Modify the front support base (712) by drilling 4 additional holes of 22 mm diameter as shown in fig. 5.
4 Modify the 6 male pins (722) as shown in fig. 7.

5 Modify the 2 female pins (723) as shown in fig. 6.

TOOLS
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OPERATION No. D 620-D : Checking a body on the jig base.

DS 19 - ID 19

CHECKING THE REAR UNIT
Position the front end (see Op. D 620-C paragraph 7).

To position the rear end (see Pl. 13).

Fit the housings {725 and 726) in the holes for the arm bearing housings. Fix the sleeves by tightening the nuts of the
3 captive bolts in the sidemrembers., Then tighten the locking rings (729} from the inside of the boot. Offer up a
rear plug (727) in the left support (711) interposing the wedge (730) or (731). If necessary, alter the position of
the front crossmember (712) by adjusting the plunger regulating screws (713) (see Pl. 12). The plug should
offer some slight resistance in the holes of the support and sleeve.

Place the rear plug {727) in the right support (710). If the plug cannot be positioned, move the support in its slides
(719) to permit the introduction of the plug in the bore of the housing (726). For this, loosen slightly the screws
holding the support of the jig base (the support must not rock or swing). Use the adjusting screw "L'' to move
the support in the slides. The plug must slide with some slight resistance in the holes of the sleeve and the
support.

If one or both of the plugs cannot be positioned, the rear unit is out of true.

Checking the suspension cylinder supports (see Pl., 13}).

Place in the bores of the rear suspension cylinder supports the socket screws (734) and screw into these the pins (732).

The pins (732) must be in contact with the pads on the réar supports and on the same centreline. The pins (732)
must also be flush with the sockets (734).

CHECKING THE FRONT UNIT (see Pl. 12 and 12A).
Fix the supports (714), right and left, at the position for the axle brackets.

NOTE: For vehicles issued until Apvil 1958, of which the upper bosses are 2 mm lower than the bottom ones, it is
not necessary to intevpose the distance pieces (see PL. 12A).
Since 1958, to be able to use the front supports (714), it has been necessary to compensate for thzs diffevence by
interposing the distance pieces (750).

Screw in first the lower pins (722) and (723) and tighten them. Then screw in the upper pins (722) and tighten them.
The body being pinned at the rear and the packing pieces (718) placed under the front supports (714), the two pins
(728) must just fit in the bores of the guides (715) and of the supports (714).

NOTE: If the pins cannot be so placed, it will be necessary to move the crossmember (712) between its slides (713).
The distance between the front and vear axles can vary + 5 mm from the standavd measuvement.

TCOLS
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TOOLS
Checking the alignment of the steering relays (see Pl. 15).
5 Offer up the alignment bar (2632-T) in the steering relay bores. It should pass freely through the two holes ....... Alignment bar 2632-T
Check each side, the relative position of the steering relay bore '"a'" and the 5th fixing hole "b' for the front axle arm
bracket, using jig MR-3454-110. .. .. it tinnonsnesnnerson et ear e ot e ese s so0en s o e Jig MR-3454-110

6 Checking front wing centring (see Pl. 12).

First case (applicable to equipments sold until January 1960).

a) Fit the two columns (716-717) on the front crossmember (712).
Fit in the columns (716-717) the lower locating pins (721) and the upper locating pins (720). Push them in as far
as possible.

NOTE: The locating pins have a significant amount of play in the boves in the columns, to accommodate the tolevances
of the front wing dowels. The locating pins must be able to engage on the dowels.

Check each front pillar using the fixture 2631-T (see Pl. 15). Offer up the fixture on the body. The bore must engage

on stud 'c' and the dowel in pilot hole "@' .. i it i it is ottt iaronsaas cee e co s e s e n ey Fixture 2631-T

Second case (applicable to equipments sold since January 1960) (see Pl. 12A).
b) Offer up the centring template (751-752) to the front crossmember, on the undamaged side of the vehicle.

Shift the movable part (mask) of the template to allow the front wing dowels to enter the notches provided. Tighten the
movable part by means of the upper screw.

Place the template for the damaged side on the front crossmember (712). The wing dowels should enter the notches
if the lower front pillar is not distorted.

7 Positioning a lower front pillar.

It is possible to position a lower front pillar by using template (751-752).
a) Eithcr by carrying over to the damaged side the measurement made on the other side (see paragraph 7).

b) Or by setting the template to the nominal position (a2 scratch on the vertical axis shows the corresponding
position of the movable mask.

8 Checking the front caisson unit (see Pl. 15 and 16).

This check can be carried out when the car is on the jig base or on the ground.

Offer up the template MR-3454-140 on each side of the front body unit and of the front caisson unit, the 2 positioning
pegs in the holes "e". The template must touch for the whole of its length .......oviiiieoioeniionnen, Template MR-3454-140

Offer up on the two sidemembers of the front caisson unit a sparewheel crossmember (D 741-7), using this as a
spacing template. Make sure that the fixing screws can be put in position.
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OPERATION No. D 620-E : Towing by lifting the cay

DS 19 - ID 19

We indicate {see Pl. 75-75A and 76) the method of towing and lifting the IS 19 and ID 19 using the chains MR-3319-20
Towing is possible even if the vehicle is in the "Low'' position.

On no account should you hook onto the rings fixed under the front and rear of the body, nor raise the car by the front
sidemembers.

In order to avoid damage under the body, it is absolutely necessary to insert a cushion of s acking or rubber at "a"
(parts of an old tyre for example) between the car and the wooden plank (4).

N.B. Since September 1962 a modification has been made to the finishing panel of the front caisson unit.

¥

The car can be towed without damaging the finishing panel by proceeding as befove, with the planks and "cushion''
placed as indicated in PI. 75A.

NOTE: The height (H) varies from one vehicle to another. The length of the chains is determined by this height.

In the example H = 700 mm.

The length of the chains is as follows:~

Chain A under the car:

900 mm + hook (1) + 2 links (3).

Chain B for lifting:

792 mm + 1 link (3) + 1 large round ring.

NOTE: It is necessary to use a chain conforming to the standavds of 12 CNM 601, in which the dimensions of the
links are:

length = 3 times the diameter of link material, thus : 36 mm,
width = 1.3 times the diametev of link matevial, thus : 15.6 mm.

TOOLS

Chain MR-3319-20
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The attachment must meet the following requirements:
1) The total weight of the loaded trailer must not exceed:

a) ID 19 Berlines produced until September 1961 - 1870 1b (850 kg).
b) ID 19 Berlines produced since September 1961, DS 19 Berlines and ID 19 Breaks {all models) - 2200 1b
(1000 kg).

2) The distribution of weights on the trailer must be such that the towing gear rests lightly on the hook
(approximately 66 1bs) (30 kg).

3) The trailer must be fitted with a braking system.

PREPARATION
Remove the lining of the boot for 6 inches (150 mm) from the rear.

Remove the lining from the bottom of the left-hand and right-hand sidemembers of the caisson for 8 inches (200 mm),
starting from the rear.

Remove the protection panel for the rear corrector control.

Flatten the ribs in the bottom panel of the boot in the area where the fixing plate for the rear distance piece is to rest
(see PL. T4).

Make up the various fittings (see Pl. 73 and 74):

a) The attachment (assembly No. 2), using tubes (A) and (B), the rear distance piece (C) and the swivel fixing
plate (D). The dimensions of plate (D) can vary according to the type of swivel used.

b) The rear fixing reinforcement (assembly No. 3), using the fixing angle brackets (E), the tube (G) and the
fixing plate (F).

c) The counterplate (H) and the packing pieces {J).

ASSEMBLY

Mark the front to back centreline of the bottom of the boot. Mark out and drill the rear fixing holes for the attachment
(see Pl. 74).

Put the rear fixing reinforcement (assembly 3) in position in the boot. Offer up the attachment (assembly 2) and {ix
it at the rear.

Drill the body for fixing the traction tube (A) and the sidemembers for fixing the angle brackets (E) on the inner
reinforcement.

Fix the traction tube. Put the counterplate (H) inside the boot.

Fix the angle brackets of the rear reinforcement. Measure the clearance between the underside of the angle brackets
and the sidemembers and insert enough packing pieces (J) to take it up.

Line the boot.

Refit the protection panel for the rear corrector control.

TOOLS
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TOOLS
The attachment must meet the following requirements:
1} The total weight of the loaded trailer must not exceed 2200 1b (1000 kg);
2) The weight distribution on the trailer must be such that the towing attachment rests lightly on the hook (about
66 1bs) (30 kg).
3) The trailer must be equipped with a braking system.
PREPARATION (see Pl. 77, 78 and 79).
1 Remove the rear bumper, the bracket and the rear wings.
Reimove the bumper reinforcement.
On vehicles produced until September 1962, remove the lower panel.
2 To prepare the attachment:
a} Make up an attachment as illustrated in P1. 77 and 78.
b) Manufacture a swivel as shown in PL. 77, fig. 2.
¢) Fit this swivel on the attachment.
3 Prepare an exhaust bracket (see Pl. 78, fig. 4).
4 Make some internal fixing reinforcements (see Pl. 79, fig. 2) in sheet steel 1/8 in. (3 mm) thick.
5 Make two electrical cable shields from sheet steel 0.8 mm thick (see Pl. 79, fig. 3).
6 To prepare the bumper:
a) With the two ends of the original bracket, prepare two brackets as indicated in Pl. 79, fig. 1 (without
distorting the existing end).
b) In the bumper, cut two pieces whose developed length 1 = 12.4 in (315 mm) (see Pl. 77, fig. 1).
On vehicles produced until Seplember 1962, cut the lower panel as well.
in these pieces drill the holes "a' for fixing the bracket and the holes '"b" for fixing the reinforcements.
K Remove the flap seats and the floor panels.
8 Remove the rear harness protection panels.

Remove the harnesses and dismantle them.
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Put the internal reinforcements in position and drill the body.

Offer up the attachment and fix it:

- on the rear of the body with the fixing screws (1) from the hinge of the lower door.
- on the bottom of the boot, using the assembly screws (2) for the internal reinforcements.

From the underside of the vehicle, drill, in the body and the intermal reinforcements, the lateral fixing holes for the
attachment, 3/8 in. (9.5 mm) in diameter.

Fix the attachment to the interior reinforcements, using the screws (5).
Remove the fixing strap for the exhaust welded on the sidemember.

Fit the bracket for the one or more exhaust pipes (see Pl. 77) on the rear upper fixing screw for the left-hand internal
reinforcement (see Pl. 77, fig. 1). If necessary, nick the metal support of the mudflap as required.

Fix the buffer support bars on the vehicle.
Fix the reinforcements on the bumpers.
Fix the bumpers on the vehicle.

Fit the electrical harnesses. Offer up the covering panels and the shields (4) (see Pl. 77, fig. 4).

Cut the original covering panels flush with the shields and fix them.
Fit the wings and connect up the harnesses.
Line the body, fit the flap seats and the floor panels.

NOTES:
- Depending on the type of swivel chosen, it may be necessary to provide a cut-out in the rear tlap of the tail-
board.

- On the ""Break familiale'' the petrol tank must be removed for fitting.

TOOLS
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WASHING

The different shampooing preparations used in service stations are sufficient for complete cleaning of the bodywork.

Nevertheless thorough rinsing is necessary.

"Soapy' or "Teepol" type trade products give very good results if their application is followed by a good rinsing with
clean water.

Tar stains disappear with the aid of most of the special products sold, provided the instructions on the containers
are followed,

Xylene also gives very good results.

After cleaning and drying, one application of a silicone-based product protects the paint. This application should only
be repeated two or three times a year. Follow the instructions on the container.

CLEANING : TRIMMING AND FABRICS
The trivoming fabrics of the DS 19 and ID 19 cars are laid on:
a) Foarm rubber, Dunlopillo type.
b} Furnishing wadding.
Whatever the base of the fabric it is essential:
To proscribe the use of acetone, trichlorethylene and their derivatives, which attack the fabric.
All cleaning products are inflammable. Do not use them hot.
Do not iron dry, to avoid deterioration of the fabric.
In order to avoid the formation of rings:
a) Brush the portion to be cleaned carefully.
b} Change the cleaning cloth frequently.
¢) If the stains to be removed are large, preferably clean the whole part.

To avoid scaking the padding (rubber or wadding) use only wrung-out pads for cleaning (even if using pure water or
diluted solvent).

if the padding is foam rubber, this last precaution is of even greater importance; foam rubber forms a sponge and
retainsg, for a long time, the product used.

Secondly, the rubber is attacked by petrol and hydrocarbons (it swells and becomes sticky).

1} Sugar stains.

On all colours: use soapy water at approximately 50°C. Rub with a clean cloth and rinse.

Persist on stains on light-coloured fabrics.

TOOLS
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Engine-o0il stains.

Rub with a clean cloth dipped in industrial alcohol until the stain disappears. In the case of imperfect cleaning
on light fabrics, finish off by a light rubbing with a cloth dipped in petrol.

Lipstick stains.

A light rubbing with a cloth dipped in industrial alcohol, carried out immediately, turns the red to a pale pink.

It is impossible to vemove the residual Stain.

Tar and grease

Insert an absorbent cotton fabric (brushed cotton, suedette) between the pad impregnated with petrol and the stain.

Recommence the operation, changing the cloth so that it does not become saturated with tar.

When the tar has almost disappeared, finish off by directly rubbing the remaining stains with a clean pad dipped
in petrol.

On light coloured fabrics (champagne, rose grey, roof grey) traces of yellow will remain.

On dark coloured fabrics, the stain should disappear.

Stains from special fluid for the hydraulic controls.

Rub with a cloth dipped in industrial alcohol.
On light coloured fabrics, very light marks may remain.

On dark coloured fabrics, the stain should disappear.

Chocolate stains.

If the stains are moist, leave to dry, then rub with a clean cloth dipped in water to which a detergent (e.g.
Teepol) has been added, until the stain disappears.

Suitable for all coloured fabrics.

Grass stains.
In position these are difficult to remove.

Rub with a cloth soaked in industrial alcohol.

Dirt (dust caked by perspiration).

Dry brush vigorously to remove the dust.

Clean by rubbing with a clean cloth dipped in water to which a detergent has been added (e.g. Teepol).

TOOLS




28

OPERATION No. D 620-G : Maintenance

DS 19 - ID 19

10)

Brush, after drying, in order to restore the pile of the fabric.

It is also possible to rub the part to be cleaned with a cloth dipped in petrol, not leaving time for the petrol to
penetrate to the foam rubber.

If necessary repeat the operation several times until a clean surface is obtained.

Mud and dust stains.

In the case of mud stains, brush after drying. If the marks remain, rub with water to which a detergent has been
added ( e.g. Teepol).

Bloodstains.
Rub with a cloth dipped in a solution of:

1 part ammonia (alkali}.
2 parts water.

In the case where brownish stains remain, remove by rubbing with peroxide (20 or 30 volumes).

NOTE: Do not persist with pevoxide, because this will fade the colours. Use this solution only on light colours.

11)

Ink stains.
a) Greasy ink (ball penj.
Light slains.

Rub gently with a cloth dipped in industrial alcohol, persisting on the obstinate marks, until they disappear.
completely.

Bad stains.

If the stain is still wet, the surplus ink can be removed with a clean dry cloth, without fear of spreading the stain
and of forming rings.

Put a clean, dry cloth on the stain and using a second cloth dipped in alcohol rub the first, changing the latter
frequently as soon as it has absorbed a little ink.

NOTE: Do not use too much alcohol at one time, as this will cause the ink o penetrate the fabric and then the

wadding or foam rubber.
Finish cleaning off the rings by rubbing with a clean cloth dipped in alcohol.

b) Fountain-pen ink (Waterman type).
Rub the fabric with a cloth dipped in the following solution:

1 part ammonia (alkali).
2 parts water.

Continue until the stain disappears.

TOOLS
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c) Ordinary black ink.

Light stains.
Same method as for fountain-pen ink (see paragraph b).
Bad stains.
Same method as for fountain-pen ink (see paragraph b).
Nevertheless removal of stains is difficult and often traces or rings remain.
NOTE: All products used for cleaning the trimming and fabrics, indusivial alcohol (methylated spirit), petrol
(cleaning ov dying spivit), ave sold at all colour dealers and chemisis.

3 CLEANING A PLASTIC ROOF

A - Non-painted roof, exterior cleaning.

1. Prepare the following solution:

Xylene in the proportion of 40%.
Petrol in the proportion of 40%.
Buthanol or methylated spirits in the proportion of 20%.

2. Rub the stain using a cloth dipped in the solution.
NOTE: In most cases the stains disappear with trichlovethylene. However, avoid wetting the flasher-light housing
with the trichlovethylene soaked cloth.

B - Cleaning a head-lining.

a) In nearly all cases (butter, fatty substances, clean engine oil, jam, chocolate), it is necessary to:
l. Rub the stained portions lightly with a pad of cotton wool soaked in neat Teepol.
2. Rinse thoroughly with a pad of wadding soaked in clean water.
3. Leave to dry.
b} Grease stains:
1. Remove the dust from the stained portion.
2. Soak a clean cloth in trichlorethylene and dab it on the grease stain.
3. Repeat the operation several times if necessary, until the stain nearly disappears.
4

Finish off by rubbing lightly with a clean cloth alsc moistened with trichlorethylene. Leave to dry.

TOOLS
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¢) Dust marks.
1. Blow over the marks with a jet of compressed air.

2. Brush the remaining marks with a clean stiff brush.
If a mark still remains:

Prepare a solution comprising 1% Teepol to 99% water.
4. Rub the stained portion lightly with a clean cloth dippedin the solution. Continue rubbing without pressure.

Rinse with a clean cloth dipped in clean water. Leave to dry.

d) Water marks.
Difficult to remove:

Proceed as indicated in paragraph c) (dust marks), with a solution of water and Teepol.
PROTECTION OF CHROMIUM PLATING AND STAINLESS STEEL
NOTE: The chromium plating and stainless steel ave treated with a fine coat of silicone~based polish, whick prevents

atmosphevic covrosion during the eavly months.

In ovder to maintain this protection it is recommended that a coat of silicone~based polish (Car-Plate or Abel 54)
to be applied about cvery 3 ov 4 months.

Proceed as follows:

1. Clean the chromium plating.

2. Thoroughly wipe the chromium plating.

3. Then rub lightly with a cloth or pad of liquid polish impregnated with the polish.
MAINTENANCE OF PLEXIGLAS REAR LIGHT

1. Wash with a strong water jet.

To avoid creating scvatches, do not vub.
2. Leave the glass to dry thoroughly before starting the maintenance operation.
3. Dip a pad of best quality lint-free polishing wadding in a product such as '"Plexipol" or "Plexi No. 1" (Abel).

4. Rub the inside and outside surfaces of the glass from top to bottom or side to side with this pad,

NOTE: Do not rub with a civcular movement.

TOOLS
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5. After polishing, dip a pad of best quality lint-free polishing wadding in a product such as "Siliplex' or "Plexi
No. 2" (Abel).

This product acts as an anti-static and prevents dust sticking to the glass.

Rub the glass without pressure from top to bottom or from side to side with this pad.

NOTE: Do not rub with civcular movements.
REMARK: Plexiglas is attacked by certain chemical products, alcohol, the ketones, benzene. toluene, hydraulic
fluid, petrol (when it contains benzol or tetra-ethyl lead).

Care must be taken to prevent these products coming in contact with the rear light.

MOVEMENT OF DOOR GLASSES.

To ensure that the door glasses slide easily on the door sealing rubbers, at approximately every 3750 miles (6000 km. )
apply two coats of "Lissapret' with approximately 30 seconds between coats. Spread the product with a pad of
polishing wadding.

RUSTPROOFING.

a) Rust stains can be removed with '"Jenolite RR N/B'.

1. Whenever possible, remove large rust spots or serious scaling with a wire brush or abrasive paper.
2. Apply the pure (undiluted) solution '"Jenolite RR N/B'" with a cloth or brush.

NOTE: On easily accessible suvfaces, to speed up the action of the Jenolite on vevy rusty pavis it is advisable to
use a wive bvush.

3. Let the Jenolite work for 15 to 30 minutes. Then wipe off and dry with dusters. If there are still traces of
rust, a second application can be made under the same conditions.

4. When the treated surface is clean and dry (about 24 hours), it can be primed and painted.

NOTE: 1. The treated suvface need not be vinsed with watev, as is somelimes necessary with othev products.

2, Jenolite RR N/B is used on fevvous metals; it is coloured mauve. Theve ave othey Jenolite products for
non-fevrvous metals; these ave green.

b) RUSTOL can also be used. Use it according to the directions on the pack.

TOOLS




32 OPERATION No. D 741-1 : Replacement ov a caisson front unit (until Septembey 1962). DS 19 - ID 19
TOOLS
This operation does not rvequive the body to be placed on the jig base.
DISMANTLING (see Pl. 22).
1 Drill the open the welding points, open the welds (cutting chisel) joining the caisson front unit to the body front unit.
(at AB - BC and symmetvically at A’B’ -~ B'C').
2 Open the welding points {cutting chisel)
(at DE - DF - I'C) and symmetvically D'E" - D'F' - F'C'),
3 Separate (cutting chisel) the crossmember (1) (see fig. 2) from the right-hand and left-hand flanges of the unit
(at K and symmeltvically at K').
4 Cut the front crossmember (2) (blow pipe)
(at GH).
5 Complete the separation of the panels (cutting chisel and disengage the unit.
PREPARATION (see Pl. 22).
6 Clean up, by planishing, grinding or welding, all distortions, roughnesses or rents in the chiselled or cut edges.
7 Remove the steel band of the front crossmember remaining welded on the crossmember (2) (cutting chisel) (af GH).
8 Clean the edges of the panels (abrasive disc), where welding will be carried out.
9 Degrease the new part with petrol or white spirit.
ASSEMBLY (see Pl. 22).
10 Offer up the caisson front unit, and fix it provisionally on the front body unit, using clamps.
11 Offer up the template (template MR-3454-140, see Pl. 15) on one side of the unit to locate it.

Then offer up the template on the other side, fastening it on the two units ............ e e e e e s an e e e e s e n e e

Template MR-3454-140
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Spotweld the front caisson unit on the front body unit.
(at AB and symmetrically at A’B’).
(at BC and symmetrically at B'C').
(at DF and symwmetrically at D'F’).

Put a few points of brazing, as a precaution, in the angles not accessible with the spot welder.

Braze the connecting panel (3) on the front crossmember (2)

(at GH).

Braze the crossmembers (1) on the right-hand and left-hand flanges
(at K and symmetrically at K').

Fill up the holes, previously drilled during the dismantling, with brazing metal
(at AB and symmetrically at A’B').

Braze each side

(at ED and symmetvically at E'D’).
Planish and grind the welds.
Paint the unit.

Sound deaden the unit.

TOOLS




OPERATION No. D 741-la: Replacement ov a caisson front unit side (until Septembey 1962).

This operation does not requive the body to be placed on the jig base.

DISMANTLING (see Pl. 23).

Drill and cut the welding points and detach (cutting chisel) the caisson front unit side from the front body unit

{at AB, AC, CD).
(al ED, EF}.
(at L).

Cut the front crossmember (hack-saw)
(at GHK).

Keep only the undamaged portion of the crossmember.

Remove the part.

PREPARATION

Remove, by planishing, grinding or welding, all deformations,roughnesses and tears in the chiselled or cut edges.

NOTE: The front caisson unit is sold complete by our Spave Pavts Depaviment.
Cut out the new part as required and fit it to the front caisson unit.

Degrease the replacement part with petrol or white spirit.

ASSEMBLY (see Pl. 23).
Offer up the part of the caisson front unit and fix it provisionally with clamps.
Offer up the template (use the template MR-3454-140, see Pl. 15) and fix it on the part and on the front body unit

Provisionally fix the part by a few welds
(at AB, AC),

Remove the jig.

TOOLS

Template MR-3454-140
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Offer up a front spare wheel crossmember (see Pl. 15) and make sure that the fixing screws can be fitted.

Braze the crossmember (I) on the flange of the unit

(at L).
Fill up the holes, previously drilled during the dismantling, with brazing
(at AB).

Spot weld the front unit side on the body unit
(at AB, AC, ED).

Braze

(at EF).

Weld (gas) the front crossmember

(at GHK).
Planish and grind the welding.
Paint the unit.

Sound deaden.

TOOLS




OPERATION No. D 741-1b: Replacement of a caisson front unit (Since September 1962).

DS 19 - ID 19

This operation does not requive use of jig base.

REMOVAL (see Pl. 22A).

Drill and cut the welding and detach {chisel) the front body unit from the front caisson unit.

(at AB ~ CD and symmetrically at A'B' - C'D'}.

Drill, cut and separate the line of spot welding (chisel).
(at HG -~ GF and symmetvically at H'G' ~ G'F').

Drill, cut and detach (chisel) the lower lines of spot welding joining the front body unit and the front caisson unit.

(at ED and symmetrically at E'D').

Remove the front caisson unit.

PREPARATING (see PL. 22A).
Remove by planishing, grinding or welding, distortions, jagged edges or tears from the edges chiselled or cut.

Degrease with petrol or white spirit the new parts.

FITTING (see Pl. 22A).
Offer up the front caisson unit. Provisionally fix it on the front body unit with the aid of clamps.

Offer up the gauge (gauge MR-3454-150, see Pl. 15C), on one side of the unit, to position it.

Then offer up the gauge on the other side and clamp it to both units ......... 0.0 Geeressensann cecacecsaane s

Spot weld the front caisson unit on the front body unit.
(at AB and symmetrically at A'B').
(at CD and symmetrically at C'D').
(at GF and symmetrically at G'F').
(at DE and symetrically at D'E').

TOOLS

Gauge MR-3454-150
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Braze at several points the corners not accessible to the spot welder.

Fill by brazing the holes previously drilled for dismantling
(at AB and symmetvically at A'B’).

Braze each side

(at HG and symmetvrically at H'G').
Planish and grind the welding.
Paint the part.

Sound deaden.

TOOLS
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38 OPERATION No. D 741-1lc : Replacement of a caisson front unit extension (since September 1962).
TOOLS
The operation does not vequive use of the jig base.
REMOVAL (see Pl. 23 A).
1 Drill and cut the welds and detach (chisel) the front caisson unit extension from the front body unit
(at AB, CD)
(at GF and GH)
(at EF).
2 Drill, cut and separate the welds holding the extension to the crossmember
(at JK, LM)
(at JL, KM).
3 Remove the extension.
PREPARATION
4 Remove by planishing, grinding or welding, distortions, roughnesses or splits in the chiselled or cut edges.
5 Degrease the new part with petrol or white spirit.
FITTING (see Pl. 23 A).
6 Offer up the front caisson unit extension and fix it provisionally in position by clamps.
7 Offer up the gauge (use gauge MR-3454-150, see Pl. 15C) and fix it on the extension and front body unit ....... Gauge MR-3454-150
8 Fix the extension provisionally by several welds (af AB and CD).
9 Remove the gauge.
10 Spot weld or braze the points attaching the crossmember to the extension

(at JK, LM and at JL, KM).
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Spot weld the extension to the front body unit
(at AB, CD)
(at GF, FE).

Braze the joining extension and body unit

(at GH).

Fill, by brazing, the holes made on dismantling
(at AB).

Braze several places for safety in the corners not accessible to the spot weldexr.
Planish and grind the welds.
Paint the part.

Sound deaden.

TOOLS




Replacement of a caisson front unit closing ponel

40 OPERATION No. D 741-1d : (since September 1962) (without vemoving Valance). DS 19 - ID 19
TOOLS
This operation does not vequive use of jig base.
REMOVAL
i Remove the 5 screws holding the front caisson unit closing panel to the valance..... ..o e P N 8 mm box spanner
2 Remove the 2 screws fixing the brake cooling ducts........ .o R T 8 mm box spanner
3 Remove the remaining 6 screws round the front caisson unit closing panel.............. e ies e e e 8 mm box spanner
4 Remove the front caisson unit closing panel.
FITTING
5 Introduce the front part of the front caisson unit closing panel under the rear part of the valance.
6 Offer up the screws joining the closing panel to the valance. Do not tighten the screws.
7 Centralise the closing panel correctly and insert the screws fixing the brake cooling ducts. Do not tighten the screws.
8 Insert the 6 fixing screws round the front caisson unit closing panel.
9 Tighten the screws ... ... iiioeneioneronnnns e e s e e e s et e s e s e s e b e a0 o e 8 mm box spanner
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NOTE: It is forbidden to assemble by hammeving, as this would cause deformalion of the unilt.
Smear the plain portion of each screw with tallow or, failing this, oil.
Use the fixture MR-4234 (see P1. 17).

Offer up the screw from the inside of the unit. Fit the short bush C on the threaded end of the screw. Screw a 14 mm
diameter 150 pitch nut on the protruding portion of thread. Tightenthisnut ... ...ttt i iiiiiiinnns

When the nut reaches the end of the thread on the screw, stop tightening and vemove the bush.

Fit the long bush D on the screw. Tighten the nut until the screw is completely in position in the unit.
(The tightening torque during the fitting of the screw is of the order of 87 ft.lbs approximately {12 m.kg approximately)

Remove the bush D.

TOOLS

Fixture MR-~-4234



42 OPERATION No. D 741-3a : Straightening a front unit sidemember (vaised). DS 19 - ID 19
TOOLS
This operalion vequives the body to be placed in the jig base.
CHECKING (see P1. 15).
1 If the buckling of the front unit is not too great, offer up the jig MR-3454-110. This should pass through the bore
of the relay spindle (at "a'} and in the 5th fixing hole (at "b'") of the front axle arm bracket «..veeonescnoseennron Jig MR-3454-110
2 Pass the steering relay alignment bar 2632-T through the bore in the undamaged sidemember. If the bar will not
enter the bore of the other sidemember, this one is out of alignment ... ivr ittt iannoenosncossaaons Alignment bar 2632-T
PREPARATION (see PI, 12).
3 On the front unit, in place of the half-axles, fit the two exterior brackets (714) using the pins (722 and 723).
4 Fit the packing piece (718) on the side of the undamaged sidemember.
5 On this side of the unit fit the locating dowel (728) in the bracket {715) and the hole in the bracket (714).
6 Fix the bracket (714) and the packing (718) on the front crossmember (712).
7 Offer up the packing piece (718) on the other crossmember between the bracket (714) and the crossmember (712).
The packing should enter without play. If it does not, the sidemember is out of alignment.
8 Put the crossmember (736) on the two sidemembers (see Pl. 19). Using the hooks and jacks, achieve the fitting
indicated on Pl. 19.
STRAIGHTENING (see Pl. 12, 19).
NOTE: To facilitate jacking, it is somelimes necessavy to heat the panels on the damaged side with a blow pipe.
9 Heat the joints of the panels, inside and outside (see Pl. 19)
(at AB, AC).
10 If necessary, heat the area where floor and front unit meet, inside the body.
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Remove the packing piece (718) from the side of the damaged sidemember.
Jack up a few millimetres beyond the position of alignment.
Let the panels cool, leaving them under tension in the screw jack. Unscrew the jack after cooling.

Offer up the packing piece (718) under its bracket. If the bracket rests on the packing, the sidemember is in position.
If not, repeat the operation until the locating dowel passes freely.

Fix the bracket (714) and the packing piece (718) on the front crossmember.
Offer up the steering relay alignment bar (737) in the bores ("a'") (see Pl. 15) for the relay fixing pins. If the bar
enters, the alignment of the holes is satisfactory; if not, it is necessary to align the holes.
TO CHECK THE ALIGNMENT OF THE STEERING RELAY FIXING PIN BORES (see Pl. 17).
If the holes show little difference between them, one should be able to re-align them without heat. If they show a
great difference in alignment, it will be necessary to heat the sidemember panel slightly around the boss of the

pin.

In the hole to be aligned fit the aligning pin (aligning pin MR-4234-10, see fig. 2) .. ..ottt inesrannaons

Fit the aligning pin (A) in the bore and lock it with the nut (B).
Using the two tube extensions, restore the boss to shape in the required direction.

Remove the aligning pin and offer up the alignment bar 2632-T in the holes "'a' (see Pl. 15). If it passes through
the two holes, the alignment is satisfactory; if not, recommence the operation, but withoutheat ........000c...

NOTE: If one has had lo use heat around the bosses, the panels should not be left to cool with the alignment bav in
position, to avoid deformating the bay.

Planish the panels above the sidemember.

TOOLS

Alignment pin
MR-4234-10

Alignment bar 2632-T



44 OPERATION No. D 741-3b : Repositioning a front unit DS 19 - ID 19
TOOLS
This operation vequives the body to be placed in the jig base.
CHECKING (see Pl. 15).
1 Offer up the alignment bar 2632-T in the holes '"a' of the steering relay fixing pins . ...cceeeicionrcrcannasanens Alignment bar 2632-T
2 Offer up the jig MR-3454-110. The latter should pass through the hole for the relay fixing pin at "a'" and through the
upper fixing hole of the front axle arm bracket at "b'".
1f these conditions are fulfilled, the unit is not out of line. DBut folds or creases on the front floor or underneath or

inside the sidemember indicate that the unit is out of position in relation to the body ..ovucciecienieneennann Jig MR-3454-110

OPENING THE PANELS (see PL. 20-21).
3 Fix the body at the rear as indicated in Op. D 620-C, paragraph 3 onwards on the side of the unit requiring attention.
4 Drill and cut the welding points fixing the front unit to the body
(at AB, BC).
5 Cut away (chisel) the panel of the unit perpendicular to the sidemember
(at CD).
Cut perpendicular to the sidemember
(at DE, EF).
6 Cut the floor panel along the sidemember
(at FG).
7 Cut away the floor panel from the front unit (chisel)

(at GH).

REPOSITIONING THE UNIT (see Pl. 20).
8 Fit the front angle-iron on the jig base as indicated in Pl. 20.
9 Fix the front crossmember (736) onthe angle.
10 Put inside the unit the two anchor plates (748 and 749), holding them flat by means of a screw jack.

Fit the brackets (714) in place of the half-axle brackets and fix them using the pins (722 and 723). Put the packing
pieces (718) in position and let the brackets rest on them.
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Put the long bar (746) in position on the top pin of the bracket {714) passing this bar through the hole in the cross-
member (736).

Put the short bar (747) in position on the pin on the anchor plate (on the damaged side), passing the bar through the
hole in the front angle iron. Tighten the nut of the pin on the bracket (714), inserting a flat washer.

Screw the turn screw 2617-T on the bar. Simultaneously tighten the turn screws to draw out the unit until the centring
pin (728) (on the undamaged side) enters the bracket (714) ... ..iiiieerini i eeirennene N RN

Continue to draw the unit. Try to put the 2nd centring pin (728) (on the damaged side) in the bracket (724). It is
useful to go beyond the correct position by a few millimetres, to allow for the contraction of the panels.
Unscrew the turn screws 2616-T in order to release the unit.

Offer up the centring pins (728) in the holes in the two brackets (714). They should slide freely or slightly stiffly,
but by hand. If not, again correct the position of the unit.

Offer up the alignment bar 2632-T in the holes "a' (see Pl. 15) of the relay fixing pins. It should enter the two holes
T R X e O L o B X < N T S

If it does, the unit has returned to its correct position and the panels can be welded again.

Planish the panels of the sidemember and of the floor to remove any creases. If the panels will not join where they
were cut, repair with a strip of metal.

Clean the edges of the panels to be welded (abrasive disc)
(at BC).
Weld the panels (gas weld)

(at CD, DE)
(at EF, FG).

Spot weld
(at AB).

Brace at several points

(at AB).

Join the floor by brazing or spot welding (end welder)
(at GH).

Planish and grind the welds.
Paint the welded areas.

Sound deaden.

TOOLS

Turn screw 2617-T

Alignment bar 2632-T



46

OPERATION No. D 741-3b : Repositioning a front unit

DS 19 - ID 19
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It is possible to restore a slightly damaged side of a front unit to position by ''pushing' with a hydraulic jack on a
front bracket (714), using one of the rear brackets (710, 711) as a base. This procedure avoids detaching the
panels, as described before, but does require a good support for the jack. It is advisable, in carrying out this
operation, to insert in the hollow body of the bracket (714) a packing piece (see Pl. 20 B), cut away as required,
to avoid damaging the sides of the U section of this bracket.

STRAIGHTENING THE UNIT (see PL. 19 A).

If the body is slightly warped to the right of the front axle arm bracket, it is possible to straighten the panels of the
sidemember of the front unit, proceeding as follows:

Fix the rear of the body on the jig base.

Fit the front brackets (714). Do not forget to insert the distance piecces {750) for bodies produced since April 1958,

Place the packing piece (718) under the bracket (714) on the undamaged side. I'it the pin {728) in position in the
bracket (715) and the guide in the front bracket {714).

If necessary, shift the front crossmember (712) between its slides (713) in order to put the centring pin in place.

Tighten the two screws (753) securing the bracket and the packing piece on the jig base. On the damaged side, fit
the work bracket (755) at the end of the crossmember (712). Fix it with the shouldered screws {759).

Fit between this bracket (755) and bracket {714) the jack to be used for straightening.

Support the end piece of the jack, preferably on the flanks of the bracket {714), in order to avoid deformation. If this
is not possible, it is wise to fill the hollow body of the bracket with a packing piece (see Pl. 20 B) and to take
the weight on that.

After jacking, fit the packing piece (718) under the bracket (714). Fit the pin (728) in the bracket (715) and the guide
of the front bracket (714). It must pass freely. If it does not, screw the jack again until the required result
is obtained.

Offer up and tighten the two screws (753) securing the bracket (714) and the packing piece (718) on the crossmember
(712).

Offer up the alignment bar (2632-T) in the steering relay bores and check that it slides in them freely ............

TOOLS

Alignment bar 2632-T
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This operation vequives the body to be placed in the jig base.
NOTE: Take the necessary precautions to avoid, in welding, setting five to the plastic roof.

IMPORTANT: Since September 1962 the bottom corners of the front body unit (A see Pl. 20 E, fig. 1) have been
reinforced. It is absolutely essential that the sheet forming the webs should not be gashed or cut away; other-
wise the rigidity of the assembly will be impaired.

Operation D 620-Cb gives the modifications to be made to the "Fenwick' equipment, so that these bodies can be
mounted correctly on the jig base.

DISMANTLING (see Pl. 24-26).

Drill and cut the welding {chisel) on the inside or on the outside of the body
(at AA’).

Cut the closing panel of the unit (chisel)
(at AB and symwmetrically at A'B’).

and perpendicular to the sidemember
(at BC and symmelrically at B'C')
(at CD and symmetvrically at C'D').

Cut the pedal-board panel at each side (chisel)
(at RS and symmetrically at R'S'").

Open up the brazing points assembling the scuttle side panels and the shelves (chisel)
(at E and symmelrically at E').

Cut the floor panel (blow pipe)
(at FGG'F').

Stop cutting at the sidemembers.

Cut the floor panel the length of the sidemembers (blow pipe)
(at FD and symmelrically at F'D').

Remove the unit assembly (use lifting tackle).

Open up the welding points of the siderail closing panels (chisel)
(at BHID and symmetrically at B'H'I'D').

TOOLS




OPERATION No. D 741- 4 : Replacement of a front body unit (bottom body siderails damaged).
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TOOLS
9 Open up the welding points at the end of the two sidemembers {chisel):
(at JKL and symmetrically at J'K'L")
(at KM and symmetrically at K'M')
(at BM and symumelrically at B'M')
(at MN and symmetrically at M'N')
(at 10 and symmetvically at I'0’)
(at FJ and symmelrically at F'J’)
(at JP and symmetvically at J'P').
10 Cut the plate (1) fixing the heater duct (chisel) (see Pl. 25).
11 Cut the gussets (2) of the siderail outer closing panels (chisel) (see Pl. 25).
12 Cut away the right-hand and left-hand end pieces of the unit remaining in the siderails (blow pipe)
(at KJ, KM and symmetrically at K'J', K'M').
Remove these end pieces. Cut the heater duct (chisel) from the right-hand end piece (the duct should be re-utilised
after reshaping if necessary. This part is not sold}.
13 Cut (chisel) the gussets (3) from the right-hand and left-hand sidemembers (see Pl. 25).
14 Raise the siderail upper closing panel
(at NL and symwmelrically at N'L').
15 Remove the wiring conduit from the left-hand siderail.
16 Remove the previously cut metal from the sidemembers
(at KJ and symmetrically at K'J').
NOTE: In ovder fo raise the body, by pivoting vound the centving pins, it is necessary to pass the lifting chain undey
the centre of the body in ovder to avoid damaging it.
17 Raise the body.
PREPARATION
18 Drill the welding points and remove (chisel) the strips of the front unit metal remaining welded to the body

(at FG and symwmeltrically at F'G')
(at AB and symmetrvically at A'B')
(at RS and symmetrically at R'S’).
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Planish the edges of the panels:
(at FG and symmetrvically at F'G')
(at AA').
Fill in the holes previously drilled (gas weld) (see paragraph 18).

Clean up (abrasive disc) the edges of the panels where welding will be effected to fit the unit.

Degrease the new unit with petrol or white spirit.

ASSEMBLY (see Pl. 24-26).

If necessary, reform the heater duct. Offer it up to the opening of the unit. Have it held by an assistant and spot
weld (spot welder).
Place the body visibly horizontal on the jig base.

Offer up the new unit on the jig base (using a hoist).
Fit the two lower fixing screws of the front half-axle (fixture MR-4234, see Pl. 17) (see Op. D 741-2) ...c.vveenn..

Offer up the two front brackets (714) of the jig base equipment to the unit, Fix them using the pins (722 and 723).
Offer up the packing (718) (see P1. 12).
Offer up the new unit in the body.

Make sure it positions correctly in relation to the body (use the jig 2631-T, see PL. 15). If need be, move the front
crossmember (712) on the jig base.

Fix the unit on the body, using clamps.

Fix the brackets (714) on the crossmember (712). Put the centring pins (728) in position in their holes (see Pl. 12)..

Flatten the edges of the panels to be welded.

Beat down the siderail panels which were previously raised

(at KLMN and symmetrically at K'L'M'N’).

NOTE: If the raised panels are torn, replace them with parts cut from steel sheet of the same thickness.

TOOLS

Fixture MR~-4234

Fixture 2631-T
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Beat down the sidemember panels

(at KJ and symmetvically at K'J').

Fix with a few points of brazing.

On each side, from the outside of the siderail, drill a few holes on the gussets (2). Fill the holes with brazing in
order to fix the gussets (see Pl. 25).

Spot weld (electric welder)
(at AA')
(at BHI and symmetrically at B'H'l')
(at AB and symmetvically at A'B')
(at IO and symmetrically at I'0').
Fix by brazing
(at FGG'F') (inside and outside the body)
(at BCD and symmeltrically at B'C'D')
(at DF and symmetvically at D'F').

Braze on each side, inside the body

(at RS and symmelrically at R'S').

Reinforce with a few points of brazing

(at AA'),
Planish and grind the welds.
Paint the parts.

Sound deaden.

TOOLS
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This operation vequives the body to be placed in a jig base.
NOTE: Take precautions to avoid, in welding, setting five to the plastic voof.

IMPORTANT: Since September 1962 the bottom corners (A) (see Pl. 20 E, fig. 1) of the front body unit have been
reinforced. To avoid inpairing the rigidity of the assembly, it is absolutely essential that the metal forming
the webs should not be gashed or cut.

Operation D 620-Cb gives the modifications that must be made to the "Fenwick'' equipment so that these bodies
can be fitted correctly on the jig base.

DISMANTLING (see Pl. 24-26).

Drill, cut and separate (chisel) the welding (on the inside or outside of the body
(at AA').

Cut the closing panel of the unit {chisel)
(at AB and svmwmetvically at A'B'),

and perpendicular to the sidemember:
(at BC and symmetrically at B'C')
(al CD and svmmetrically at C'D'),

Cut the pedal-board panel at each side (chisel)
(at RS and symmelvically al R'S').

Open up the brazing points assembling the scuttle side panels and the shelves (chisel)
(al E and symmetvically at E').

Cut the floor panel (blow pipe)
(at FGG'G').

Stop cutting at the sidemember.

Cut the floor panel the length of the sidemembers (blow pipe)
(at FD and svmmetrically at F'D’),

Remove the unit assembly {use a lifting tackle).

Open up the welding points of the siderail closing panels {chisel)
(at BHID and symmelvically at B'H'I'D'),

TOOLS
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TOOLS
9 Cut (chisel) from the sidemember and its lining the parts of the floor panel
(at FDIH and symmetvically at F'D'I'H').
Cut these parts (chisel)
(at FT and symwmetvically at F'T').
Remove them.
PREPARATION.
10 Drill the welds and remove the strips of the front unit panel remaining welded on the hody {chisel)
{at FGG'F')
(at AB and symmeitvically at A'B’)
(at RS and symmelvically at R'S’).
11 Planish the edges of the panels
(at FGG'F')
{at AA').
12 Fill in the holes previously drilled (gas weld) (see paragraph 10).
13 Clean {abrasive disc) the edges of the panels where welding will be effected, in order to fit the unit.
14 Degrease the new unit with petrol or white spirit.
ASSEMBLY (see Pl. 24-25).
15 On the new unit: remove the end pieces (4) (see Pl. 25, fig. 5 and 6). To do this, drill and cut the welds and detach
(chisel)
(at UV, WX, YZ, ZU).
16 Put the body visibly horizontal on the jig base.
Offer up the new unit on the jig base (using lifting tackle).
17 Fit the two lower fixing screws of the front half-axle (fixture MR-4234, see Pl. 17) (see Op. D 741-2) ....vvuvenn.. Fixture MR-4234
18 Offer up the two front brackets (714) of the jig base equipment on the unit. Fix them with the pins (722 and 723).

Offer up thick packing pieces (718) (see Pl. 12).
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Offer up the new unit in the body.

Make sure it positions correctly in relation to the body (use the fixture 2631-T, see PL. 15). If need be, move the
front crossmember (712) on the jig base.

Fix the unit on the body, using clamps.

Fix the brackets (714) on the crossmember (712). Put the centring pins (728) in position in their holes (see Pl. 12) ..

Flatten the edges of the panels to be welded.

Spot weld (electric welder)
(at AA’)
(at BHI and symmeltvically at B'H'I')
(at AB and symmetvically at A'B'")
(at IT and symmeltrically at I'T").
Fix by brazing:
(at FGG'F') (inside and outside the body)
(at BCD and symmetrically at B'C'D') (refill the holes made during the preparation)
(at DF and symmetrically at D'F').

Braze each side, inside the body
(at RS and symmetrically at R'S’).

Put a few points of brazing

(at AA').
Planish and grind the welds.
Paint the parts.

Sound deaden.

TOOLS

Fixture 2631-T



OPERATION No. D 741-5 : Fitling front axle arm bvackets on a front body unit

DS 19 - ID 19

Since the DS 19 and ID 19 first came out, three methods have been adopted of fixing the axle arm brackets on the
front body unit.

Case 1 (see PL. 3, fig. 2).
On vehicles produced until October 1956 the upper axle arm fixing bosses were displaced by 2 + 0.25 mm with respect
to the lower bosses.

The fifth fixing boss was displaced by 19 mm with respect to the lower bosses.

Case 2 (see Pl. 3, fig. 3).
Since October 1956 to April 1958, the position of the four lower bosses was unchanged and the displacement
remained at 2 + 0.25 mm.

On the other hand, the upper boss was displaced by 22 mm, instead of 19 mm, with respect to the lower bosses.

Case 3 (see Pl. 3, fig. 4).

Since April 1958, the four lower bosses have been in the same place (tolerance + 0.25 mm).
The fifth boss remains displaced by 22 mm.

Our Spare Parts Department no longer stocks any but axle arm brackets of the latest type.

Case 1

To fit the new brackets on bodies produced until October 1956, the spacing washer of diameter 17 x 28 mm and 3 mm
thick sold under number DS 412-62 must be fitted on the upper boss, and on the lower bosses the required
number of washers 14.5 x 28 mm in diameter and varying in thickness from 0.05 mm in 0.05 mm steps sold
under the numbers D 412-81 to D 412-81p.

Case 2
Fit only the shims D 412-81 to D 412-81p on the lower bosses.

Case 3

Since April 1958 the axle arm bracket is mounted directly on the unit without fitting shims.

TOOLS
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NOTE: These bosses ave not sold by our Spave Pavts Depaviment. Ovdey them from our Repaiv Methods Service.

These bosses ave not in a machined state.

Face the undrilled end of the four bosses.
+ 0.15

0 mm; drill and tap the other three

Drill and ream the boss with the largest outside diameter to a diameter of 16
bosses 14 mm diameter, 150 pitch.

Weld on the outside of the bosses a washer of 60 mm outside diameter 3 mm thick, having regard to the dimension
of 16 mm shown on fig. 3, Pl. 17 A.

Case 1

If the four bosses on one side of the unit have been removed, it is essential to make use of the bodywork jig base
and its equipment (see fig. 1, Pl. 17 A).

For this purpose:

a) Offer up the body (engine removed) to the jig base.

b) Offer up {on the side to be worked on) the bracket (A), the packing piece (B) and the pins (C).

c) Position the pins (C) in the bracket (A) and screw the three bosses, previously tapped, on the pins.
d} Fit the rear lower fixing screw for the half-axle (see Op. D 741-2) in the drilled boss.

e) Fix the assembly (lower screw and boss) on the bracket (A), using nut (D).

f)  Offer up the bracket (A) to the packing piece (B), engaging the bosses in the holes in the unit.
) Bring up against the outer surface of the unit the washers previously welded on the bosses.
) Pin the bracket (A), using pin (E).
j)  Secure the bracket (A) on the packing piece (B) and on the crossmember of the jig base (F').
k) Tack weld (preferably with an arc) the circumference of the washers that form a collar on the outside surface
of the unit.

Weld the bosses on the inside surface of the unit sidemember.

Disengage the bracket (A) and complete the welding of the collars of the bosses on the outside surface of the unit.
Case 2

If only one or twc bosses on the same side of the unit have been removed, it is possible to reposition them by using
the two cast templates. sold under the number 2633-T and the alignment bar sold under the number 2632-T ......

This avoids placing the body on the jig base, but it is nonetheless necessary to remove the engine.

Then proceed as described in paragraph 3.

TOOLS

Template 2633-T
Alignment bar 2632-T



OPERATION No. D 741-7 : Replacement of a front sidemember side closing panel.

DS 19 - ID 19

This opevation does not requive the body to be placed on the jig base.
REMOVAL (see Pl. 28).

Clean (with a blow pipe flame and wire brush) to uncover the welding points:
(at AB)
(at CD)
(at HI)
(at FG).
Drill and cut the welding points:
(at AB)
(at EC)
{at CD)
(at FG)
(at HI)
(at BG).

Destroy the brazing points (blow pipe) fixing the closing panel on the siderail and the lateral panel

(at EC).

Complete the separation of the closing panel {chisel). Remove the panel.

PREPARATION
Eliminate, by planishing, grinding or welding, the creases, roughnesses or splits in the separated edges.

Drill a few 6 mm holes in the closing panel, to allow it to be fixed by brazing (af HI) (facing the gusset).

ASSEMBLY (see Pl. 28).

Offer up the closing panel, engage it under the scuttle side panel and under the outer siderail closing panel

(at EC and CD).

TOOLS
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Flatten the edges of the closing panel against the siderail. Fix the panel with clamps.

Spot weld (electric welder):
(at AB)
(at EC)
(at JK) (end welder or brazing).

Fill (with brazing) the holes previously drilled:
(at HI).

Reinforce by gas welding:

(at AB)
(at BG).

Reinforce by a few points of brazing, inside and outside the body:

{at EC).
Planish and grind the welds.
Paint the parts.

Sound deaden.

TOOLS
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OPERATION No. D 741-7a : Replacement of a front unit closing panel and body siderail.

DS 19 - ID 19

This opevation does not vequive the body to be placed on the jig base.

REMOVAL (see Pl. 27).
Drill and cut:
(at AB)
(at AC)
(at BD).
Complete the separation of the panel (chisel) and remove it.
PREPARATION

Eliminate, by planishing, grinding or welding, the creases, roughnesses or splits caused by opening the welds.

Degrease the new closing panel with petrol or white spirit.

ASSEMBLY (see Pl. 27).
Offer up the closing panel and fix it with clamps.
Spot weld (spot welder):
(at AC)
(at BD)
(at AB).
Planish and grind the welds.

Paint the parts.

Sound deaden.

TOOLS
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This operation vequives the vehicle to be placed in the jig base.

REMOVAL (see Pl. 61-62).

NOTE: To fix the front of the body on the jig base, take off only the half-axles and the wings. The engine-gearbox
assembly (and the accessovies) vemain on the vehicle.

Remove the roof {see Op. D 825-1).

Chock up the body horizontally by placing between it and the jig base a crossmember resting on two stands.

Drill and cut the welding points securing the fixings for the weatherproofing of the rear doors. Remove the fixings
(chisel).

Drill and cut the welding points securing the lateral closing panels to the rear pillars:
(at AB and symmetrically at A'B')
(at HI and symmetvrically at H'I').

Complete the separation of the panels (chisel).

From inside and outside the body, drill and cut the welds assembling the quarter panels and the upper rear cross-
member of the body:

(at CDE and symmetrically at C'D'E’).

Complete the separation of the panels (chisel).

Drill and cut the welding points of the reinforcements (1) joining the pillars and the wheel arch assemblies:

(at FG and symmeirically at F'G'),

Drill and cut the welding points fixing the floor to the rear-unit crossmember and to the siderail end pieces:

(at KL).

Complete the separation of the panels (chisel).

Remove (chisel) the right-hand and left-hand jacking plates. The jacking plates have to be used again.
Vehicles produced until Octobey 1962,

Cut (chisel) the rear crossmember closing panel (2) from the rear pillars.

Mark the position of the sidemember lining, on the panels (2). Drill and cut the welds:
(at TU and symwmetrically at T'U’).

Drill and cut the welds holding the crossmember to the sidemembers:

(at VW and symmetrically at V'W').

TOOLS




60 OPERATION No. D 741-08 : Replacement of a vear body. DS 19 - ID 19
TOOLS
11 From the inside of the body, cut (chisel) the crossmember of the unit, from the siderail sidemembers.
12 Cut {chisel) the upper panel of the crossmember, from the upper panels of the sidemembers.
13 Remove the screws fixing the front brackets (714). Remove the packing pieces (718) so that the body can be pivoted
(see P1. 12).
Withdraw the elbow tube from the lifting fixture (MR-3319-30, see Pl. 4) and raise the body from the rear.
The body pivots on the front centring pins (728) . .vv v ernone. PP coos Lifting fixture
MR-3319-30
14 Complete the separation of all the panels (chisel).
Remove the rear of the body, using lifting tackle.
15 Lower the body on the jig base, and let it rest on the props described in paragraph 1.
PREPARATION
16 Eliminate by planishing, grinding or welding, the creases, roughness or splits in the separated edges.
Cut away the strips of metal remaining on the sidemembers, on the lateral panels of the rear pillars and on the
linings of the quarter panels (chisel).
17 Degrease the new parts with petrol or white spirit.
18 Fit on the new lower unit the bushes (725 and 726) of the jig base equipment. Fix by three screws and the lower nuts
(729) (see P1. 13).
ASSEMBLY (see Pl. 61-62).
19 Offer up the rear caisson lower unit between the brackets (710 and 711) and on the body bottom siderail end pieces.
Introduce the distance pieces (730 and 731). Offer up the centring dowels (727) the alignment pins and their nuts
(732 and 734) in the brackets of the suspension cylinder. Screw in the alignment pins as far as possible (see
Pl. 13).
20 Braze the crossmember of the caisson unit on the sidemembers. Make sure beforehand that the panels are flat:
(at LM and symmetrically at L'M').
21 Gas weld the floor panel, under the sidemembers:

(at LX and symmetrically at L'X').

Gas weld or braze the floor to the crossmember of the unit:

(at LK).
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Spot weld, at both sides, the crossmember on the sidemember lining

(ai UX and symmetvically at U'X').

Mark the position of the sidemember and of its lining on the panel (2). Drill a few holes in the panel (2) for fixing
and fill the holes with brazing:
(at TU, VW and symmetvically at T'U', V'W').

Offer up the rear upper unit of the body on the rear lower unit of the caisson, and engage it between the rear pillars
in the optimum position.

Put the rear door jigs in position (jigs 2635-T, see PL. 18] ..veiuieiinvinenne e serenans e ees ettt
NOTE: During this opevation, make suve that the alignment pins (732) vemain in contact with the pads (733) (see PL.13)

Offer up the lateral closing panels, the rear lower crossmember and the wheel arch closing panels by engaging these
panels under the rear shelf. Fix the parts on the two units by means of clamps.

Position the upper body unit on the lower caisson unit and hold it in position by a few points of welding on the periphery
(at NP and symwmetvically at N'P').

Offer up the roof jig (jig 2635-T, see Pl. 18) ...... ee et anseaerenaconaeneesones cev e C i eehiseseisetubasenana

Complete the welding (in spots) on the periphery of the two units:
(at NP and symmetrically at N'P').

Spot weld (end welder and spot welder) the lateral closing panels, the rear lower crossmember and the wheel arch
closing panels.

Spot weld the intermediate reinforcements (1). Braze at a few points to reinforce the fixing.

Remove the fixings (3) from the replaced unit. Reshape them if necessary and spot weld them on the new unit:

(at CS and symmetrically at C'S').

Spot weld the quarter panel linings:
(at CDE and symmetvically at C'D'E’).
Offer up the jacking plates and position them with their screw.
Spot weld them. Gas weld a strip round the upper portion to reinforce the fixing.

Vehicles produced until October 1962,

TOOLS

Jig 2635-T

Jig 2635-T
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TOOLS

34 Offer up and weld the rear sealing strip fixings for the rear doors. Spot weld them.
35 Putty (Vibradamp) the panel joints inside the boot:

(at NP and symmetrically at N'P')

(at PP’')

(at GCEY and symmetrically at G'C'E'Y’),

Putty the joints of the fixings for the weatherproofing on the rear pillars.

36 Planish and grind the welds.
37 Paint the parts.
38 Sound deaden the underside of the lower unit, the sides and the outside of the wheel arch closing panels.
39 Fit the roof (see Op. D 825-1).
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This operation requiving the body to be placed on the jig base.

REMOVAL (see Pl. 59-60).

NOTE: In ovder lo fix the front of the body on the jig base, take off only the half-axle and the wings. The engine-

gearbox assembly (and the accessories) rvemain on the car.

Remove (chisel) the right-hand and left-hand jacking plates. The jacking plates have to be used again.
Vehicles produced until October 1962,

Drill and cut the welding points of the floor, and detach (chisel) it from the crossmember:

(at AB).

Drill and cut the welding points fixing the upper crossmember of the body to the crossmember of the unit:

(at CD).

Drill and cut the welding points fixing the panel (1) on the sidemember linings:
(at EF and symmetvically at E'F’),

From inside the body, cut {chisel) the crossmember of the unit the length of the sidemembers:

(at MN and symmetrically at M'N').

Detach the crossmember upper closing panel from the sidemember panel:

(at GE and symmetrically at G'E’).

Remove the screws fixing the front brackets (714). Remove the packings (718) so as to be able to pivot the body

(see PL. 12).
Withdraw the elbow tube from the lifting fixture (MR-3319-30, see Pl. 4) and raise the body at the rear.

The body pivots on the front centring pins (728) ......... ceeaseanans Gerecconeacconsns Ceearenn cecononns

Drill and cut the welding points fixing the panel (1) on the sidemembers:
(at GH and symmetrically at G'H').
Complete the separation of the panels {chisel):
(at EF and symmetrically at E'F')
(at GH and symmetrically at G'H').
Drill and cut the welding points on the periphery of the two units:
(at KL and symmeltvically at K'L")
(at LL').
Complete the separation of the panels (chisel).

Remove the lower body unit.

TOOLS

Lifting fixture
MR-3319-30
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TOOLS
PREPARATION
11 Reshape the siderail end pieces. Eliminate by planishing, grinding or welding the creases, roughness or splits in
the welded edges.
12 Detach (chisel) the strips of metal remaining on the sidemembers:
{(at MN and symmetrvically at M'N'),
13 Degrease the new part with petrol or white spirit.
14 Fit on the new unit the bushes (725 and 726) of the jig base equipment. Fix them by the three screws and the inner
nuts (729) (see PL. 13)}.
ASSEMBLY (see Pl. 59-60).
15 Offer up the rear lower caisson unit between the brackets {710 and 711). Introduce the distance pieces (730 or 731).
Offer up the centring dowels (727), the alignment pins and their nuts (732 and 734) in the brackets of the
suspension cylinder. Screw in the alignment pins as far as possible (see Pl. 13).
16 To prevent the unit from pivoting during the lowering of the body, it is necessary to hook a chain or screw jack in
the rear rings of the unit and in the rings fixed under the brackets (710 and 711).
17 Lower the body on to the caisson unit.
18 Put a spot of brazing:
{at G, at H, at G, at H'),
and a few spots of brazing
(at AB).
19 Flatten the panels and braze the crossmember on the siderail sidemembers:
(at NM and symmetrically at N'M').
20 Gas weld the floor to the unit crossmember:
(at AB).
21 Braze the closing panels (1) on the sidemembers:
(at GH and symmetvically at G'H').
22 Spot weld the periphery of the two units:

(at KL and symmetvically at K'L')
(at LL').
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24

25

26

27

and the body lower crossmember on the unit crossmember:

(at CD).

Offer up the jacking plates and position them with their screws. Weld them. Gas weld a strip round the upper
portion to reinforce the fixing.

Vehicles produced until October 1962.
Planish and grind the welds.

Puytty (Vibradamp) the joints of the panels inside the boot:
(at KL and symmetvically at K'L').

Paint the parts.

Sound deaden the underside of the lower unit, the sides and the line of welding:

(at AB).

TOOLS
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This operation vequives the body to be placed on the jig base.
REMOVAL (see Pl. 50).

NOTE: To fix the front of the body on the jig base, vemove only the half-axles and the wings. The engine-gearbox
assembly (and the accessories) remain on the cav.

Drill and cut the welding points and detach (chisel) the upper closing panel (1) of the box:
(at ABC).

Separate the closing panel (1) from the crossmember:
(at CD).

Remove this panel.

Remove the screws fixing the front brackets (714). Remove the packing pieces (718) so as to be able to pivot the
body (see Pl. 12).
Withdraw the elbow tube from the lifting fixture (MR-3319-30, see Pl. 4).

Remove the rear centring pin (727) (see Pl. 13) from the undamaged side.

Raise the car at the rear.

The body pivots on the front centring pins (728) ........... W e e et e m e et e e s o s et e s s e

From inside the body, drill and cut the welds holding the closing panel (2) on the crossmember of the unit:

(at EF).

Cut away the panel (2) from the crossmember of the unit:

(at CE).

Cut (chisel) the crossmember of the unit:

(at CG).

Separate the closing panel (2) from the closing panel (3):
(at BH).

Remove the panel {2).

PREPARATION

Eliminate, by planishing, grinding or welding, the creases, roughness or tears in the separated edges.

TOOLS

Lifting fixture
MR-3319-30
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14

15

Fill in (by gas welding) the holes drilled in the panel (2) during removal.

NOTE: This panel is not sold by our Spave Parts Depaviment. It is thevefore necessary to use the panel again.
Should it be impossible to use the panel again, it is necessavy to veplace the caisson veav unit (see Op. D 742-1).
Make an angle piece from 0.8 mm sheet, length 170 mm, flanks 15 mm.

Spot weld it on the outside of the panel (2) (see fig. 3).
ASSEMBLY (see Pl. 50).
Offer up the panel (2) in the crossmember of the unit.
(See P1. 13). Mount the corresponding bush of the jig equipment (725 or 726) on the body. Offer it up in the closing

panel (2). Offer up the nut (729) on the bush and on the panel. Tighten the nut.

Lower the body with a lifting tackle on to the rear brackets (710 and 711) of the jig base. Offer up the packing pieces
(730 or 731) and the centring pins (727) in their holes.

If the centring pin enters the box assembly, the box is in position. If not, disengage the body from the brackets
(710 and 711), remove the nut (729) and draw back the bush (725 or 726) to disengage the closing panel (2). The
outer panel of the sidemember may be deformed. Replace the housing and fix it. Straighten the panel using the
centring pin (727) as a lever.

NOTE: Swmear the bove of the housing with chalk. The vubbing marks of the centving pin indicate the divection of the
deformation. Lowevr the body on to the brackets and offev up the cenitving pin (to check).

Raise the body and remove the bush {725 or 726).

Offer up the closing panel (2) again on the box.

Offer up the bush (725 or 726) in the two holes in the two panels of the box. Tighten the inner nut (729).

Lower the body between its rear brackets (710 and 711}. Offer up the packing pieces (730 or 731) and the centring pin
(727) in the holes.

Fill (with brazing) the holes previously drilled for removal of the panel (2) on the crossmember of the unit:
(at EF).

and on the closing panel {3):

(at BH).

Braze the closing panel (2) on the crossmember of the unit:

(at CG).

TOOLS
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TOOLS
16 Offer up the closing panel (1) on the box and fix it with a clamp. Fill the holes (with brazing):
(at AB, BC, CD, DA).
Let the panels cool.
17 Check the alignment again, using the centring pin (727).
18 Paint the unit.

19

Sound deaden.




DS 19 - ID 19 OPERATION No. D 742-4 : Replacement of the vear boot floov panel.

Op. D 742-4

69

10

11

12
13
14

This opervation does not rvequive the body to be placed on the jig base.
REMOVAL (see P1. 51).
Wedge up the vehicle at the rear to a height sufficient to give access to the underside of the unit.

Remove the trimming from inside the boot.
Mark the welds fixing the boot floor panel.

To so do, remove the sound deadening with a blow pipe, clean (with a wire brush) the periphery of the bottom of the
boot outside the body:
(at AB, BC, CD, DA).

Drill and cut the welds and detach {chisel) them from the underside of the body:
(at AB, BC, CD, DA).

Remove the boot floor panel.

PREPARATION
Eliminate by planishing, grinding or welding the creases or rents in the separated edges.
Clean the new boot floor panel with petrol or white spirit.

Clean (abrasive disc) the periphery of the boot floor on the body.
ASSEMBLY (see Pl. 51).
Offer up the boot floor panel and fix it with clamps. Flatten the panel on the sidemembers of the unit using a jack

and a piece of wood.

Spot weld (end welder) all round the periphery inside the boot:
(at AB, BC, CD, DA).

Braze at four points in the four corners of the boot floor:

(at A, at B, at C and D).

Braze at a few points {outside) on the periphery of the boot floor:

(at AB, BC, CD, DA).
Putty (Vibradamp) the joints of the panels inside the boot.
Paint the boot floor panel.

Sound deaden.

TOOLS
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TOOLS
This operation does not require the body to be placed on the jig base.
REMOVAL (see PL. 42 A).
NOTE: The crossmember under the front seats does not figure in the catalogue but can be supplied against a special
orvdev sent to our Spave Pavts Department.
1 Drill and cut the welds holding the crossmember to the body floor :
(at AB and CD).
2 Drill and cut the welds holding the crossmember to the siderail inner closing panels:
(at AEFC and symmetrically at BGHD).
3 Finish detaching with a chisel. Remove the crossmember.
PREPARATION.
4 Eliminate by planishing, grinding or welding, any creases, roughnesses or splits in the chiselled or cut edges.
5 Reshape or make good, if necessary, the floor panel (vehicles supplied until September 1962) or the edges of the floor
panels (vehicles supplied since September 1962).
6 Clean the new part with petrol or white spirit.
ASSEMBLY (see Pl. 42 A).
7 Offer up the new crossmember in the place of the one removed.
8 Hold the crossmember in place with a few spots of brazing.
9 Spot weld {end welder):
(at AB)
(at DC)
(at AEFC and symmetvically at BGHD).
10 Planish and grind the welds.
11 Paint the parts.

12

Sound deaden.
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TOOLS
This operation does not rvequive the use of the jig base.
Our Spare Parts Service supplies this heel board against special order only.
REMOVAL (see Pl. 62 A).
1 Mark, drill and detach (chisel) the joining edges of the heel board.
a) At the interior closing panel of the bottom body siderail:
(at AB and symmetrically at A'B’).
b) Under the body, at the interior closing panels of the bottom body siderail:
(at BC and symmetrically at B'C’).
c¢) Under the body at the intermediate panels of the bottom body siderail:
(at DE and symmeltrically at D'E’).
d) Under the body on the front floor board:
(at DD').
e) Under the body on the rear chassis crossmember:
(at CC').
2 Remove the petrol tank heel board.
PREPARATION.
3 Remove by planishing, grinding or welding the distortion, jagged edges or splits at the cut or unwelded edges.
FITTING (see Pl. 62 A).
4 Offer up the heel board under the body. Insert it between the floor and rear chassis crossmember. Follow the
measurement £ = 500 mm.
Place the joining edges under the intermediate panels, and the inner closing panel of the body siderails.
5 Place the side edges (AB and A'B'Jon the inner closing panels of the body siderails.
6 Hold in place with clamps. Bring the joining surfaces in contact. To suppert the parts in this work, it is advisable
to use 2 "U'" shaped iron pieces (open end towards the ground af EE’ and DD'). These "U' pieces should be held
up by jacks or props.
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Spot weld {end welder) the joining faces of the heel board.

a) On the interior closing panel of the lower body siderail:

(at AB and symmetrically at A'B').

b) On the joining faces of the floor board:
(at DD’).

¢} On the joining faces at the rear chassis crossmember:

(at EE’).
d) Under the body at the joining faces of the inner bottom body siderail closing panels:
(at BC and symmetvically at B'C').

with spot welder

e) The joining faces of the intermediate bottom siderail panels:

(at DE and symmetvically at D'E').
Planish and grind the welds.

Paint the parts.

Sound deaden and apply mastic weatherproofing compound.

TOOLS
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We allow the following conversions to the various Break vehicles.
FROM COMMERCIAL TO BREAK LUXE.

To carry out this conversion, it is necessary:

a) To order from our Spare Parts Service:
2 fixed board brackets ....... e e e s e
2 hinges {female) for removable rear board ...sovveesonns
2 fixed rear boards ....oviiiieiiir oo anson
2 trimmings for removable board ....cccvveeeerooaonn .

2 movable rear boards ......0000 . G h s s esererecaesaans

) o Y= - S N

2 board retaining studs ...t iorsiiccnaanaaoorosan Cees

2 flap seats with boards ......0iiviiirvnerininsrocsnns
4 board rubbers ............ creriseersenas e es e s es e
1 cheese-head screw, 5 x 12, for fixing stop «..oovooes s
4 countersunk screws, 5 x 14, for fixing hinges .........
20 hexagon-head screws for fixing hinge plate and board .

b) To discard the following parts on the vehicle to be converted.

2 rear board hinge pins .....00000... et iecceoer e naeo

e

a5 e .
® 8 e e
8000

e 00

PR

2 rear board hinges (female) ..ovevrovsenransassososnsossssons

2 rear board hinges (male) ..ovoeorssnsereenroonnsnsens
lrear board c.oeovoroccocosssosssosonosasnosossosnocss

All these parts are fixed by screws.
BREAK CONFORT TO BREAK LUXE

To carry out this conversion, it is necessary:
a) To order from our Spare Parts Service:

e s e

1 intermediate board (between floor and flap seat.covceuurensasns

supporting cross piece for cushion hinge ....cce0rvnen.
left side finishing panel ......c.00vevvecannas N
right side finishing panel «...c.0cvevecosvosornvnnaenss

k= N b e e

o .

cushion board stop +vcvvevvecosroosstsocscsossoseosesss
rubber StOPS sesvssvsransavecss e sesan et s en et eussons
removable rear seat back board ...vevvevosccscortosortensnons
hinge StOP . ocvvie v vusrcososvososseoosssssssssesosonooscess
support spring for removable board ..ccievsoee cresnsrsocrns

1l support spring for removable board ..:.ceveecvcvvssscovcnses
2 rear bench back fasteners .....ccvoveeciverscccsssorssarssans
As required - fastener shims (2 mm) .oesvsseosoessassns
As required - fasteners shim (1 mm) ..o iorcrrrsoreoooscnssossnss
2female hinges ...ooeceocsessossoseoncossnsoresocssoosasssasasesonosnssss

L]

ce e

LRI

o 56000 s
R e

“ o w0 s e 0
EEE R

s 0000

s 0 e0c e

260000

¢ e 02000 800 e b0y

.....

° 8 o % o

©coeo s e

DB 744-35
DB 744-139
DB 744-37
DB 989-97
DB 744-36
DB 744-176
613-164
DB 935-1
DB 744-179
124-S 30
155-8 30
621,062

DC 744-103
DC 744-143
DC 744-138
DC 744-34

DB 744-41
DB 744-39
DB 744-166
DB 744-166a
DB 744-38
A 615-84
DB 744-49
H 844-93a
DB 744-104
DB 744-47
DB 863-12
DB 863-61
DB 863-6la
H 844-101

TOOLS
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1 removable rear cushionboard ............ e et s sttt cessasensns
2 cushion fixing pins ..... ... ... N crecseseacenaons ettt et
1 added cushion frame ..eecvsevencncrnceace e s ie e ss s et e e e e it e
1 padded squab frame ....... Cetreeeaananne et cesscceseesassaee et e saeneaes
4 countersunk screws, 5 x 15, for hinge ..coovervans.n et e tesreceer e asas s aenes
8 raised countersunk head screws, 4.85 x 16, for StODP +.evvvrererrereernreonenann
17 raised countersunk head screws, 5 x 20, for seat back board and cushion ........
1 cheese-head screw, 5 x 16, for spring StOP «.ievvrerevnroarosssoseosocsaneeasss
17 shakeproof washers, 5.2, for screws for seat back board and cushion «...ceves..
2 rubber buffer stops ......c.... et s essoEs st en et et res e e ne s 0 s a0 e ban
4 washers, 7.5 x 30, for siderail board bracket ...veeeeeues seseseneneresuraanens
14 washers, 5.25 x 15 x 1.5, for intermediate board and fasteners .......eceeoaees

b) Discard the following parts of the vehicle being converted:
the intermediate board (between floor and flap seat);
the squab supporting crosspiece;
the seat;
the squab.
All these parts are fixed by screws.

BREAK TO AMBULANCE.
To achieve this conversion, it is necessary:

a) To bolt on board support crosspiece DB 744-39:
2female NINGES . i.vttieiiieoeererentercesonansncscoseanns teesesestaon oo
2 male hinges ..ve.ivieieieioresoensnonnas et eeecncasenaeaocanooscbon oo ons

b) Weld, on the intermediate board DB 744-41a, a tapped plate for fixing the strut.

c) Order from our Spare Parts Service:

1 board for removable rear seat squab, left-hand side..... ctseesennrsescens ceeros
1 board for removable rear seat cushion, right-hand side o.cvcevoiniiinennennanss
1 removable cushion board, left-hand side ......... Ceecseaneanas tecesicsevecens

1 removable board for rear seat squab, right-hand side ............ ... v, .
1 padded squab frame, right-hand side ........ Ceesereesasn cresesoa creseasons s
1 padded squab frame, left-hand side ......... cecisee s et eeasaeseaas s an .
1 padded cushion frame, right-hand side soiiieieniene it eneerenenannnoenas
1 padded cushion frame, left-hand side cevieeectennooveneennnn creracesucon cecens
1 rear seat back strut, right-hand side ........ Ce s s G eseeesesesenocrous 0o e
2 strut securing studs . ..... it iii it ans ereoese eerecesas becsconsen

b) Discard the rear hench on the vehicle being converted.

DB 744-48
DB 923-120
DB 923-10
DB 923-5
155-5 30
2.508-5S
2.510-S
2.548-S 30
3.234-8
233.400
619.067
619.133

H 844-01
H 844-63

DA 744-15
DA 744-16
DA 744-19
DA 744-24
DA 932-35
DA 932-36
DA 932-44
DA 932-45
DA 932-52
DS 932-9a

NOTE: To mount the stretchey and its vails, it is necessary to approach a specialist, who will ensure that it is

corvectly fitted.

TOOLS
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TOOLS
4 AMBULANCE TO BREAK LUXE.

To achieve this conversion, it is necessary:

a) To order from our Spare Parts Service:
2 fixed board supports ........ e e e o e s e eccevene s s e s s eesncesassor s s ceesoa DB 744-35
2 female hinges for removable back board ...................................... . DB 744-139
2 fixed back boards .o.veveen.s e et eieees e estes oo be st ene crecessosases DB 744-37
2 removable board trimmings ........ . .0 il e ceeenen e an e e s ececesoce s DB 989-97
2 movable back boards ....e.00.0 . - e essener e oo s s e ea e DB 744-36
2 rubbers ...... i e e e sce s ceusessat a0t eeseatsantoas e . DB 744-176
2 board retaining STUAS . .veieeeereorooninsreionronsooraeosnssnns .o ceven e 613-164
2 flap seats with board ... .cievoviao s essesvs e et s eransas ssreeereneasoses e DB 935-1
4 board rubbers ..... et receseseancanane e Che et ceesesess et as e DB 744-179
1 cheese-head screw, 5 X 12, fOr StOP i escenscsossnosaonsoscrsnsaasnnansss . . 124-S 30
4 countersunk screws, 5 x 15, forhinge ...ecuvitiiionceereosnncoonsnosonscanan 155-5 30
20 hexagon head screws, 5 x 14, for hinge and board ...c.ivoieviieroorcnsccacsns 621.062

b} To discard:
the back board and its hinges on the vehicle to be converted.

All these parts are fixed by screws.

5 BREAK LUXE TO BREAK CONFORT WITH FIXED REAR SEAT.

To make this conversion, it is necessary:

A) To order from our Spare Parts Service.

a) If two separate front seats are fitted (DS type Berlines).

For vehicles produced between July 1960 and June 1963:
l left side front seat complete, without upholstery ....oseerveresceresssevesssssnse DS 932-011
1 right side front seat complete, without upholstery .o.coveveviiivvinssesenseseass DS 932-01la
1 set of replacement loose covers (as sample) «.ceveenooreanennen . seeceacasces DD 984-100a
2 left-hand front seat supports .....coou.. s o secssosseen et oc e s as e s ee seeseresss DM 922-118
2 right-hand front seat SUPPOTES covsescocovonsovansnoersssossssooencsososossssosas DM 922-118a

For vehicles produced since June 1963 and equipped with double action front seat locking system.
1 left side front seat complete, without upholstery ....ececeensesocssesscscsnseesrs DS 932-01lDb
1 right side front seat without upholstery .....oc.cccecacn. . cesrasserssassssss DS 932-0llc
1 replacement set of loose covers (as PatteTn) cvveerrercrorroonoeronscosansnsonns D 984-.00a
2 left side front seat supports cccaeoeo s esesessesasaseassasesssrorssercncssnsseas DS 932-153
2 right-hand front seat supports «..c.oceoesananes ecscscresecscascncnsasessssss DS 932-153a




76

OPERATION No. DB 744-2 : Convevsions to vear boards.

ID 19

- BREAK

b) If a "Break Family Type' bench seat is being fitted, the "Break luxe'' slides can be used:

1 front bench seat frame ........ et e chieerenraasnene feesrroc s en o
3 front bench seat supports ........ L Ceeisertsessana
1l front bench seat cushion trimming ........... e et e e
1 front bench seat squab trimming ..e.oeeeeeivann cereee e e oo
¢) In all cases:
1 intermediate board (between floor and flap Seat) +veeevesvsevnsneess ereseeeaen
1 squab supporting crosspiece .e...eeeeveeieensonsas veseeen e Cesevenan s .o
1 padded spring case {s€at) «v.veieuvroncronsoernocans et encerenseea et e
1 padded spring case (squab) ...ceven.n.
2 lateral squab top fixing hooks ......ceveuiinrens e resescessesvs e e
1 central squab top fixing hook . .ueiininnn it iinerssonsnenononnensonanasnns
1 seat squab closing panel ......... Cerec e ceeeeen et etecee e
1 closing panel between rear crossmember and seat squab, left-hand .............
1 closing panel between rear crossmember and seat squab, right-hand ........
l rear seat squabarm rest .......iivnnn csesere s cee st aecerenannsnaens
10 hexagon head screws, 5 x 16, for fixing intermediate board to body ........ oves

10 washers, 5.25 x 15 x 1.5, for screws fixing intermediate board to body ......
4 hexagon head screws, 5 x 16, for fixing rear squab supporting crosspiece on

wheel arches ......... G et acasesrssesssetve e s et nsoaren et e es s
4 spring washers, 5.2 x 9.4, for fixing rear squab supporting crosspiece on
wheel arches ... e e s e seesesesssen sttt e aaasan

4 hexagon nuts, 5 x 75, for f1x1ng rear squab supporting crosspiece on wheel arches
d) Discard the following parts on the "Break luxe"

Where two separate seats (DS Berline type) are being fitted:

1 front bench seat (''Luxe'' type) complete, its movable slides and its supports.

e) Where a '"Family Type'' bench seat is being fitted, discard:

1 front bench seat ('"Luxe'’ type) complete, preserve the slides on vehicles produced since September 1962.

f) In all cases:
1 intermediate board (between floor and flap Seats) . veusevvonrsorocencennesen RN
1 supporting crossmember for cushion hinging ....ccceeiiieracenens
1 left side finishing panel ...... .., e sacasreaae s s eseanaean
1 right side finishing panel ........ seecseocrecsootans
1l cushion board stOP «vvecevincasonoans o e s e s s et evesas e e e e ns st s e an e s a0
2 rubber stops ...... . 0.0 PP e cesenesecnonen e e et sses e
1 removable rear squab board ......... cesescsssaacrens cees e e ne s e e
Ll hinge StOP «cvoosveccoseensena R R R seeerasaiiroraaooe
l removable board support SPTINgG e ceooesvososcoccononsn e s e everesssenan
1 removable board support SPring seeevesecuseacrtarnoososasossoosas ceceeaecaans
2 rear bench squab fastENeTsS . .csoesseeesesscsecsncetsantooesossosessssonscss

DS 922-62
DF 922-118a
DS 922-53
DS 922-58

DB 744-41
DB 923-20
DS 923-10
DM 923-5c¢
DM 923-128a
DM 923-135a
DB 923-97
DB 923-130
DB 923-130a
DS 941-82a
624.072
619.133

621.072

2.334-S
2,319-8

DB 744-41
DB 744-39
DB 744-166
DB 744-166a
DB 744-38
A 615-84
DB 744-49
H 844-93a
DB 744-104
DB 744-47
DB 863-12

TOOLS
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All these parts are simply fixed with screws.

6 BREAK CONFORT (collapsible rear seat) TO BREAK CONFORT (fixed rear seat).
To make this conversion, it is necessary:

A) To order from our Spare Parts Service:

All these parts are simply fixed by screws.

7 BREAK CONFORT (fixed rear seat) TO BREAK CONFORT (rear seat collapsible).
To make this conversion, it is necessary:

a) To replace the rear seat squab spring cases to allow the folding rear seat to tip up.
have a deeper base, so that they can absorb the folding movement of the rear seat.

Fastener shims (2 mm) ...vevevennnn.. PN cetetscaacissssscrsosessssss DB 863-61
Fastener shims (1 MM) ottt ienroaneeroassenoscansas eesesseeeseses DB 863-6la
2 female hinges ...ccoeeeveenaces B T T T T e e escesreen e H 844-101
1 removable rear cushion board ..... ceevaaen T DB 744-48
2 cushion fixing PifNs e v et ineesosrosscossscsssasssstscsassesss DB 923-120
1 padded spring case (CUShION) seevurerersceronensannonnaneoanss e eiiienaeas .. DBO923-10
1 padded spring case (squab) c.eeerveeencanns cesesevesraran e coesbeossnensasne DB 923-5

2 Tubber buffer SLOPS . ecoserssrvsosasssssscnascnsasanccsasossssson 233,400

1 centre arm rest for padded squab ........ et esesenns DS 941-82a
2 flexible bushes for positioning cushion «c..vevvoaes.. coeanen seemssereeaeeens N D 923-90a
1 padded rear squab spring case .....0c000. Cres e ce e eeteeserssscaarssens DM 923-5¢
1 padded rear cushion spring case ...ceovcsessoscscacsssness Cehesennane ceesenn DS 923-10
2 side hooks for fixing squab .......... Cecsesaentearesecosaesavsaresssssessess DM923-128a
1 centre hook for fixing squab ............ ceaeen e se e e e . DM 923-135a
1 squab closing panel ...... e teressesnecsenneeoaconn Ceeseeesrrescenose e anse DB 923-97
1 closing panel between rear crossmember and squab (left side) eueevureracnece... DB 923-130
1 closing panel between rear crossmember and squab (right side) ......c.0v.v. ... DB 923-130a
1 squab supporting crossmember ....... e e Ceeeeabeeaasaanaan DB 923-20
2 cheese-head screws, 5 x40, for cushion ...s.tseevvoecesesvoccens 135-8

B) Discard the following parts of the "Break confort with collapsible rear seat':
1 padded rear squab spring case ......oesieuvaes et osesesas e s aee e a et nen e DB 923-5¢
1 padded rear cushion spring case .«..csvtoroscescen et atseeacean e covs DB 923-10b
1 removable panel forming cushion base, 35 mm buffer bracket ......... et DB 744-48b
9 raised countersunk headed screws, 5 x 20, for fixing board .......cicvevieanen. 2.510-5 30

These spring cases

TOOLS
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OPERATION No. DB 744-2 : Convevsions to vear boards.

ID 19

- BREAK

b) To order from our Spare Parts Service:

2 padded squab spring cases ..c.o.5.0 e e s ssesesevescsc et e o a0 a0 . . e
1 padded rear squab spring Case ...scectcoscocssocsacaos sesevosen e
1 padded rear cushion Spring case ....cecooecesescsscans e eareceseessaa e sons
1 removable board forming cushion base, 35 mm buffer bracket .............00.
9 raised countersunk headed screws, 5 x 20, for fixing board ..... e sene oo

c¢) Discard the following parts on the "Break confort with fixed rear seat':

central squab arm rest with padding ...cecvveee

flexible bushes for positioning cushion .........
padded rear squab spring case c.cosescorcoaaan

padded rear cushion spring case ...ccecesen . oo
side hooks for fixing squab...... e e ceee
central hook for fixing squab ...... cireen vesen
squab closing panel ...... et eessecocenesos o

ot et bl e e DN e = = DN =

squab supporting crossmember ... 0.
cheese headed screws, 5 x 40, for fixing cushion

[\ S]

All these parts are simply fixed by screws.

central squab arm rest with padding ...c.oc000e..

padded rear squab spring Ccase ...cievectancsoss

© 4080808 s as e B e s oo e 089 080

closing panel between rear crossmember and squab (left side) evviveeveeerernns
closing panel between rear crossmember and squab (right side) .....ocinvivnen.

..............................

DB 932-90
DB 923-5¢
DB 923-10b
DB 744-48b
2.510-5 30

DS 941-82
DS 941-82a
D 923-90a
DB 923-5a
DM 923-5c¢
DS 923-10
DM 923-128a
DM 923-135a
DB 923-97
DB 923-130
DB 923-130a
DB 923-20
135-8

TOOLS
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This operation does not vequive the body to be placed on the jig base.

REMOVAL (see Pl. 58).
Remove the roof (see Op. D 825-1).
Prop up the body horizontally with two stands.

Drill and cut the welds fixing the quarter panels:

(at ABC and symmetrically at A'B'C’).

Detach (chisel) the linings of the quarter panel from the rear upper crossmember, from inside the body:
(at AB and symmetrically at A'B’).

from outside, the upper gussets:

(at BC and symmetvically at B'C’').

Drill and cut the welds and detach the intermediate reinforcements (1) from the wheel arches and the upper cross-
member only.

Drill and cut the welds and detach the wheel arch panel from the closing panels:
(at EF and symwmeltrically at E'F').

Drill and cut the welds and detach the front wheel arch closing panels from the rear shelf:

(at G).

Drill and cut the weld and detach the two units round the outside:
(at FH and symwmetrically at F'H')
(at HH').

Detach the wheel arch panel from the lower body crossmember:

(at L and symmeivically at L'),

Disengage the unit from the body and remove it using lifting tackle.
PREPARATION
Eliminate by planishing, grinding and welding the creases, roughness or splits in the cut-away edges.

Degrease the new part with petrol or white spirit.

TOOLS
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80 OPERATION No. D 800-1 : Replacement of a vear body unit.
TOOLS
ASSEMBLY (see Pl. 58).
13 Offer up the rear body unit, on the caisson unit (use lifting tackle). Engage it between the rear pillars and the wheel
arch closing panels.
Position it.
Offer up the rear door and roof jigs (jigs 2635-T, see Pl. 18) cvvvvivricnanacan ceeecsnan cecevaaccacsosons Cereaen Jigs 2635-T
14 Spot weld the periphery of the two units:
(at FH and symmetrically at F'H')
(at HH').
15 Flatten thewheel arch panels on their closing panels and spot weld them:
(at EF and symmetrically at E'F').
16 Reshape the reinforcements (1) if necessary. Then spot weld on the upper crossmember and on the wheel arch panels.
Braze a few points to reinforce the fixing:
(at A and symmeltrically at A°').
17 Remove the fixings (2) from the replaced unit. Reshape them if necessary and spot weld them on the new unit.
18 Spot weld the quarter panel linings and the siderail extensions, on the rear upper crossmember:
(at ABC and symmetrically at A'B'C’).
19 Planish and grind the welds.
20 Putty (Vibradamp) the joints of the panels inside the boot, and on the periphery of the quarter panel surrounds outside.
21 Paint the parts.
22 Sound deaden.
23 Fit the roof (see Op. D 825-1).
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This vemoval does not vequive the body to be placed on the jig base.
REMOVAL (see Pl. 38).
Put the vehicle on a level surface. Wedge the front and rear at the same height.
Remove the roof (see Op. D 825-1).
Remove the weatherstrips from the front and rear doors (on the side to be worked on}.
Remove the trimming from the lower body siderail (see Op. D 981-2).

Place under the body longitudinally and on the side of the siderail to be repaired a "U" shaped beam (flanks towards
the bottom). Hold the beam with a screw jack to avoid damaging the body.

Remove the anchor stud of the change wheel stand.

Drill and cut the welds and separate (chisel) the floor from the sidemember lining (4).
(along D, see section XY),
(at AB).

Cut the sealing strips on the roof siderail for a length of about 80 mm on each side of the centre pillar fixing.
Remove the cut portions.

Drill and cut the welds and separate the centre pillar from the roof siderail.

Drill and cut the welds and separate the caisson crossmember (1) from the sidemember (3) and the heel board (2)
from the sidemember (3} (see section XY).

Cut (hacksaw) the damaged part of the siderail;
fat AA' and BB').
Stop cutting at floor level:
{at CC'), (see section XY).
Separate (chisel} the sidemember (3) from the body floor:

(at AB, along E} (see section XY).

Terminate the cutting of the sidemember (3) at the floor:

(at AA' and BB').

Remove the siderail assembly and centre pillar.

TOOLS
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82 OPERATION No. D 810-1: Replacement of a lower body sidevail and cenire pillar.
TOOLS
PREPARATION
13 Eliminate by planishing, grinding or welding the folds or splits of the separated edges.
14 Recover the rear seat positioning cup located on the sidemember removed. Recover the support tube for the anchor
stud of the change wheel stand.
15 Clean the new parts with petrol or white spirit.
ASSEMBLY (see Pl. 38).
16 Cut the new sidemember as required following the cuts:
(at AA' and BB’).
Offer up the change wheel anchor stud support tube in its passage on the sidemember and weld it in position (gas weld).
17 Offer up the sidemember (3) on the body floor. Flatten it on the caisson crossmember (1) and on the heelboard (2).
Fix the assembly with clamps.
18 Spot weld the sidemember (3) on the caisson crossmember (1) and on the heelboard (2).
Gas weld the sidemember:
(at AA' and BB').
19 Offer up and spot weld the rear seat positioning cup on the sidemember upper panel. (This part is sold by our Spare
Parts Service under No. D 923-92).
20 Cut the new sidemember lining (4) 40 to 50 mm longer at each end that the length cut when removing. Offer up the
lining (4) by engaging the cut for the gusset on it and on the tube of the anchor stud. The panel should cover
the remaining edges. Fix the lining with clamps.
21 Spot weld the ends of the lining (4):
(at AA' and BB').
22 Gas weld the anchor stud support tube and the anchor stud on the lining of the sidemember.
Spot weld the centre gusset on the upper portion of the sidemember (3) and on the lining of the sidemember (4).
23 Cut the new siderail closing panel (5) as required, following the cuts:

(at AA" and BB').
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TOOLS
24 Offer up the closing panel {5) on the siderail, fix it by clamps and gas weld it:
(at AA’ and BB').
25 Offer up the centre pillar on the body and fix it with clamps. Offer up the door opening jigs (jigs 2635-T, see Pl. 18),
to position the centre pillar.
Spot weld the centre pillar on the roof siderail and on the siderail outer panel (B) vt iveinrneiniiananen ceerneae Jigs 2635-T
26 Spot weld the siderail outer panel (5) on the sidemember (3):
(at HH').
27 Offer up the centre pillar reinforcement (6) and braze it on the pillar, the sidemember and the closing panel (5).
Put a few spots of brazing between the centre pillar and the roof siderail (inside the body).
28 Offer up and weld on the roof siderail the two parts of the sealing strip fixings cut when dismantling.
Offer up the fixings on the centre pillar. Spot weld them on the pillar and on the outside panel (5).
29 Spot weld the sidemember lining on the body floor:
(along D, see section XY),
(at AB).
30 Planish and grind the welds.
31 Paint the parts.
32 Trim the bottom body siderail (see Op. D 981-2).

33

Sound deaden.
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84 OPERATION No. D 810-1a : a sidemember lining and a centre pillar. DS 19 - ID 19
TOOLS
This opevation does not requive the body to be placed on the jig base.
REMOVAL (see PL. 39-40).
1 Put the car on a level surface. Wedge up the front and the rear to the same height.
2 Remove the roof (see Op. D 825-1).
3 Remove the weatherstrips for the front and rear doors (at the side to be worked on).
4 Remove the trimming from the lower body siderail (see Op. D 981-2).
Place under the body longitudinally and on the side of the siderail to be repaired a "U" shaped beam (flanks towards
the bottom). Hold the beam with a screw jack to avoid deforming the body.
6 Remove the anchor stud of the change wheel stand.
7 Drill and cut the welds and separate (chisel) the floor from the sidemember lining (4):
(along D, see section XY)
(at AB).
8 Cut the sealing strips on the roof siderail for a length of approximately 80 mm on each side of the centre pillar
fixing. Remove the cut portions.
9 Drill and cut the welds and separate the centre pillar from the roof siderail.
10 In the area of the part to be replaced:
(at AF, EB).
Scribe a line approximately 30 mm from the inside edge of the sidemember:
(at EF).
11 Cut (chisel) the sidemember lining (4) and the exterior closing panel (5):
(at AF and BE).
Stop cutting at floor level:
(at CC’, see section XY).
12 Cut (chisel) the sidemmember upper panel:

(at EF).

Remove the centre pillar and siderail assembly.
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At each end of the lining (4):
(at R and at S).

Scribe a cutting line 150 mm from these ends:

(at G and at K).

Cut (chisel):
(al EKL and at FGM)
(at LN and at MP).

Do not cut the ends of the sidemember lining.

Drill, cut and separate {chisel) the linings of the sidemember:

(at RK and at SG).
Remove the cut portions.

If the sidemember is to be reshaped, drill, cut and separate (chisel) the pillar gusset. Avoid damaging the gusset
(this gusset is not sold alone by our Spare Parts Department). It is sold welded on the sidemember).

PREPARATION.

Eliminate by planishing, grinding or welding the folds or splits of the separated edges.

NOTE: In the case of deformation of the caisson crossmembey (7) make an opening in the sidemember panel (3)
level with the crossmember (7) to allow a dolly to enter.
After removing the denis from the crossmember, close the opening made, by welding.

Take the dimensions of the sidemember upper panel:

(at MTUL).

Take them from the undamaged sidemember.

Scribe the contour MTUL on a sheet (8) (see section WZ). Cut the sheet (metal shears) leaving an additional strip
10 mm wide on each long side to form an edge:

(at TU and at ML).

Bend the two edges at right angles:
(at TU and at ML, see section WZ).

Mark and drill in the panel (8) the 9 mm diameter hole (6) and the rear seat positioning hole.

TOOLS
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OPERATION No. D 810-1a : a stdemember lining and a centve pillar.
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TOOLS
22 Recover the rear seat positioning cup from the old sidemember panel. (This part is sold by our Spare Parts
Service under the number D 923-92).
23 Degrease the new parts with petrol or white spirit.
ASSEMBLY (see Pl. 39, 40).
24 Offer up the panel (8) previously prepared (in paragraphs 19 and 20) on the siderail. Fix it at the rear by two screws
fitted in the holes (6).
25 Weld the panel (8) (spot welder):
(at TU)
(at GK)
(at RK)
(at SG).
Offer up the centre gusset on the sidemember (3) (if this has been removed). Spot weld it or drill holes in the
sidemember in order to fix by brazing.
26 Gas weld:
(at KL)
(at GM).
27 Offer up the rear seat positioning cup on the sidemember (3) and weld it.
28 Reshape if necessary, the two reinforcing gussets situated on the sidemember (3) in the extension of the caisson
crossmember {7) and spot weld. Reinforce by brazing.
29 Cut the new sidemember lining (4), 40 to 50 mm longer at each end, than the length cut when removing:
(at AF and at BE}).
30 Offer up the lining (4), engaging the cut out for the gusset on the gusset and on the tube of the anchor stud. The panel
should recover the remaining edges. Hold the lining in position with clamps.
31 Spot weld the ends of the lining (4):
(at AS)
(at BR).
32 Gas weld the anchor stud support tube and the anchor stud on the lining of the sidemember.

Spot weld the centre pillar gusset on the upper portion of the sidemember (3) and on the lining of the sidemember (4).
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Cut the new siderail closing panel (5) as required according to the distance between the cuts:

(at PM and NL).

Offer up the closing panel (5) on the siderail, fix it with clamps and gas weld it:
(at PM and NL).

Offer up the centre pillar on the body and fix it with clamps. Offer up the door opening jigs (jigs 2635-T, see Pl. 18)
in order to position the centre pillar.

Weld the centre pillar on the roof siderail and on the siderail outer panel (5) ..c.vosuacssss ceserocnananeaan e
Spot weld the closing panel (5) on the sidemember upper panel (8):

(along V, section WZ)

(at ML).

Offer up the centre pillar reinforcement (1} and braze it on the pillar, the sidemember and the closing panel (5).

Put a few spots of brazing between the centre pillar and the roof siderail (inside the body).

Offer up the two parts of the fixings for the sealing strips cut during dismantling and weld them on the siderail.

Offer up the fixings on the centre pillar. Spot weld them on the pillar and on the outside panel {5).
Spot weld the sidemember lining on the body floor:
(along D, see section XY)
(at AB).
Planish and grind the welds.
Paint the parts.

Trim the bottom body siderail (see Op. D 981-2).

Sound deaden.

TOOLS

Jigs 2635-T
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Repairing bottom body siderails
OPERATION No. D 810-3 : (vehicles issued until September 1962).

DS 19 - ID 19

This operation does not requive the use of the jig base.

Since September 1962 the bottom body siderails have been reinforced.

This routine applies only to vehicles issued before that date.

According to the state of the siderail panels, it is possible to apply one of the following solutions.
In each case, it is necessary:

To strip the bottom body siderails (felt, hydraulic piping, manual height control, fuel pipe).

Ist SOLUTION - Reinforcement of the front part of the centre unit sidemembers (see Pl. 40D).

Make up in 1.5 mm sheet steel, 2 parts (one for the left side and one for the right side) as indicated in fig. 1 and
fig. 2.

Drill several 10 mm holes distributed over the panel. (These holes will serve to fix the reinforcement by brazing
on to the existing panel).

Offer up the panel by setting it on the pedal boards and foot board.

Spot weld (end welder) and run brazing metal into the holes previously drilled to fix the reinforcement on the vertical
sides and top of the sidemember.

Spot weld (end welder) or braze the turned edges of the reinforcement on the sidemember and floor.

2nd SOLUTION - Reinforcement of linings of the centre crossmember (see Pl. 40C).

Make up, in 1.5 mm sheet steel, 2 parts as shown in fig. 2.

Drill several 10 mm holes, spaced on the panel as indicated in fig. 1. (These holes will serve to fix the
reinforcement by brazing to the existing panel).

Offer up the panel as shown in fig. 1, centring it with respect to the centre gusset.
Spot weld the reinforcement on the sidemember (at "a' and 'b'' - see section BB) and run brazing metal in the

holes previously drilled to fix the panel on the vertical side of the sidemember. Spot weld or braze the turned
edges of the reinforcement on the gusset under the centre pillar.

TOOLS
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3rd SOLUTION - Reinforcement of the centre unit sidemembers (see Pl. 40 E).

Make up in 1 mm sheet metal, 2 parts as shown in fig. 3.

Drill several 10 mm holes in this panel (as shown in fig. 1}. (These holes are for fixing to the sidemember).

Drill and cut the welds and separate (chisel) the crossmember under the front seats:
(along DD' and symmeltrvically).

Detach the heel board in the same way:
(along EE' and symmelrically).

Introduce the reinforcing panel between the sidemember and the crossmember under the front seats on the one hand
and the heel board on the other.

Lower it by tapping lightly with a mallet until it lies perfectly flat on the floor.

Spot weld the reinforcement on the top of the sidemember (see section CC) and run brazing metal in the holes
previously drilled to fix the reinforcement on the vertical flange of the sidemember.

Braze the reinforcement also to the floor (along GG, see fig. 2).

Spot weld (end welder) or braze the joining faces of the crossmember under the front seats (on the reinforcement):

(at DD' and symmeltrically).
also the heel board on the reinforcement:
(at EE' and symmetrically).

Planish the panels lightly, if required.

After repair, stick on the felt trimming. Fit the hydraulic pipe assembly, the mechanical controls and the petrol
pipe.

4th SOLUTION - Reinforcement of the linings and the sidemembers of the centre unit.

If the siderail has badly deteriorated, double reinforcements can be carried out as indicated above.

TOOLS
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Replacement of part of the voof siderail,
OPERATION No. D 810-4 : pillars and quartev panel lining.

DS 19 - ID 19

i0

This operation does not requive the body to be placed on the jig base.

REMOVAL (see Pl. 41, 42).
Remove the roof (see Op. D 825-1).

Drill and cut the spot welding and separate (chisel) the quarter panel lining:
(at AB, BC, CD, DA).

Remove the panel.

Separate (chisel) the rear pillar from the roof siderail:

(at A).

Cut (hacksaw) the roof siderail in the middle of the windscreen opening:

(at EE'").

Drill and cut the spot welding and separate (chisel) the upper front body pillar from the lower pillar:
(at F) (see Op. D 812-1).

Drill and cut the spot welding and separate (chisel) the centre pillar from the bottom body siderail:
(at G).

Remove the assembly of siderail and pillars.

PREPARATION.
Eliminate by planishing, grinding or welding the folds, roughness or splits from the cut or chiselled edges.
Reshape the upper part of the rear pillar.

Degrease the new parts with petrol or white spirit.

ASSEMBLY (see Pl. 41, 42).

Offer up the outer closing panel (4) of the upper front pillar and fit it in the lower pillar:
(see section HH').

Offer up the front door opening jig (jig 2635-T, see Pl. 18) and fit it on the lower front pillar with clamps.

TOOLS
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Fix the upper front pillar on the jig.
With a few spots of brazing provisionally fix the pillar. .... T T .

Offer up the centre pillar on the body and fix it on the door opening jig, leaving a door operating clearance of
approximately 3 mm.

Clamp the pillar on the body bottom siderail.
With a few spots of brazing, provisionally fix the pillar on the bottom body siderail.

Offer up the rear door opening jig (jig 2635-T, see Pl. 18). Check the position of the centre pillar. Remove
the two jigs oo vevononencansconnos cenen s P T sesenn D

Cut the new roof siderail as required, and offer it up on the body. With one or two spot welds fix it provisionally

at the ends:
(at EE').

Offer up the roof jig (jig 2635-T, see Pl. 18). Check the position of the roof siderail ........ ... ... feereeareane
Offer up the side panel (5) and the inner closing panel (3).

Hold them in position with clamps (see section HH').

Fix provisionally with a few spots of brazing.

Offer up the corner panels (1) on the roof siderail:
(see section KK').
Offer up the reinforcement (9):
(see section EE').
Fix the corner panels (1) and the reinforcement (9) provisionally with a few spots of brazing.
Offer up the windscreen central surround reinforcement (6):
(see section EE').
on the reinforcement (9). Offer up the windscreen opening jig (jig 2635-T, see Pl. 18). Hold the reinforcement
with clamps.

Fix provisionally with a few spots of brazing ......... e eraceas e ceoease B TSN
Offer up the surround reinforcement (8) on the windscreen opening.
Iold it in position by clamping on the reinforcement (6).

Provisionally fix the reinforcement (8) with a few spots of brazing:
(see section EE’).

Check the position of the various parts on the body by jigs 2635-T ...vveiveioruonenensinanauenn

Drill a few holes 6 mm diameter in the siderail (7) (limit the drilling on the part (7).
Fill the holes with brazing in order to fix the part (9) on the siderail (7).
Braze the upper front pillar on the lower pillar: (af F).

TOOLS

Jig 2635-T

Jig 2635-T

Jig 2635-T

Jig 2635-T

Jig 2635-T
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TOOLS
21 Spotweld:
the reinforcement (8) on the siderail (7) and on the reinforcement (6) and the reinforcement (6) on the
reinforcement (9):
(see section EE').
the corner (1) on the siderail (7):
(see section KK').
the side panel (5) on the inner closing panel {3) and on the outer closing panel (4):
(see section HH').
the outer closing panel (4) on the inner closing panel (3):
{see section HH').
the upper ends of the closing panels {3 and 4) on the roof siderail.
the centre pillar on the roof siderail:
(at L).
and on the bottom body siderail:
(at G).
the rear pillar on the roof siderail:
(at A).
22 Gas weld the new parts on the roof siderail on the siderail:
(at EE'}.
23 Offer up the quarter panel lining. Engage it under the roof siderail extension:
(at AB).
Hold it with clamps and spot weld it:
(at AB, CD and DA).
24 Spot weld the gusset (10} on the rear upper body crossmember and on the siderail extension:
(at B).
25 Put a few spots of brazing as reinforcement:
(at AB and BC).
26 Offer up the sealing strip fixings (2) in the door surrounds (see section KK'):
Spot weld them on the roof siderail and on the pillars.
27 Planish and grind the welds.
28 Paint the parts.
29 Putty the panel joints.
30 Sound deaden.

31

Fit the roof.
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This opervation does not requive the body to be placed on the jig base.

REMOVAL (see Pl. 40 and 40 B).
Place the vehicle on a level surface. Wedge the front and the rear at exactly the same height.
Remove the sealing strips from the front and rear doors {on the side to be worked on).
Remove the trimming from the bottom body siderail (see Op. D 981-2).

Place under the body, longitudinally and on the side of the siderail to be repaired, an iron U shaped section (flanks
downwards). Support the section on a jack, to avoid distortion of the body floor.

Drill, cut and separate the caisson crossmember under the front seats from the sidemember,(see Op. D 743-1, P1.42A).
Drill, cut and separate the heel board from the sidemember (see Op. D 744-1).

Drill, cut and separate the joining surfaces of the sidemember and floor:
(at D section XY).

Cut away the bottom body siderail assembly to the right of the front pillars (af A) and the rear pillars (af B)
(see fig. 1).

Cut the centre pillar:
(along C).

Drill, cut and separate the sidemember lining on the fleor:
(at E section XY).

Remove the assembly of bottom body siderail and lower part of the centre pillar.

Burn off {with a blow pipe) the sound deadening materials to the right of the front pillar from the scuttle panel and
the sidemember. Drill and cut the welds of the sidemember gussets, the outer closing panel and the front
sidemember closing panel

(at FG and HI, fig. 2).

Detach the siderail closing panel and the sidemember gussets, from the scuttle side panel and front pillar.

TOOLS
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TOOLS

14 Detach the lateral closing panel of the sidemember and the closing panel of the front unit and siderail from the scuttle
side panel and the floor (see Op. D 741-7 and D 741-7a).

15 Drill, cut and separate the welds on the sidemember gussets and the floor:
(at JG and IK, see fig. 2).

16 Burn off {with blow pipe) the sound deadening materials to the right of the rear pillar from the wheel arch closing
panel and the lateral closing panel. Drill, cut and separate the gusset with the jack support tube (for vehicles
supplied until September 1962).

17 Drill, cut and separate the welds on the joins of front pillar and siderail (af LM, fig. 4), rear crossmember and
sidemember (af N, fig. 3 and 4), rear crossmember and sidemember, lining and outer panel (al OP and @R,
fig. 5) and sidemember and lining on the floor). Remove the section of bottom body siderail.

18 Drill, cut and separate the fixings for the door opening sealing strips remaining on the upper part of the centre pillar.

PREPARATION

19 Eliminate by planishing, grinding or welding, any deformations, roughness or rents on the cut or chiselled edges.

20 Degrease the new parts with petrol or white spirit.

21 Cut to length the Armco tube. Fit the tube for the height control and the electric wiring harness. Secure the tubes.

ASSEMBLY (see Pl. 40 A and 40 B).

22 Offer up and position the front sidemember. Spot weld it to the floor and the front unit.

23 Offer up and position the sidemember (1) (section XY). Spot weld it to the caisson crossmember under the front
seats, to the heel board, the front sidemember, the floor, and the crossmember under the rear seats.

24 Braze the reinforcements of the centre pillar to the floor. Spot weld.

25 Position the centring cup for the rear seat. Weld it on the sidemember.
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Offer up and position the lining (2) (section XY), offer up the jack bracket (for vehicles produced until September 1962).

Weld to the sidemember, floor, crossmember under the rear seats, reinforcement of centre pillar, and front
sidemember.

Weld the bracket for the jack on the lining (for vehicles produced until Septembey 1962).
Position the lower gusset of the front pillar and spot weld on floor and front sidemember.

Offer up and position the siderail outer closing panel (3) (section XY, weld it to the sidemember, the rear pillar,
the front pillar and the lower gusset of the front pillar.

Position the reinforcements of the siderail and weld them.

Offer up and position the lateral closing panel of the front sidemember. Weld it to the siderail outer closing panel,
the front sidemember, the floor and the scuttle side panel. Weld it as reinforcement on the unit and on the floor.
Braze it as reinforcement to the scuttle panel, the front sidemember and the siderail.

Weld the sidemember and the siderail closing panel to the rear seat crossmember.

Offer up and position the gusset with rear jack support tube, (for vehicles supplied until September 1962), and weld
it to the crossmember under the rear seats and to the rear pillar.

Cut the centre pillar to length. Offer it up on the siderail outer closing panel. Offer up the front and rear door jigs
and position the pillar. Tack it on the siderail, Braze it to the siderail. Remove the jigs .......... evessaens

Gas weld the two parts of the centre pillar.
Fit the striker of the front door and the pivot brackets of the rear door.

Offer up on the centre pillar (front and rear if necessary) the fixings for the sealing strips for the door apertures.
Spot weld them to the pillar.

Fit the sealing strips.
Trim the bottom body siderail (see Op. D 981-2),

Sound deaden.

TOOLS

Tigs 2635-T
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OPERATION No. D 812-1 : Replacement of a front pillav (upper part of body).
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This opevation does not requive the body to be placed on the jig base.

REMOVAL (see Pl. 29).
Remove the roof {see Op. D 825-1).

Drill and cut the welds, separate (chisel) the front pillar from the roof siderail:

(at CD).

Drill and cut the welds, separate (chisel) the front pillar from the lower pillar for about 6 inches (150 mm):

(at AF).

Separate (chisel) the fixing (1):
(see section HH').

for the front door sealing strip:
{at B).
Drill, cut and separate the door opening reinforcement for approximately 100 mm:

(at GB).

Cut the upper pillar, to detach it from the lower pillar:
(at EE').

Remove the two parts.

PREPARATION.
Eliminate by planishing, grinding or welding, the roughnesses in the cut or chiselled edges.

Degrease the new parts with petrol or white spirit.

ASSEMBLY (see Pl. 29).

Offer up the windscreen jig (jig 2635-T, see Pl. 18).

Hold the jig on the roof siderail by means of clamps ..ot eiin it ettt enesoaacncossscosssossosns

Offer up the interior closing panel (2):
(see section EE') of the front pillar.

.....

TOOLS

Jig 2635-T
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Fix on the jig 2635-T by means of clamps.

Provisionally fix the panel (2) with a few spots of brazing.

Offer up the outer closing panel (3):

(see section EE').
engaging it at A between the lower pillar panel and the lower pillar closing panel.
Fix it on the jig 2635-T and on the roof siderail:

(at CD).

Flatten the door opening reinforcement on the pillar outer closing panel:

(at GB).

Fix the panel provisionally with a few spots of brazing.

Flatten the lower pillar on the upper pillar and on the closing panel:

(al AF).

Remove the windscreen jig.

Offer up the panel (4):
(see section EE'), between the outer and inner closing panels.

Close up the panels by means of clamps.

Fix provisionally with a few spots of brazing.
Check the position of the upper pillar using a door with the glass raised.

Spot weld (spot welder):

The outer closing panel (3) on the inner closing panel (2).

The panel (4) on the outer closing panel (3) and on the inner closing panel (2):
(see section EE').

The outer closing panel on the roof siderail:

(at CD).

Join with brazing. by filling the holes drilled for removing the pillar:
(at AF).

Gas weld the end of the upper pillar on the roof siderail:
(at D).

Braze:
the closing panel on the lower pillar (af Al).
The lower end of the pillar on the closing panel:

(at J).

TOOLS
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TOOLS
19 Offer up the fixings for the door opening sealing strips (1). Spot weld them.
20 Planish and grind the welds.
21 Paint the parts.
22 Putty between the roof siderail and the reinforcing panels in order to ensure perfect sealing.
23 Fit the roof (see Op. D 8§25-1).
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This operation does nol vequire lhe body to be placed on the jig base.

REMOVAL (see P1. 37).
Remove the roof (see Op. D 825-1).

Drill, cut and scparate {chisel) the centre pillar from the roof siderail:

(at AA').

from the bottom body siderail:
(at DD’ and FF').

Separate (chisel), the fixings for the sealing strips from the roof siderail:

(at BB and CC').

Separate (chisel) the centre pillar lower reinforcement from the bottom body siderail:

(at EE').

Remove the centre pillar.

PREPARATION.
Eliminate by planishing, grinding or welding the folds, roughnesses or splits in the cut or chiselled edges.

Degrease the new centre pillar with petrol or white spirit.

ASSEMBLY (see P1. 37).
Offer up the centre pillar on the body and fix it with clamps.

Offer up the front and rear door jigs (2635-T, see Pl. 18).
Check the position of the pillar.
Provisionally fix by a few spots of brazing at the top and bottom.

B o ORI o N = -

TOOLS

Jigs 2635-T
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TOOLS
10 Offer up the lower reinforcement (1) (see fig. 3) of the centre pillar.
Then braze on the siderail and on the pillar:
(at EE'),
11 Spot weld the pillar (spot welder):
on the roof siderail
(at AA'),
on the bottom body siderail:
(at DD'" and FF').
12 Put a spot of brazing between the pillar and the roof siderail (inside the body).
13 Offer up the sealing strip fixings (2) on the centre pillar and spot weld them.
14 Flatten the upper fixings for the sealing strips on the siderail reinforcements. Spot weld them:
(at BB' and CC').
15 Spot weld the fixings (2) on the body siderail:
(at DD'" and FF').
16 Planish and grind the welds.
17 Paint the parts.
18 Fit the roof (see Op. D 825-1).
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This operation does not vequive the body to be placed on the jig base.

REMOVAL (see Pl. 46).
Remove the roof (see Op. D 825-1).

Drill and cut the welds and separate (chisel) the rear pillar from the roof siderail:

(al A).

Drill and cut the welds and separate (chisel) the reinforcement {1) from the pillar:

(at CB and at BH).

Cut {chisel) the sealing strip fixing on the pillar:
(at D).
Drill and cut the welds and separate (chisel) the sealing strip fixing from the siderail outer panel:

(at GE).

Drill and cut the welds and separate the pillar from the lateral closing panel:

(at LG and symmetvically alt L'G').
Drill and cut the welds and separate the pillar from the quarter panel:
(at FB).
Remove the rear pillar.
PREPARATION.

Eliminate by planishing, grinding or welding the deformation, roughnesses or splits in the cut or chiselled edges.

Reshape the reinforcement (1), if possible (this part is not sold).

If necessary, make up a reinforcement (1), cutting it from 0.8 mm sheet.

Degrease the new parts with petrol or white spirit.

ASSEMBLY (see Pl. 46).

Offer up the rear pillar on the body and hold it in position with clamps.

TOOLS
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TOOLS
11 Offer up the door, with the glass raised, to adjust the position of the rear pillar.
12 Provisionally fix the pillar in position with a spot of brazing:
(at E and at A).
13 Offer up the roof jig (jig 2635-T, see Pl. 18), to make sure that the roof siderail is in position ...eeeueeneeonn. Jig 2635-T
14 Spot weld (end welder):
(at EG).
Spot weld (spot welder) the pillar on the roof extension:
(at A).
Spot weld (spot welder) the pillar on the lateral closing panel:
(at LG and symmetrically at L'G’).
15 Offer up the reinforcement (l), and fix it with clamps, and weld it:
(at B, C, H).
Add a few spots of brazing for security.
16 Offer up the door opening sealing strip fixing and fix it by means of clamps.
Spot weld it on the pillar and on the bottom body siderail:
(at DE).
17 Planish and grind the welding.
18 Paint the parts.
19 Sound deaden.
20 Fit the roof (see Op. D 825-1).
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This operation does not requive the body to be placed on the jig base, and it avoids having to remove
and replace the roof.
REMOVAL (see Pl. 46 A).

Starting at the bottom, loosen the sealing strip to about 20 cm above the lock striker boss:

(at BE).

Drill and cut the welds and separate (chisel) the sealing strip fixing from the siderail outer panel:

(at AB).

Drill and cut the welds and separate the lower part of the pillar in the area to be replaced:

(al AC and symwmetvically at A'C’).

Cut (hacksaw) the rear pillar at the level of the lock striker boss:

(at CD).

Remove the lower part of the pillar.

PREPARATION.
Eliminate, by planishing, grinding or welding, any deformations, roughness or rents in the chiselled or cut edges.

Reshape, if necessary, the edge of the lower lateral closing panel of the rear pillar:

(at AC).
Degrease the new parts with petrol or white spirit.
Cut the new part at the level of the lock striker boss (along CD) to the same sizes as the part removed.

Cut the sealing strip fixing to the same size as the plece removed.

ASSEMBLY (see Pl. 46 A).
Offer up on the body the cut-out part of the new rear pillar.

Fix the lower part of the piliar on the body by means of clamps.

TOOLS
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TOOLS
13 Offer up the door, glass raised, to adjust the position of the lower part of the rear pillar.
14 Provisionally fix the part of the pillar in place with 2 or 3 spots of brazing
(at C and B).
15 Spot weld (end welder):
(at AB).
Spot weld the pillar to the lateral closing panel:
(at CA and symmetrically at C'A’).
16 Gas weld the join of the rear pillar:
(at DC).
17 Offer up the lower part of the door opening sealing strip fixing and hold it with clamps. Spot weld it on the pillar:
{at CA).
and on the bottom of the body (end welder):
(at AB).
18 Braze the join of the fixings in a few places.
19 Planish and grind the welding.
20 Paint the parts.
21 Fit the sealing strip in its fixing.

2.2

Sound deaden.
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This operation does not vequive the body to be placed on the jig base, and it avoids having to remove
and replace the roof.

REMOVAL (see Pl. 37A).

Starting at the bottom, loosen the sealing strips up to about 20 cm above the lock striker boss:
(at AB and symmetvically at A'B’).

Drill and cut the welds and separate (chisel) the sealing strip fixing from the siderail outer panel:

(at AC and symmetvically at A'C').

Separate (chisel) the lower reinforcement of the centre pillar on the bottom body siderail:

(at EE").

Cut (hacksaw) the centre pillar at the level of the boss housing the rubber plugs for adjusting the glass guides:
(at DD').

Remove the lower part of the pillar.
PREPARATION

Eliminate by planishing, grinding or welding, any deformations, roughness or rents in the chiselled or cut edges.

Degrease the new parts with petrol or white spirit.

Cut the new part at the level of the boss housing the rubber plugs for adjusting the glass guides (along DD')to the
same dimensions as the part removed. Cut the sealing strip fixings to the same dimensions as the parts
removed.

ASSEMBLY (see Pl. 37a).

Offer up the new section of centre pillar, on the body.

Hold the lower part of the pillar on the body with clamps.

TOOLS
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TOOLS

11 Fit the door pivots on the centre pillar and offer up the doors, glass raised, to adjust the position of the lower part
of the centre pillar.

12 Remove the doors and provisionally fix the section of pillar in position with a few spots of brazing.

13 Offer up the lower reinforcement (1), see fig. 3, of the centre pillar. Braze it to the siderail and to the pillar:
(at EE’).

14 Spot weld the pillar on the bottom body siderail:
{at AC and symmetrically at A'C').

15 Gas weld the join of the centre pillar:
(at DD'},

16 Offer up the lower parts of the door aperture sealing strip fixings. Hold them with clamps. Spot weld them to the
pillar:
(at CD and symmetrically at C'D’).
on the bottom of the body (arc welder):
(at AC and symmelrically at A'C').

17 At the joins of the sealing strip fixings, put a few spots of brazing.

18 Planish and grind the welds.

19 Paint the parts.

20 Fit the sealing strips in their fixings.

21 Sound deaden.
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TOOLS
This opevation does not requive the body to be placed on the jig base.
REMOVAL (see Pl. 43-44).
1 Remove the roof (see Op. D 825-1).
2 Drill and cut the welds and separate (chisel) the lining of the quarter panel:
(at AB, BC, CD, DA).
Remove the lining of the panel.
3 Drill and cut the welds and separate (chisel) the pillar from the roof siderail extension:
(at C and G).
4 Drill and cut the welds and detach the reinforcement (1):
(at AD and DE),
Remove the reinforcement.
5 Drill and cut the welds and separate the pillar from the bottom body siderail:
(at FH).
the pillar from the lower lateral closing panel:
(al IJ and symmelrically at I'J’).
Remove the pillar assembly.
6 Drill and cut the welds and separate the wheel arch closing panel from the lateral panel:
(at MJ).
Remove the lateral panel.
7 Drill and cut the welds and separate the wheel arch front closing panel from the lower body crossmember:
(at JK).
the wheel arch closing panel from the wheel arch panel:
(at KN).
the wheel arch closing panel from the rear shelf:
(at PR).
Remove the wheel arch closing panel.
8 Drill and cut the welds and separate the wheel arch panel from the rear lower body crossmember:
(at S),
the lower body crossmember from the crossmember of the unit:
(at JL).
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TOOLS
9 Cut (hacksaw) the damaged portion of the lower body crossmember:
(al L).
Remove the cut portion of the crossmember.
PREPARATION.
10 Eliminate by planishing, grinding or welding, the folds, roughness or splits in the cut or chiselled edges.
11 Reshape the reinforcement (1) (this part is not sold). If necessary, make up a reinforcement from 0.8 mm sheet.
12 Cut the replacement part as required from a new lower crossmember.
13 Degrease the new parts with petrol or white spirit.
ASSEMBLY (see Pl. 43-44).
14 Offer up the new part of the crossmember and clamp it to the crossmember of the unit. Gas weld the crossmember
part.
15 Offer up the rear pillar and fix it on the body by means of clamps.
16 Offer up the rear door opening (jig 2635-T, see Pl. 18), the trimming having previously been removed from the
door opening and the siderail.
Offer up the ro0of Jig ot ivrerievesecesencenessscanosans et te et e et e e e Jig 2635-T
17 Position the pillar, leaving clearance round the jig for door movement (3 mm approximately).
Put a spot of brazing:
(at G).
18 Offer up the lower lateral closing panel, engaging it behind the pillar.
Position the panel, held by clamps, on the pillar.
Spot weld it on the pillar (spot welder):
(at IJ and symmetrically at I'J").
19 Offer up the wheel arch front closing panel.

Position the panel and hold it by means of clamps. Using a screw jack bearing on the opposite wheel arch closing
panel, flatten the wheel arch closing panel on the rear pillar lower lateral closing panel.
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Spot weld (end welder and spot welder):

the wheel arch panel on the closing panel:

{at NK),
the pillar on the roof and body siderails:

(at CG and FH),

the wheel arch closing panel on the lateral closing panel:
(at JM),
the wheel arch closing panel on the rear shelf:

(at PR),

the rear lower crossmember on the crossmember of the unit:

(at JL),

the wheel arch front closing panel on the lower body crossmember:
(at JK},

the wheel arch panel of the rear lower crossmember:

(at S),

the reinforcement (1) on the pillar and on the lateral closing panel:

(at AD and DE).

Braze the edges of the wheel arch panel on the lower crossmember to seal them thoroughly.

Fill with brazing metal the holes drilled in the rear shelf for dismantling purposes (protect the area to be brazed
with moist asbestos).

Offer up the quarter panel lining, engaging it under the roof siderail extension:

{at BC).

Hold in position by means of clamps on the siderail extension.

Spot weld the panel lining:
{at AB, BC, CD and DA),
the upper gusset:
(al B).

Offer up the door opening sealing strip fixings on the rear pillar.
Hold them in position with clamps, then spot weld:
(al GH).

Planish and grind the welds.
Paint the parts.

Putty, inside and cutside the body, the periphery of the quarter panel lining:
{at AB, BC, CD and DA).

Sound deaden.

Fit the roof (see Op. D 825-1}.

TOOLS




110 OPERATION No. D 812-4a : Replacement of a pillav and rear lateral closing panel. DS 19 - ID 19
TOOLS
This opevation does not vequive the body to be placed on the jig base.
REMOVAL (see PL. 47).
1 Remove the roof {see Op. D 825-1).
2 Remove the rear pillar (see Op. D 812-1b).
3 Drill and cut the welds and separate (chisel) the reinforcement (1) from the lateral panel of the rear pillar:
(al BD).
Remove the reinforcement.
4 Drill and cut the welds and separate the lateral closing panel from the wheel arch closing panel:
(at BC),
the lateral closing panel from the quarter panel lining:
(at BD).
Remove the closing panel.
PREPARATION.
5 Eliminate by planishing, grinding or welding the folds, roughness or splits in the cut or chiselled edges.
6 Re-shape the reinforcement (1) if possible (this part is not sold). If necessary make up a new reinforcement cutting
it from 0.8 mm steel.
7 De-grease the new parts with petrol or white spirit,
ASSEMBLY (see Pl. 47).
8 Offer up the rear pillar lateral closing panel and hold it in position by means of clamps.
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Spot weld (end welder)
the lateral closing panel

on the wheel arch panel:

(at BC),

on the quarter panel lining:

(at BD).

Fit the front pillar (see Op. D 812-1b).

Planish and grind the welds.
Paint the parts.
Sound deaden.

Fit the roof (see Op. D 825-1).

TOOLS
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This operation does not requive the body to be placed on the jig base.

REMOVAL (see Pl. 48).
Remove the roof (see Op. D 825-1).
Remove the rear pillar and the lateral panel (see Op. D 812-4a).

Drill and cut the welds and separate (chisel): the wheel arch closing panel from the rear lower body crossmember:

(at AB),

from the wheel arch panel:

(at AC),
from the rear light shelf:
(at FG) (sece fig. 2).

Remove the closing panel.

PREPARATION
Eliminate by planishing, grinding or welding the folds, roughness, or splits in the cut or chiselled edges.

Degrease the new parts with petrol or white spirit.

ASSEMBLY (see Pl. 48).
Offer up the wheelarch front panel and hold it in position by means of clamps.
Offer up the lateral closing panel and the pillar and hold them in position by means of clamps.

Using a screw jack bearing on the opposite wheel arch closing panel, flatten the wheel arch closing panel on the lower
lateral closing panel of the rear pillar.
Spot weld {end welder and spot welder):

the wheel arch panel on the wheel arch closing panel:

(at AC).

TOOLS
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TOOLS

on the lateral closing panel:

(at HB).

the rear light shelf on the wheel arch closing panel:
(at FG) (see fig. 2),

the wheel arch closing panel on the rear lower crossmember:

(at AB),

Braze the edge of the wheel arch closing panel on the lower crossmember to ensure thorough sealing:

{at AE).

Fill with brazing metal the holes drilled in the rear light shelf during dismantling (protect the area round the brazing
with moist asbestos).

Complete the fixing by welding the pillar and the lateral panel (see Op. D 812-4a).
Planish and grind the welding.

Paint the parts.

Sound deaden.

Fit the roof (see Op. D 825-1).
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This operation does not vequive the body to be placed on the jig base.

REMOVAL (see P1. 30).

NOTE: Wheve the veplacement of a front pillar is connected with the veplacement of a front unit (opevation carvied
out on the jig base) it is necessary to position the pillay with the aid of brackets (716 and 717) and the pins (720
and 721) (see PI. 10, 11).

Remove the trimming from the body siderail, up to the centre pillar.

Drill and cut the welds and detach (chisel) the fixing for the sealing strips (a few centimetres above the upper edge
of the lower front pillar):

(at AB),

the fixing, from the bottom body siderail:
(at AC).

Remove the fixing.
Remove the lower body pillar:

from the lateral scuttle panel:

(at DE),

from the upper closing panel:

(at FG),

from the upper pillar:
(at FH).

Remove the lower pillar.

PREPARATION.
Eliminate by planishing, grinding or welding, the folds, roughnesses or splits in the cut or chiselled edges.

Clean the new part with petrol or white spirit.

ASSEMBLY (see Pl. 30).

Offer up the lower pillar on the scuttle side panel and the upper closing panel.

Hold it in position with clamps.

TOOLS
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TOOLS
6 Offer up the jig (2631-T, see Pl. 15), one side in the pilot hole (j) and the other on the half-axle fixing screw (K) .. Jig 2631-T
7 Offer up the sealing strip fixing on the front pillar:
(at CB).
8 Offer up the front door jig (2635-T, see Pl. 18).
Position the pillar. Hold the pillar in position by means of clamps. Remove the jig ....cieiiiiiiinireenevinnnen Jig 2635-T
9 Spot weld (end welder and spot welder) the lower pillar on the scuttle side panel and the siderail:
(at DE),
on the upper closing panel:
(at GF),
on the upper pillar:
(at FH),
the sealing strip fixing, on the pillar:
(at AB),
and on the bottom body siderail:
(at AC).
10 Planish and grind the welds.
11 Paint the part.
12 Trim the body siderail.

13

Sound deaden.
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TOOLS
This opevation does not vequive the body to be placed on the jig base.
REMOVAL (see P1. 31, 32).
NOTE: Wheve the veplacement of a front pillar is connected with the replacement of a front unit (opevation carried
out on the jig base) it is necessary to position the pillar with the head of the brackets (716 and 717) and the pins
(720 and 721) (see Pl. 10, 11).
1 Remove the trimming from the body siderail, up to the centre pillar.
2 Drill and cut the welds and detach (chisel) the sealing strip fixings (a few centimetres above the upper edge of the
lower front pillar):
(at AB),
the fixing from the bottom body siderail:
(at AC).
Remove the fixing.
3 Cut (chisel)
the lower pillar:
(at DE, CF),
the upper closing panel:
(at GH).
Remove the pillar.
4 Drill and cut the welds and separate (chisel):
the scuttle dome panel from the scuttle side panel:
(at LK),
the scuttle side panel from the upper dashframe:
(at MN),
from the scuttle shelf and its reinforcement:
(at NP, PR, RS},
from the upper body pillar:
(at TU),
from the front body unit:
(at VW),
from the bottom body siderail:
(at XY).
5 Remove the scuttle side panel.
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10

11

PREPARATION

Eliminate by planishing, grinding or welding the folds, roughnesses or rents in the cut or chiselled edges.

Clean the new parts with petrol or white spirit.
ASSEMBLY (see P1. 31, 32).

Offer up the scuttle side panel on the unit and the body siderail, engaging the upper part of the side panel under the
scuttle dome panel:

(at KL).

Hold the scuttle side panel in position by means of clamps:

(at KL, TU and VW).

Provisionally fix the side panel with a few spots of brazing.
Offer up the windscreen jig (2635-T, see Pl. 18). Check the position of the side panel ..... e st o

Spot weld (end welder and spot welder)
the scuttle lateral panel on the unit:
(at VW),
on the scuttle shelf:
(at NP, PR, RS),
on the scuttle dome panel:

(at KL),
on the upper dashframe:

(at MN),

on the bottom body siderail:
(at XY),

on the upper pillar:
(at TU).

Offer up the lower pillar and position it with the jig 2631-T (see Pl. 15), one side engaged in the pilot hole (j) and the
other side on the half-axle fixing screw (z).

Offer up the front door jig (2635-T, see Pl. 18). Make sure that the assembled position of the pillar leaves

sufficient clearance for the opening and closing of the door ( 3 mm approximately)...voeeeeacroeren.s e e
Offer up the upper closing panel by engaging between the side panel and the pillar,
Hold it in position with clamps.

Fix the assembly in position with a few spots of brazing.

TOOLS

Tig 2635-T

Jig 2631-T
Jig 2635-T
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TOOLS
12 Offer up the fixings for the sealing strips:
(at CB).
13 Make up a reinforcement (1) as indicated on PL. 31, fig. 2.
14 Put the reinforcement (1) in position and fix by means of clamps.
15 Spot weld (end welder and spot welder) the reinforcement (1) on the scuttle side panel and the upper pillar on the
lower pillar:
(at TU).
The lower pillar
on the scuttle side panel and siderail:
(at DE),
on the upper closing panel:
(at GH),
on the upper pillar:
(at FH),
The sealing strip fixing:
(at AB),
and on the bottom body siderail:
(at AC).
16 Planish and grind the welding.
17 Paint the parts.
18 Sound deaden.
19 Trim the body siderail.
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This opevation does not requive the body to be placed on the jig base.

NOTE: Theve have been two successive fittings for fixing the bonnet hinge on the front pillar closing panel.

In the fivst, the holes for fixing the bonnel hinge ave 144 mwm belween cenlves.

In the second, the holes for fixing the bonnet hinge are 163.5 mm between centres.

Only the parts for the second type ave sold by our Spare Pavits Department. However, if the bonnet is fitted
with a hinge of the fivst type it is possible to alter the hole centres. To do this, weld under the closing panel
(before fitling) two steel squares 20 x 20 mm approximately by 5 mm thick at the desived centves, then drill
and tap 7 diameter 100 pitch.

REMOVAL (see Pl. 34).

1 Drill and cut the welds and detach (chisel) the closing panel from the scuttle side panel:

(at AB),

from the upper edge of the scuttle panel and from the upper pillar:
(at BK),

from the lower front pillar:

(at CD),

and the end of the pillar closing panel:
(at AC).

Remove the closing panel.

PREPARATION
2 Eliminate by planishing, grinding or welding the deformations, roughnesses or rents in the cut or chiselled edges.
3 Clean the new part with petrol or white spirit.

ASSEMBLY (see Pl. 34).

4 Offer up the front pillar upper closing panel, engaging it between the scuttle side panel and the lower body pillar.

Hold in position by means of clamps.

TOOLS
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OPERATION No. D 812-7b Replacement of a front pillar lowev closing panel.
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Spot weld (end welder and spot welder) the closing panel:

on the scuttle side panel:

(at AB),

on the lower pillar:

(at AC, CDj),
on the scuttle side panel and the upper pillar:

(at BE).
Planish and grind the welding.
Paint the parts.

Sound deaden.

TOOLS
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This operation does not requive the body to be placed on the jig base.
REMOVAL (see Pl. 49).

Drill and cut the spot welding and separate (chisel):

the wheel arch front closing panel from the rear body lower crossmember:

(at AB),

the wheel arch panel from the rear lower crossmember:

(at C),

the body lower crossmember from the crossmember of the unit:

(at EF),

Cut the damaged part of the crossmember (hack saw):
(at DE).

Remove the damaged part of the crossmember.
PREPARATION.
Eliminate by planishing, grinding or welding the folds, roughness or splits on the welded or cut edges.
Cut the replacement part required from a new crossmember.
Degrease the new parts with petrol or white spirit.

ASSEMBLY (see PL. 49).

Offer up the crossmember part by engaging under the wheel arch panel and under the wheel arch closing panel.

Hold in position on the body by means of clamps.

Gas weld the end of the crossmember:
(at EDj.
Spot weld (end welder and spot welder):

the body lower crossmember on the crossmember of the unit:

(at FEJ.

TOOLS
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TOOLS

on the wheel arch closing panel:

(at AB),

on the wheel arch panel:

(at C).

9 Braze the edges of the wheel arch panel on the lower crossmember to ensure thorough sealing:

(at CF).
10 Planish and grind the welding.
11 Paint the parts.

12 Sound deaden.
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TOOLS
This operation does not vequive the body to be placed on the jig base.
REMOVAL (see Pl. 56).
1 Remove the roof (see Op. D 825-1).
2 Drill and cut the spot welding and separate (chisel) the rear body upper crossmember:
from the rear light shelf:
(at AB and symmetrically at A’B’).
from the quarter panel linings and the roof siderail extensions:
(at BC and symmetrically at B'C').
Remove the crossmember.
PREPARATION
3 Eliminate by planishing, grinding or welding, any distortion, roughness or splits on the welded or cut edges.
4 Degrease the new part with petrol or white spirit.
ASSEMBLY (see Pl. 56)
5 Offer up the body upper crossmember on the rear light shelf.
Engage the crossmember between the quarter panel linings.
Position the crossmember using the roof jig (2635-T, see Pl. 18).
Also check the position of the crossmember by using the rear light glass.
Hold the crossmember in position by means of clamps .....c.cvvunen. et et eae e et e Jig 2635-T
6 Spot weld (spot welder):
the rear body upper crossmember
on the rear light shelf and the wheel arch panels:
(at AB and symmetrically at A'B'),
on the quarter panel linings:
(at BC and symmetrically at B'C').
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TOOLS
7 Fill the holes drilled in the rear light shelf and the wheel arch panels during removal, with brazing:
(at AB and symmetrically at A'B'),
and on the quarter panel linings:
(at BC and symmetrvically at B'C').
8 Planish and grind the welding.
9 Paint the part.
10 Sound deaden.
11 Fit the roof (see Op. D 825-1).
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TOOLS

This operation does not requive the body to be placed on the jig base.

REMOVAL (see Pl. 57).

1 Drill and cut the spot welding and separate the body upper crossmember from the rear light panel (chisel):

(at AB and symwmetvically at A'B').

2 Separate the sealing strips from ihe shelf panel (chisel):
(at CC).
3 Drill and cut the spot welding and separate (chisel):

the rear light shelf, from the reinforcements on the wheel arch panels:

(at DE and symmetrically at D'E’),

from the wheel arch panels and the body upper crossmember:

(at GH and symmetrically at G'H'),

from the wheel arch closing panels:

(at GF and symmetvically at G'F').

Remove the rear light shelf.

PREPARATION
4 Eliminate by planishing, grinding or welding, distortion, roughness or splits on the welded or cut edges.
5 Degrease the new part with petrol or white spirit.

ASSEMBLY (see Pl. 57).

6 Offer up the rear light shelf by engaging between the wheel arch panels and under the body upper crossmember.
Flatten on the reinforcements and hold in position by means of clamps.
7 Spot weld the rear light shelf (spot welder):

on the body upper crossmember and the wheel arch panels:

(at GH and symmetrically at G'H').
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TOOLS

on the wheel arch reinforcements:

(at DE and symmetrically at D'E'),

on the wheel arch closing panels:

(at GF and symmetrically at G'F'),

on the rear light crossmember and the wheel arch panels:

(at AB and symmetrically at A'B').

8 Fill the holes drilled in wheel arch panels and their reinforcements, in the closing panels and in the body upper
crossmember during removal, with brazing.

9 Put a few spots of brazing:

(at GH and symwmeltvically at G'H'},

10 Gas weld the sealing strips on the rear light shelf:
(at C and symmelrically at C').

11 Planish and grind the welding.
12 Paint the parts.

13 Sound deaden.
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NOTE: Place the car on a level surface.

This operation does not vequive the body to be placed on a jig base.

REMOVAL (see Pl, 53-54).

Cut the boot closing panel (chisel):

Drill and cut the spot welding and separate the boot closing panel (chisel):

(at AB).

from the chassis lower unit:

{at BC),

from the connecting panel:

(at W, D, E),

from the boot inner reinforcement:
(at FG),

from the wheel arch panel:

(at FE),

from the bumper support:

(at H).

Remove the rear boot closing panel.

Drill and cut the spot welding and separate the wheel arch panel (chisel):

from the chassis lower unit:

(at KL),

from the rear light shelf and the upper crossmember:
(at MN),

on the rear light crossmember reinforcement:

(at PR),

from the body lower crossmember:

(at S),

from the wheel arch closing panel:

(at LT).

Remove the wheel arch panel with its rear connecting panel.

Remove the bumper bracket boss, from the panel (this part is not sold).

Eliminate by planishing, grinding or welding, the folds, roughness or splits on the welder or cut edges.

PREPARATION.

Degrease the new parts with petrol or white spirit.

Wedge the rear at exactly the same height on both sides.

TOOLS
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OPERATION No. D 820-4 : Replacement of a vear wheel avch panel and rear boot closing panel.
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10

11

12

ASSEMBLY (see Pl. 53-54).

Offer up the wheel arch panel and position it from the non damaged side of the car.
Hold in position by means of clamps.

Offer up the boot rear closing panel. Hold in position by means of clamps.
Offer up the bumper brackets boss and hold in position by means of clamps.
Align the holes {(UU') of the boot closing panel with those of the bumper brackets,
Make sure that the upper edge of the closing panel is horizontal.

Check this position with a spirit level.

Spot weld the wheel arch panel {spot welder):
on the chassis lower unit:
(at KL),
on the wheel arch closing panel:
(at LT),
on the rear light shelf and upper crossmember:
(at MN),
on the rear light crossmember reinforcement:
(at PR),
on the body lower crossmember:

(at S).
Spot weld the bumper bracket boss (end welder) on the wheel arch panel.

Spot weld the boot closing panel (spot welder and end welder):
on the chassis lower unit:
(at BC),
on the connecting panel:
(at E, D, W),
on the boot inner reinforcements:
(at FE and symmeltrically at F'E’),
on the bumper bracket bosses:
(at H and symmetvically at H'),

Offer up the rear connecting panel and hold by clamps on the wheel arch panel and on the rear closing panel.

TOOLS
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13

14

15

16

17

18

Spot weld the connecting panel (spot welder):
on the wheel arch panel:
{at VE"),

on the rear panel:

(at E'D'W").

The section (1) on the wheel arch panel.

Put a spot of gas welding in the corners formed by the boot closing panel, the wheel arches and the rear light shelf.

Put a few spots of brazing for reinforcement:

(at KL, BC and S).

Fill the holes drilled in the parts for removal, with brazing.
Planish and grind the welding.
Paint the parts.

Sound deaden.

TOOLS
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TOOLS

This opevation does not vequive the body lo be placed on the jig base.
REMOVAL (see Pl. 45).

1 Remove the roof {see Op. D 825-1).

2 Drill and cut the spot welding and separate the quarter panel (chisel):
from the rear pillar:

{at AB),

from the rear pillar lateral closing panel:
(al BC),

from the rear upper body crossmember:
(at CD),

from the roof siderail extension:

(at AF),

3 Drill and cut the spot welding and separate the gusset (1) and remove it.,
PREPARATION.
4 Eliminate by planishing, grinding or welding, the folds,roughness or splits on the welded or cut edges.

5 Degrease the new part with petrol or white spirit.

ASSEMBLY (see Pl. 45).

6 Reshape, if possible, the reinforcement (1) (this part is not seld). If necessary, make up a reinforcement from
0.8 mm thick sheet steel (see Pl. 68, fig. 10).

7 Offer up the quarter panel lining by engaging it under the roof siderail and hold it in position by means of clamps.
8 Spot weld the quarter panel lining (spot welder):

on the rear pillar:

(at AB),

on the rear pillar lateral closing panel:

(at BC).
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TOOLS

on the roof siderail extension:

(at AF),
on the rear upper body crossmember:
(at CD).
9 Offer up the gusset (1) and weld it {end welder):

on the quarter panel and the roof siderail extension:
(at FD),
on the rear upper body crossmember:
(at DE).

10 Planish and grind the welding.

11 Paint the parts.

12 Sound deaden.

13 Fit the roof (see Op. D 825-1).
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TOOLS
This opevration does not vequive the body to be placed on the jig base.
REMOVAL (see Pl. 52).
1 Drill and cut the spot welding and separate the connecting panel (chisel}):
from the wheel arch panel:
(at AB),
from the boot rear closing panel:
(at BC).
Remove the connecting panel.
PREPARATION.
2 Eliminate by planishing, grinding or welding, the folds, roughness or splits on the welded or cut edges.
3 Degrease the new part with petrol or white spirit.
ASSEMBLY (see Pl. 52).
4 Offer up the connecting panel and hold it in position by means of clamps.
Spot weld the connecting panel (spot welder):
on the wheel arch panel:
(at AB),
on the boot rear closing panel:
(at BC).
5 Fill the holes drilled in the parts for removal, with brazing.
6 Planish and grind the welding.
7 Paint the part.

Sound deaden.
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TOOLS

This operation does not vequive the body to be placed on the jig base.

REMOVAL (see Pl. 33).

1 Drill and cut the spot welding and separate the scuttle panel (chisel):

from the scuttle side panels:

(at AB and CD),

from the upper bulkhead:
(at BD).

Remove the scuttle panel.
2 Remove the two straps positioning the instrument surround, from the scuttle panel. These parts are not sold and
must be used again.
PREPARATION.
3 Eliminate by planishing, grinding or welding, the folds, roughness or splits on the welded or cut edges.

4 Degrease the new part with petrol or white spirit.

ASSEMBLY (see Pl. 33).
5 Offer up the scuttle panel and hold it in position by means of clamps.
6 Offer up the windscreen jig (jig 2635-T, 56 Pl. 18). 1ttt ittt iiiuitinneinaieneeinneeenneosusconoenneeeneenas Jig 2635-T

7 Fix the panel provisionally with a few spots of brazing.

Remove the jig.

8 Spot weld the scuttle panel {spot welder):

on the side panels:

(at AB and CD),

on the bulkhead:
{at BD).
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TOOLS

9 Offer up the finishing panel between windscreen and dashboard on the scuttle panel:

(at AC).
Punch the fixing holes in the scuttle panel.

Then remove the finishing panel.

10 Position the anchor straps of the instrument surround by offering up the instrument surround. Mark the position
of the anchor plates and spot weld them under the upper edge of the scuttle dome.

11 Planish and grind the welding.
12 Paint the parts.

13 Sound deaden.
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10

This opevation does not requive the body to be placed on the jig base.
REMOVAL (see Pl. 35-36).

Drill and cut the spot welding and separate the dashframe (chisel):

from the front unit and from the scuttle shelf:

(at AAY).

Cut (chisel) the reinforcement and the shelf, from inside the body:
(at ACEF and symmetvically at A'C'E'F'),

Cut (chisel) the dashframe:
(at AB and symmeltvically at A'B').

Cut and drill the spot welding and separate (chisel) the scuttle panel from the scuttle side panels:
(at BD and symmeltrically at B'D’).

Remove the dashframe, the shelf and the scuttle panel.

Remove the two straps positioning the instrument surround from the scuttle panel.
These parts are not sold and must be used again.

PREPARATION.

Drill and cut the spot welding and separate (chisel) the strips of sheet remaining on the scuttle side panels.

the drilling to the parts to be removed:

(at AB and symmetrically at A'B'),

(at AC and symmetrically at A'C'),
Eliminate by planishing, grinding or welding, the folds, roughness or splits on the welded or cut edges.
Degrease the new parts with petrol or white spirit.

ASSEMBLY (see Pl. 35-36).

Offer up the scuttle shelf on the unit and engage between the scuttle side panels:

{at AA'),

TOOLS

Limit
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Replacement of a scuttle panel, an upper dashframe
OPERATION No. D 822-la : and a scuttle shelf,
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11
12
13

14
15

16

17

18
19
20

Offer up the upper dashframe on the shelf. Hold them together by means of clamps.
Offer up the scuttle panel and fasten it on the assembly.

Offer up the windscreen jig (jig 2635-T, see Pl. 18}...... e et e e cvenn
Provisionally fix the parts with a few spots of brazing.

Spot weld the upper dashframe (spot welder):
on the front body unit and the shelf:
(at AA'),

on the scuttle side panels:

(at AB and symmelrically at A'B'),

on the scuttle panel:

(at BB'),
the scuttle shelf and its reinforcement

on the scuttle side panels:

(at ACEF and symmetrically at A'C'E'F').

NOTE: Flatten the scuitle side panels on the scuttle shelf, using a levev passing thvough a hole made in the fvont
pillar closing panels.
Then fill in the holes made in the closing panels.

Spot weld the scuttle panel:
on the scuttle side panels:
(at BD and symmetrically at B'D').

Put a few spots of brazing (for reinforcement) between the scuttle shelf and the side panels.

Put a few spots of brazing for security:
(at AAT),
(at ACEF and symwmetvically at A'C'E'F').

Offer up the finishing panel between the windscreen and the dashboard on the scuttle dome:
(at DD' ).

Punch the fixing holes in the scuttle panel.

Then remove the finishing panel.

Position the anchor straps of the instrument surround by offering up the surround. Mark the position of the anchor
straps and spot weld them under the upper edge of the scuttle dome.

Planish and grind the welding.
Paint the parts.

Sound deaden.

TOOLS

Jig 2635-T
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This opevation does not requive the body to be placed on the jig base.

REMOVAL (see Pl. 55).
NOTE: Place the cav on a level suvface. Wedge the veav at exactly the same height on both sides.

1 Drill and cut the spot welding and separate (chisel) the boot rear closing panel:

from the caisson lower unit:

(at AA"),

from the connecting panels:

(at BCD and symmelvically at B'C'D’),

from the boot interior reinforcements:

(at FG and symmetrically at F'G'),

from the wheel arch panels:

(at FE and symmetvically at F'E'),

from the bumper brackets:

(at H).

Remove the boot rear closing panel.

PREPARATION:
2 Eliminate by planishing, grinding or welding, the folds, roughness or splits on the welded or cut edges.
3 Degrease the new part with petrol or white spirit,

ASSEMBLY (see Pl. 55).

4 Offer up the boot rear closing panel and hold it in position by means of clamps.
Align the holes (K and K') of the boot closing panel with those of the bumper brackets.
Make sure that the upper edge of the panel is horizontal.

Check this position by means of a spirit level.

5 Spot weld the boot closing panel (spot welder and end welder):

on the caisson lower unit:

(at AA").
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OPERATION No. D 823-1 : Replacement of a boot rear closing panel.
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on the connecting panels:

(at BCD and symmelrically at B'C'D’),

on the interior boot reinforcements:

(at FG and symmetrically at F'G'),

on the wheel arch panels:
(at FE and symmetrically at F'E'),

on the bumper bracket bosses:
(at H and symmetrically at H').

Put a spot of gas welding in the corners formed by the boot closing panel and the wheel arch panels.
Fill the holes drilled in the parts for removal, with brazing.

Planish and grind the welding.

Paint the parts.

Sound deaden.

TOOLS
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13

14

REPLACEMENT OF A FRONT BUMPER.

Removal.
Remove the two fixing screws from the securing straps on the four wings (on the inside, engine side) ..... ceeenn
Remove the town horn, left side .....ccc0ua.. et e et er e e e a e e e e e ea e eean et

Remove the four fixing screws {two on each side) from the bumper brackets on the front body unit. (Do not mislay
the packing pieces; they will be replaced on refitting) . ve.vee i veniennveneenneenennnnn e s e e eeesasana

Remove the screws at the ends of the bumper {on the shoulders, wheel side) «vvvvrvrneonssnnns feeess et
Remove the bumper.

Fitting.
Offer up the bumper, inserting, if necessary, the packing pieces found on removal.

Check that the rubber seals for the front wings are correctly positioned.

Offer up the fixing screws to the ends of the bumper (on the shoulders, wheel side). Do not tighten the screws.
Offer up the four screws for fixing the bumper brackets on the front body unit. Do not tighten the screws.
Offer up the two screws for fixing the securing straps on the front wings (on the inside, engine side).

Tighten the SCIreWsS c.vorverieossooracnssssssssscsosasensscscsccsos crrcsasascaese N Cee e eeas srieaeens
Fitthe town horn ceveeeeeneuns et e e et a e e s et eses e asaoseanc e eotcceceabscaaenanasen

REPLACING THE UPPER BAR OF A FRONT BUMPER.
Removal,

Remove the rubber stops (3 studs for fiXing) +oueeenroreneerioroenerenneecneernnsononss e

Remove the bumper end pieces.

TOOLS

14 mm box spanner

12 mm box spanner

14 mm box spanner

12 mm box spanner

12 mm and 14 mm
spanner and box spanners

12 mm spanner

12 mm box spanner




DS 19 - ID 19

140 OPERATION No. D 615-1 : Work on the front bumpers (since September 1962).
TOOLS
15 Remove the upper bar (4 end . screws, 5 mm diameter) ...ocoosovne eseseaa sssccsosecacns o 8 mm box spanner
16 Remove the brackets fixing the bumper to the registration plate (5 bolts, 5 mm diameter) ......... Geovnnsoseasas 8 mm spanners and
box spanners
Fitting .
17 Join the upper bar of the bumper to the brackets ....ccccecncccsncsvoscscas siseecoosmcsneaanaess Cosesasecranos 8 mm spanners and
box spanners
18 Fix the bar to the registration plate.
19 Fit the bumper end pieces.
20 Fit the rubber stops (3 studs for fixing) +evvove.o. cvcesenesoeasaanae csoesonn coccevuenasacans Gccosesasrconooana 12 mm box spanner
REPLACING THE LOWER HALF BAR OF A FRONT BUMPER.
Removal.
21 Remove the central rubber embellisher and the central chromed embellisher {3 screws for fixing) .....veweooo. « & mm box spanuner
22 Remove the rubber stop (3 studs for Fixing) ce.ceccororrncooronnosococaonss osesesas bescecesacos eesevescanssao 12 mrn box spanner
23 Remove the bumper end pieces.
24 Remove the two Parker screws securing the half-bar to the central bracket and the registration plate.
25 Remove the lower half-bar of the bumper.
Fitting .
26 Offer up the bumper half-bar.
27 Offer up the two Parker screws securing the half-bar to the central bracket and the registration plate.
28 Offer up the chromed central embellisher and the two fixing nuts.

Fit a flat washer and a shakeproof washer under each nut.

Fit the upper fixing screw (flat and shakeproof washers) ...covencoss e e eeesees et oc e seteano e one o

8 mm box spanner
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29
30

31

32

33

34

35

36

37

38

39

40

Offer up the bumper end piece.
Offer up the rubber stop (3 studs for fixing) ..... e ess s ee s e s e sioec e s onecans s o anne s ceeaeee

Tighten the SCIeWS . eoceossecocesronserevesonossscarsonoscs G e asesseeteseseneanan o taes o esectetesannnans

REPLACING A FRONT BUMPER.

Removal.
Remove the rubber stop {3 studs for fixing) .seeevevoconnses ceeseans Ceesessseses s e .o N
Remove the lower fixing screw from the end piece on the lower bumper bar ...... et esesececsacnsosanes cieseans

Remove the upper fixing nut from the end piece on the lower bumper bar. (For this, the arm must be inserted inside
the wing, ehgine side) .....ceviiivneninnan. i eisene e creeaisseeeaniea Sheresereeiroea e

Remove the bumper end piece.
Fitting.

Offer up the bumper end piece. Insert the upper fixing screw, leaning on the lower bar of the bumper to allow it
to enter. (Take care not to scratch the bumper bax).

Fit the rubber weatherproof gasket in the correct position on the front wing.
Offer up the upper nut for securing the end piece on the lower bumper bar (flat and shakeproof washers) ..........
Offer up the lower screw for securing the end piece on the lower bumper bar (flat and shakeproof washers) ..... e

Refit the rubber stop (3 nuts, flat and shakeproof washers) cv.eaeocosseas feiaeaes sesesecscssessosiasesuassann

TOOLS

12 mm box spanner

8 mm and 12 mm
box spanners

12 mm box spanner

8 mm box spanner

12 mm box spanner

12 mm box spanner
8 mm box spanner

12 mm box spanner
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TOOLS
REPLACING A FRONT NUMBER PLATE.
Removal.
41 Remove the two rubber StOps ... vttt it nsannsces G a e e e e et et e s e e s e e et e e o e e ane.es 12 mm box spanner
42 Remove the four cross headed Parker screws securing the bottom of the plate to the lower bumper bar.
43 Remove the five hexagon headed screws with nuts securing the plate to the upper bumper Bar .v..vee v rerennnuns.. 8 mm spanner or
ring spanner
44 Remove the fixing nut from the central rubber embellisher (flat and shakeproof WasheT) ... v.ueeveeerennenennness 8 mm spanner
45 Remove the number plate by the right.
NOTE: On the DS model, one of the hovns must be taken off before the plate can be remowved.
Fitting.
46 Offer up the number plate from the right and position it correctly.
47 Offer up the five hexagon headed screws with nuts that secure the plate to the lower bumper bar, fitting the two flat
washers and the shakeproof washer under €ach B8CTEW ..ottt it innnineneeennnennonoecooeaneesnnnenns 8§ mm spanner or
ring spanner
48 Offer up the four Parker screws with cruciform heads securing the number plate to the lower bumper bar.
49 Offer up the central rubber embellisher and tighten the fixing nut, not forgetting to fit the flat and shakeproof washers. 8 mm spanner
50 Fit the two rubber stops, right and left .......... i vvivnnenes ceeene ses et intaseetacareacaas

12 mm box spanner
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TOOLS
DISMANTLING.
1 To remove the support plate:
a) Unstick the felt on the scuttle for approximately 2 inch and all the way up at the junction of the support plate
with the scuttle.
Remove the two Parker screws thus uncovered.
b) Remove the two main screws securing the heater tube trimming panel under the scuttle.
c) Unstick the felt at the junction of the support plate with the right-hand front door pillar.
Remove the two Parker screws thus uncovered.
d) Remove the support plate.
2 To remove the shutter:
a) TUnscrew the knob from the control rod.
b) Remove the locking spring.
c) Remove the hinge screw.
d) Remove the shutter.
ASSEMBLY.
3 To refit the shutter:
a) Put the shutter in position by engaging the control rod.
b} Fit the hinge screw and tighten the locknut.
c) Put the locking spring in position.
d) Screw the knob on the control rod.
4 To refit the support plate:

a) Put the support plate in position and fix it by using the four Parker screws.,
b) Stick down the felt.
c) Put the heater tube trimming panel in position under the scuttle. Fix with two Parker screws.

Check the functioning of the shutter.




144 OPERATION No. D 800-0 : Alignment of the doovs, wings and bonnet. DS 19 - ID 19
TOOLS
1 To adjust the doors (see Pl. 66).
a) Fit the doors, adjust their height so that the front upper corner of the front door is at a distance of 577.5 mm
from the top of the trimming of the siderail; that the rear upper corner of the rear door is at a distance of
505 mm from the top of the trimming of the siderail.
b) Fit the wings.
¢} Without altering the dimensions given in paragraph 1, adjust the position of the doors so that the gap AA' is equal
at the top and the bottom.
Adjust also the shutting of the front door. The rear edge of the front door should stand proud of the front edge
of the rear door by 1 to 2 mm in order to avoid whistling noises at high speeds.
d}) Check that the gap BB' between the front wing and the front door is equal at top and bottom, and that the same
applies to CC' between the rear wing and the rear door.
The gaps AA', BB', CC' should be equal to within about 2 mm. If necessary alter the position of the wings.
NOTE: If it is necessary to move the front wing forwards, insert washers as required between the caisson front
unit and the wing fixing {(at "d').
One can alter the position of the rear wing:
towards the rear, by moving the wing fixing plate on the boot closing panel,
towards the front, by moving the positioning pins or the alignment brackets of the wing.
2 To adjust the bonnet.
a) To adjust the hinges (see Pl. 66, fig. 3).
1. In the lateral direction, on the closing panels of the lower front pillar, using the slots ''a''.
2. In the longitudinal direction, by moving the screws in the slots '"'b'".
3. The bonnet on the hinges, using the slots c''. Lottt in et cniorsronecanasoreenacoocassnsnsassss 12 mm spanner
b) To adjust the locking of the bonnet (see Pl. 66, fig. 2).

If the bonnet unlocks when the car is moving or if it is difficult to lock, it is necessary to:
1. Adjust the locks fixed on the wings so that the closing pegs engage to the bottom. To do this:

Unscrew the fixing screws.
Adjust the locks by moving them in their slots.
After adjustment, tighten the fixing screws ...... G e s et e n e e st aci o caas s eng e s eoans

........

2, To adjust the closing pegs:

Untighten the nuts locking the closing pegs.
Unscrew (or screw up) the closing pegs (2).
Check the locking. Lock the pegs by tightening their locknuts ............... Gisecerserus s aseeen e s e

8§ mm spanner

12 mm spanner
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TOOLS

The front and the base of the chassis of the Cabriolet are the same as those of the Berlines and Breaks. The rear
upper part is in Chapron* coachwork.

The car can be repaired on the jig base (see Op. D 620C). In the case of serious accidents, Chapron undertake repair
or replacement of the rear upper part.

SPARE PARTS.

1 DS type Cabriolet.

a) Front body unit
Vehicles produced from July 1960 to September 1962

Same front unit as on the Berline model .. ...ttt ittt it rieseionesonanesones DS 741-04c
Vehicles produced since Septembey 1962
Same front unit as on the Berline model ......... e e e e C st e e DS 741-044d

b) Lower body siderail
Vehicles produced from July 1960 to Sepiember 1962

Same siderail assembly as on the Break types, with sidemembers strengthened by a gusset 1 mm thick
Left side : DB 743-1
Right side: DB 743-1la

Vehicles produced since Septembey 1962

Same siderail assembly as on the Break types, with sidemembers strengthened by a gusset 2 mm thick
Left side : DB 743-1c
Right side : DB 743-1b

It is also possible to effect a repair by fitting these later assemblies on vehicles of the earlier model.

c) Lower rear caisson unit

Vehicles produced from July 1960 to September 1962

Same rear unit as on Berline model ....... e e e s e e s e s ueasas e s s e s nan er s e s DS 742-01

Vehicles produced since September 1962

Same rear unit as on Berline model ...v. i cinvracconorncncavenas sresescscssessss DS T42-01
2 ID type Cabriolet

d) Front body unit

Velicles produced from July 1960 to September 1962
Special front body unit (to house the damper) ., .c..cvv... e et ie it ere e DM 741-04h

Vehicles produced since September 1962
Same front unit as on Berline model ........ Chere s ee s e et eraecssesas e DM T41-04g




146 OPERATION No. D 805-00 : Cabriolet.
TOOLS
e¢) Lower body siderail
Vehicles produced from July 1960 to September 1960
Same siderail assembly as on the Breaks, with sidemembers strengthened by a gusset 1 mm thick
Left side : DB 743-1
Right side : DB 743-1a
Vehicles produced since September 1962
Same siderail assembly as on the Breaks, with sidemembers strengthened by a gusset 2 mm thick
Left side : DB 743-1b
Right side : DB 743-1b
This last assembly can be fitted to all bodies, even the old type.
f) Lower rear caisson unit
Vehicles produced from July 1960 to September 1962
Same rear unit as on Berline .......c.... ... e e s esaacerae e necons secaceraeesanse DS 742-01
Vehicles produced since September 1962
Same rear unit as on Berline ..... N s esessucos e asons e . DS 742-01
3 DS type Cabriolet, mechanical. {This model has been produced since February 1963}.

g) Front body unit
Same front unit as on Berline ¢veooeesooscoases s e e s o e ae s c e s DF 741-044d

h) Lower body siderail
Same siderail assembly as on the Breaks ...cciivocierancocscns Ceseoresencsonnan Left side : DB 743-1c¢
Right side : DB 743-1b

j) Lower rear caisson unit
Same rear unit as on the Berline .e...ccceeocesconsonnsosonsns cecenseroan veees. . DS 742-01

MAINTENANCE.

Maintenance of the paintwork:

The cabriolets are finished with cellulose lacquer. These vehicles should be rinsed very carefully after washing
with shampoo, to prevent the paint dulling or blooming.
It is also advisable to maintain the gloss on the paintwork by cleaning it from time to time with polish.

Maintenance of the leather of the seats:

The leather covering the seats is cleaned simply with soap and water. There is a risk with any other product of
discolouring it or altering its appearance.

After cleaning, polish it with a clean, dry woollen duster.

Repairing the plastic boot cover: Chapron undertake the repair of the covers.

% Carrosserie CHAPRON, 114 avenue Aristide~Briand, Levallois (Seine). 737-50-84.
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TOOLS

REMOVAL.

1 Disconnect the negative battery cable...... e see e N e e e e cheeaean e 12 mm spanner

2 Remove (by hand) the interior rubber finishing strip round the body roof joint.
Remove the sun-visor.

3 To remove the right-hand and left-hand rear quarter panels:
Pull the lower part of the panel sideways with an upward movement, in order to unhook the upper part from the body
support panel.

4 To remove the direction indicator housings:

lst case: long housing

a) Remove the reflector and glass assembly by pulling on the lower tongue of the glass to disengage the hood.

b) Remove the hood by unscrewing the reflector retaining spring screw.

c) Remove the three screws, situated under the rear door surround.
Disengage the housing from the edge of the body to the limit allowed by the length of the feed wires. Unscrew
the nut fixing the earth wire. Disconnect the terminal connecting the flasher wire. Disconnect the wires from
the housing Disengage the housing.

2nd case: short housing

d} Remove the upper finishing strip from the rear pillar by unscrewing the upper and lower fixing screws.

e) Remove the reflector and glass assembly by pulling on the lower tongue of the glass to disengage the hood.

f)  Remove the hood by unscrewing the reflector retaining spring screw.

g) Remove the screw fixing the front of the housing. Disengage the housing to the limit allowed by the wires.
Unscrew the nut fixing the earth wire. Disconnect the terminal connecting the flasher wire. Disengage the
wires from the housing. Disengage the housing.

5 Remove the joint cover, situated on the join between the two edges of the front right-hand and left-hand finishing
strips, by means of a screwdriver. Remove the two finishing strips by removing the nut situated near each

windscreen upright (these screws also fix the front of the roof).

6 To remove the roof:

Unscrew the nuts fixing it to the body.

At the front: Windscreen side, five nuts on the inside of the siderail supporting the roof.
On each side: Five nuts on the outside of the body under the siderail supporting the roof.
At the rear: On the inside of the body on each side one nut under the siderail.

Remove the rear finishing strip from the roof (remove by hand) (see Op. D 854-1). Remove the roof from the body. 12 mm box spanner

7 Remove roof rubber sealing strip and the rear rubber sealing strip.

8 Scrape and clean the joint seatings. Remove the mastic.
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OPERATION No. D 825-1: Replacement of a roof.
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10

11

12

13

14

15

16

ASSEMBLY.

Place on the body, where the rubber sealing strip will fit, two strands of mastic, side by side (VIBRADAMP xnastic).

NOTE: Approximately 10 metves of stvip mastic will be vequived.
Put the roof rubber sealing strip in position. Paste the rear sealing strip in position (BOSTIK paste 294C).

Offer up the roof on the body and put the fixing screws in position (except the two front right-hand and left-hand
screws, which also hold the front finishing strips}. Tighten the nuts using flat and shakeproof washers.

Put a strip of mastic (VIBRADAMP} in the groove of the {ront finishing strips to make sure of the sealing. Fix cach
front finishing strip with its screws, inserting a spring washer under the nut.

Put a strip of mastic at the joint of the two finishing strips and fit the joint cover.

To refit the direction indicator housings:

1st case: long housing:
a) Make sure that the rubber sealing joint is correctly in position. If necessary hold this joint by sticking it on the
housing (BOSTIK 294C paste).

b) Put the housing in position on the body, passing the feed wire harness into the housing. Tighten the fixing screws.

c) Connect the wiring. Fix the earth wire on the rear fixing screw of the roof. Fit the hood, tighten the reflector
retaining spring screw. Put the reflector and glass assembly in position.

Z2nd case: short housing:

d) Pass the wiring through the housing and then fit the housing. Tighten the front fixing screw.

e) Connect the wires and fix the earth wire on the rear fixing screw 0f the TOO0L t vt ittt tnr vt enenne e enns
f)  Fit the hood, tighten the reflector retaining spring screw. Put the reflector and glass assembly in position.

Put the rear finishing strip in position on the roof (see Op. D 854-1).

Fit the quarter panels. Fit the sun-visors.

Put the interior rubber finishing strip in position.

Connect the earth cable to the battery .......... Ceee e cecemecens e e et it et et et a0t 0a oo enes et

TOOLS

12 mm box spanner

12 mm spanner
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TOOLS

1 In order to proceed with the repairs indicated below, it is necessary to obtain the following composition:
Make up the main mixture of:

85 g of "Resine 66"
and of 15 g of "Carbonate of Calcium' or for preference
"Microdol 5 Mu''.
Then add the following:

2 crn3 of catalytic fluid
either of "Lupersol DDM"
or of "Stratyl XI"
or of "Peroxide MEC"
then three drops of "Nuodex Cobalt at 6%"
finally 20 grammes of "Roving Wire 60 strands' cut in lengths of about 5 mm.
Well mix the composition.

IMPORTANT NOTE: This mixture dries vapidly, and should not be prepaved until requived and then only in small
quantities (120 g approximately).

2 Cracks (see Pl. 64).

In the case of small cracks, whose depth does not exceed 1.5 mm, it is necessary:

a) To make these totally disappear by rubbing the roof with abrasive paper No. 320.
b) Reconstruct the original shape of the roof by using the cellulose mastic.

¢} Rub down and renew with cellulose paint, applying in thin coats.

In the case of larger cracks, provided the strength of the roof is not affected, it is necessary to:

d) Grind the split part in such a manner so as completely to remove the crack. Use a special grinding wheel
(NORTON grinding wheel, Citroen reference No. 407705).

e} Surround the part to be repaired with a large strip of adhesive paper, to protect the good part of the roof from
the risk of accidental splashing of the mixture.

f)  Fill the depression produced by grinding, by using the plastic mixture, the composition of which is given in
paragraph 1.

g) Place a plate made of plastic or steel material and conforming to the shape of the roof on the part repaired
with the mixture.
To prevent the mixture sticking to the plate, insert cellophane foil between the latter and the mixture.

h) Press the plate heavily on the roof in such a way s0 as to compress the mixture in the part to be repaired.
Whenever possible, clamp it in position under pressure.
If the position of the repair does not allow it to be clamped (the centre part of the roof, for example), load
the plate with a weight, after having taken care to prop up the part to be repaired, in order to avoid
deformations (see fig. | and 2).
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TOOLS

i} Leave to dry for not less than 12 hours.

i} Reform the roof to its original shape, removing surplus material by grinding, then by rubbing with abrasive
paper.

k) Repaint the roof (in the case of a painted roof).

3 Cracks on the edges {see fig. 3).

It is necessary to reinforce the roof round the crack. To do this:

Use an aluminium plate 1.5 mm thick and fix with aluminium rivets in the depression obtained by grinding as
indicated in the illustration, having carefully prepared the depression in such a way that it is possible to cover
the plate with a layer of plastic mixture not less then 1 mm thick.

F'ill the depression and mask the plate with plastic mixture as indicated in the case of a crack, observing the
same precautions as for cracking (see paragraph 2).

4 Splits (see fig. 4).
It is necessary to reinforce the roof by means of sunken aluminium plates round the split.

According to the seriousness of the damage, it may be necessary to use one or more plates, placing them as
indicated in the illustration.

Proceed as indicated in paragraph 2 h and fig, 2. Treat both faces of the roof in the same marner.
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TOOLS

(see Pl. 69).

1 Insert in the slot in the door the lower plate (1) and wedge it to rest in position on the plate (2).
2 Insert in the slot in the door the upper plate (3) held firmly on the plate (2) on the inside of the door by an assistant.
3 Put moist asbestos in the immediate neighbourhood of the welding. Also insert a sheet of asbestos in the inside of the

door in order to protect the paintwork.

4 Weld the parts {1, 2 and 3) (arc weld):
(at A).




152 OPERATION No. D 844-1 : Replacement of a boot door and its hinges. DS 19 - ID 19
TOOLS
REMOVAL,
Boot door:
1 Remove the female stays by pressing upwards in order to compress the springs and release the stays from their
lower stops.
2 Remove the springs remaining on the male stays.
3 To remove the boot door.
Unscrew and remove from each side the two nuts fixing the boot door on the movable hinges.
Remove the male stays with the door brackets. Remove the door. vvouv.n.. cerae e Ceaeeaes vo oo cenes s 12 mm box spanner
4 Remove the rubber grommets between the movable hinge and the boot door.
Boot door hinges:
5 Remove the rear wings.
6 Remove the direction indicator lights.
7 Remove the rear pillar upper finishing strip.
8 To remove the hinges:
Unscrew and remove the quarter panel fixing screws.
Unscrew and remove the nut securing the fixed hinges on the body.
Remove the hinge and quarter panel assembly.
Dismantle the fixed hinges from the quarter panels. c cieecsscosissseinansasanes v sttt ar ettt e e 8 mm box spanner
ASSEMBLY.
Hinges and boot door:
9 Mount the fixed hinges on the quarfer PaANelS. « oo oo v vccnrsosesooatssascosorosssoneasosssoscssssosensoascaonsssos 8 mm box spanner
10 Offer up these assemblies on the body.
11 Fasten the fixed hinges onthe body .......... e essrsereavaeesec o s e et encocenen e cresneean s evoean 12 mm box spanner
12 Put the rubber grommets on the movable hinges.
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TOOLS

13 Offer up the boot door.
14 Offer up the male stays on the door brackets. Then fix them with the nuts ......... et casaesesesaaaaaann N 12 mm box spanner
15 Offer up the return springs on the male stays. Lightly grease the springs.
16 Offer up the female stays on the springs. Then push them upwards, compressing the springs in order to engage the

head in the lower stops.
17 Test the door operation.

NOTE: If operation of the doov is faully, it is necessary to insert one ov move washevs undey the fixing of the fixed

hinge on the body, to bving the hinge pins into line.
18 Fix the quarter panels on the body.
19 Fit the direction indicator lights.
20 Fit the rear pillar upper finishing strip.
21 Fit the rear wings.

NOTE: Our Spare Pavts Department supplies only new type hinges, without divection indicator fixing bosses.
The hinge pin centve line is in a diffevent position on the old type hinges.
1t is thevefore necessary to veplace both hinges at the same time.
The new hinges ave mounted without modification to the dvilling.




154 OPERATION No. D 844-2 : Replacementofthe veav boot doovr sealing rubbers. DS 19 - ID 19
TOOLS
REMOVAL (see Pl. 63).
1 Disconnect the battery to save burning the vrear boot light ........cciiiineiiinn ceeseveann cbeescensaesenas seasee 12 mm spanner
2 Remove the rear bumper ..... Cs s etceseiacnsenese sttt ecesestsctasasasuoe s cessesscetreaannans ctertieraceaane 26 mm box spanner
3 Remove the two rear wings.

4 Disconnect the number plate. To do this, remove the four screws from the inside of the boot. Do not remove the
stop lamp Wires seceeccsnscaccanaenn tresscreteesaeees D R seosaas cesoesan 12 mm box spanner

5 Remove the two Parker screws fixing the lateral sealing rubber on the rear closing panel of the boot:
(at A and B).

Remove the two lateral sealing rubbers.

6 With a screwdriver, open up the gripper edge {a) of the sealing strip fixings (see fig. 2).

7 With a lever open up the outer gripper edge (b) of the rear boot sealing strip fixing. Disengage and remove the boot
door sealing strip (see fig. 3).

ASSEMBLY (see Pl. 63).

8 Offer up the new rubber sealing strip at the end of rear boot sealing strip fixing:

(at A or at B).
Position it.

9 With a hammer beat down the outer gripper edge (b) of the fixing.

10 Beat down the inner gripper edge (c) of the fixing, using a drift.

11 Cut the rear rubber sealing and chamfer to a point towards the bottom (see fig. 4).

12 Engage the lateral sealing rubbers in the fixings.

13 Beat down the lower end of the lateral rubber sealing strip on the rear rubber sealing strip and fix with a Parker

sCcrew:

(at A and B).
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14

15

16

17

18

19

20

Beat down the gripper edge (d) of the sealing strip fixing on the lateral sealing rubbers (see fig. 4).
Pass the lateral sealing rubber under the boot surround upper rubber:

(at C).

Cut the ends of the lateral sealing rubbers 2 ¢cm approximately from the fixing screws:

(at A and B).
Mastic the joints of the panels.

Fit the rear number plate . ... ..ttt ittt it ioeteroostonasossisnsessnnenn seee st eneronaun

Fitthe bumper ..ot ittt ittt eininieneeneenoissosensncasssssosasosanasss Chee e aa s e

Fit the wings.

Connect the battery leads ....cviiieeeineicnsnn O Cev et ereesescannan

.............

TOOLS

12 mm box spanner

26 mm box spanner

12 mm spanner



156 OPERATION No. D 853-1: Replacement of a front trimming panel (since September 1962). DS 19 - ID 19
TOOLS
REMOVAL.
1 Put the vehicle on a lift.
2 Remove the thirteen 5 mm fixing screws at the lower rear of the trimming panel coc.ovevcivesnoncrocaoseconon soee 8 mm box spanner
3 Remove the four 5 mm screws fixing the trimming panel to the front body unit ........... ... sesesessnas ceconon 8 mm box spanner
4 Undo the rear screws securing the cooling ducts of the brake discs (1 screw only) to the brake disc protection panel.
5 Remove, by the front, the trimming panel with the cooling ducts of the brake discs.
6 If necessary, remove the cooling ducts ....... N T 10 mm box spanner
FITTING.
7 Offer up the front trimming panel, centring it correctly on the front caisson unit.
8 Offer up, at each side and at the left-hand and right-hand ends, one screw to hold the panel in place. Do not tighten
the screws.
9 Offer up the rear fixing screws of the brake disc cooling ducts, the four screws fixing the trimming panel on the front
caisson unit, and the lower rear fixing screws of the trimming panel.
10 Tighten all the scTews «.c.veeseas bessesaas casaceresosesensa oo e ecaeac e Gesenerases s 8 mm and 10 mm box

spanners
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TOOLS

REMOVAL (see P1. 71).

1 Remove the direction indicator light housings (see Op. D 825-1, paragraph 4).

Turn the roof rear finishing strip (1) by hand in the direction indicated by the arrow F' (see fig. 2).
2 Raise this finishing strip in the direction indicated by the arrow F.

3 Remove the finishing strip.

ASSEMBLY (see Pl. 71).
4 Offer up the roof rear finishing strip (1) on the hooks {2) in the direction indicated by the arrow P (see fig. 2).
5 Turn the finishing strip in the direction indicated by the arrow P' and fix the strip on the hooks (2) at A.

6 Refit the direction indicator light housings (see Op. D 825-1).




158 OPERATION No. D 861-1: Replacement of a doov lock and its controls. DS 19 - ID 19
TOOLS
REMOVAL (see Pl. 70, fig. 3 and 70 C).
1 Remove the door {see Op. DS 961-1, paragraph 1}.
2 Remove the upper and lower rubber grommets on the end of the door, lock side.
3 Unscrew and remove the upper and lower nuts fixing the glass guide, lock side . ... e ccvrocvesoonvanocsssonsco 12 mm box spanner
4 Remove the glass guide, lock side, the glass and the imner trimming panel {see Op. D 961-laj.
5 Remove the three lock fixing screws {3).
6 Remove the lock by disconnecting the interior handle control rod {15).
7 Remove the interior handle (21}, in this way.
Unscrew the handle fixing screw {17) by turning the hexagon {19} in a clockwise direction.
Turn the handle a quarter of a turn to remove it from the door together with the control rod {see fig. 3}.
8 Remove the exterior door handle (14) by unscrewing the fixing screw (1) from the inside. Disengage the handle from
the door by turning it a quarter of a furn.
ASSEMELY (see Pl. 70, fig. 3 and 70 C).
9 Offer up the interior door handle (21) together with the shouldered rubber washer with its control rod (15) and anti-
rattle plate (23), introducing the rod through the hole provided in the door.
10 Make sure that the handle fixing screw (17) is in position on the panel. This screw passes through the hexagon (19)
and is held by the split washer (20). A fibre anti-rattle washer (18) is inserted between the hexagon and the door
panel.
Turn the handle a gquarter of a turn in its hole in order to bring its end opposite the second fixing hele.
Fix the handle by turning the hexagon (19) in an anti-clockwise direction.
11 Offer up the lock on the door.
12 Offer up the control rod (15) on the lock catch (16).
13 Fix the lock on the door by its three screws (3).
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Check the operation of the lock.

Offer up the exterior door handle (14) (together with its shouldered rubber washer (7) in its slot. Then turn the
handle a quarter of a turn.

Offer up the fixing plate (4) from inside the door, on the hub of the handle.

Turn the plate (4) a quarter of a turn. Fix it by the screw (1) through the interior of the door, interposing the washer
(2) between the handle and the door panel.

Fit the door on the car and adjust it.

Fit the glass guide and the glass (see Op. D 961-1a). Fit the door panel (see Op. D 983-2).
Put the rubber grommets in position .e..veeverecirerrcsonas ceesecenssooo o Gececeens ottt caanos “es

TOOLS

12 mm box spanner



160 OPERATION No. D 861-4 : Replacement of a doov lock barvel. DS 19 - ID 19
TOOLS
REMOVAL.
(See P1. 70 A and 70 B).
1 Raise the window to the top position.
2 Remove the window winder (30). For this purpose, press on the escutcheon {38) of the handle, using tool MR-3978-10
(DS) or MR-3978-20 (ID) as shown in Pl. 70 and drive out the pin (29). Remove the handle (30), the escutcheon
(38), the cup (42) and the spring (43) . oo verreornunnnoraansns C e s e e naa s e e e ea Tools MR-3978-10 or
3 Remove the interior door finishing panel, secured by clips. MR -3978-20
4 Partially unstick the Vinyl sheet, from the opening nearest the point at which the handle reaches the door lining.
(See PL. 70 C).
5 From inside the door, unscrew the rear fixing screw (1) from the handle.
6 Remove the door handle by turning it through a quarter turn. Hold the retaining plate (4} on the inside of the door.
Remove it.
7 Unscrew the locknut (6) and the adjusting screw (5) and remove them.
8 Slide out the push button (11) and its return spring (13).
9 Remove the lock barrel circlip (9) and remove the lock barrel (10).
FITTING.
(see P1. 70 C).
10 Fit the ignition key in the lock barrel (10).
11 Fit the barrel (10) in the push button (11).
CAUTION: Take careful note of the direction in which the barrel is fitted and push it right to the bottom of the push
button, so that it can be secured by its circlips.
12 Fit the return spring (13) in the door handle.
13 Fit the push button (11) in the door handle.
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Exert pressure on the push button and offer up the adjusting screw (5) and its locknut (6). Screw them together
into the button.

Offer up the handle (14) complete with the shouldered rubber washer (7) to the door. Insert it in its slot and turn it
through a quarter turn.

Offer up the fixing plate (4), from the inside of the door, on the hub of the handle.

Turn the plate a quarter turn. Fix it by the screw (1) from inside the door, fitting the shakeproof washer on the
inside and the washer (2) on the outside between handle and door panel. Tighten the screw.

Stick back the Vinyl door lining sealing sheet.
Fit the interior door trimming panel (see Pl. 70 A and 70 B).

Offer up the spring {43), the cup (42), the escutcheon (38) and the handle (30). Pin the assembly with the help of the
pin (29).

TOOLS




162 OPERATION No. D 932-0 : Adjusting the front seal height (until September 1962). DS 19 - ID 19 -

TOOLS

The seats are fixed on the car at an average height. It is possible to alter the position in the following manner:

1} To lower the seat:

Remove the two front and two rear wooden packing pieces, to be found between the slides and the croszsmember.

2) To raise the seat:

Add four packings to obtain the desired height.

3} To alter the angle of the seat:

Add the packings to the front or to the rear.

in lowering the seat, the 7 mm diameter, 100 pitch screws can still be used. In the two other cases it is
necessary to use longer screws.

NOTE: Since September 1962 the wooden packing pieces between the slides and the crossmember under the front
seats have been dispensed with.
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REMOVAL (see Pl. 70 A).

To remove the door:

Unscrew the door lower pivot bracket screw, after having unscrewed its nut.
NOTE: Do not unscvew the upper pivot bracket scvew in ovder to avoid alteving the adjustment of the door.
Remove the door by lifting it upwards.

To remove the window winder mechanism:

Remove the interior rubber door glass sealing strip (24), fixed by clips to the upper part of the door.
Remove the outer door sealing strip (25), fixed by cruciform screws to the upper part of the door.

To remove the window winder handle. Press strongly on the handle escutcheon with the tool MR 3978-10 (see fig. 2)
or MR 3978-20 (see fig. 4, Pl. 70), in order to gain access to the fixing pin (29). Drive out the pin .......c...

Remove the interior trimming panel of the door. This panel is fixed by clips {see Op. D 983-2).

Remove the vinyl sealing covers, stuck over the openings on the inside of the door, under the interior trimming panel.

NOTE: Avoid tearing the covers when unsticking.

Bring the glass to the half-way position to obtain access to the winder mechanism (40).
Remove the two window winder lockwashers by turning back the edges.

Disengage the bottom of the glass (32) from the window winder.

Remove the two movable stops (31 and 33) from the bottom of the glass.

Remove the felt-lined steel clamps (36) for retaining the door glass.

Pull the glass upwards and remove.

Remove the upper and lower rubber grommets from the front and rear faces of the door. Unscrew the nuts fixing

the glass guides. Remove the glass guides (28 and 41) ......cccvuoen.. Cheecsersea et neaans fee e .

TOOLS

MR 3978-10
MR 3978-20

12 mm box spanner




164 OPERATION No. DS 961-1: Replacement of a window windev (vehicles produced until 16th May 1957). DS 19
TOOLS
ASSEMBLY (sce P1. 70 A).
14 Offer up the front and rear glass guides (28 and 41} in the interior of the door.
15 Insert the washers and fix the glass guides by means of their nuts (&6 and 39) L. e e e 12 mm box spanner
16 Offer up the glass in the glass guides (28 and 41) and lower to the bottom.
NOTE: The giass is fitled with ils glazing vubbey (32) and ils vubbey seal (27) (if nol, Jit the sealivng vubbes

glazing vubbevr).
17 Offer up and [ix the outer door scaling strip on the upper part of the door (£5).
l& Offer up and fix the interior door sealing strip on the upper part of the door (247,

NOTE: [t is necessavy to use only the sealing stvip with fell padding (fov front doovs = DS G61-530a, Jor froni doors,

vight-hand = DS 961 -310, fov front lefl-hand = DS 961 -31a}.
19 Raise the glass to its maximum height.
20 Engage the window winder mechanism (40} in the interior of the door. Fix it by four screws, maintaining it {laf

against the interior door panel. Tighten the screws.
21 Fit the (felt-lined) flexible steel clamps (36) on the glass by means of pliers.
22 Introduce the two window winder pegs (37 and 34) in their housings in the bottom channel. Fit the flexible washers

and the lockwashers (35).
23 Fit the two movable stops (31 and 33) to the ends of the bottom glass channel.
24 Offer up the window winder handle (30) without pinning it. Operate the winder mechanism if the glass does not

slide freely, lightly tallow the glass guides (28 and 41). Remove the handle (30).
25 Stick the vinyl sealing covers in position (paste EC 1236 Minnesota).
26 Stick the three felt grease washers on the interior door panel (BOSTIK paste).
27 Put the upper and lower rubber grommets in position on the front and rear faces of the door.
28 Offer up the interior trimming of the door. Fix it by means of its clips (see Op. D 983-2).
29 Refit the winder handle {30) and pin it.
30 Fit the door on the car. Then adjust it.
31 To adjust the closing of the window:

Remove the rubber grommets and adjust the glass in the glass guides (28 and 41) by interposing, on the fixing of the
latter, the shims (26 and 39) provided for this purpose.
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REMOVAL (see Pl. 70 B).

To remove the door:

Unscrew the door lower pivot bracket screw after having unscrewed its nut.
NOTE: Do not unscvew the upper pivot bracket scvew in ovdeyr to avoid alteving the adjustment of the door.
Remove the door by lifting upwards.

To remove the window winder mechanism:

Remove the interior rubber door glass sealing strip (24), fixed by clips to the upper part of the door.
Remove the outer door sealing strip (25), fixed by clips to the upper part of the door.

Remove the window handle {30). Press strongly on the handle escutcheon with the tool MR-3978-10, (see fig. 2) or
MR-3978-20 (see fig. 4, Pl. 70), to gain access to the fixing pin (29). Drive outthe pin ............ ceeeean

Remove the interior trimming panel of the door. This panel is fixed by clips (see Op. D 983-2).

Remove the vinyl sealing covers, stuck over the openings on the inside of the door, under the interior trimming panel.
NOTE: Awoid teaving the covers when unsticking.

Bring the glass to the half-way position to obtain access to the winder mechanism (40).

Remove the two window winder lockwashers {35) by beating down the turned up edge.

Disengage the bottom channel (32) from the window winder.

Separate the felt lined flexible steel clamp (36) for retaining the door glass.

Pull the glass upwards and remove it.

If necessary, separate the nylon glass guides (45) from the bottom channel ......... ... e, etssncseassoces

Remeve the upper and lower rubber grommets from the front and rear faces of the door. Unscrew the nuts fixing

the glass guides. Remove the glass guides (28 and 41l).......c0cvvenne e e ee s Ceseesesena

TOOLS

MR-3978-10 or
MR-3978-20

8 mm box spanner

12 mm box spanner



166 OPERATION No. D 961-la: Replacement of a window winder (vehicles produced since 17th May 1957). DS 19 - ID 19
TOOLS
ASSEMBLY (see Pl. 70 B).
14 Offer up the front and rear glass guides (28 and 41) in the interior of the deor.
15 Fix the glass guides with the aid of their nuts, interposing washers (26 and 39) ..o iv ittt it innnierroecnsesnes 12 mm box spanner
16 Fit the nylon glass guides (45) on the bottom channel {5). Do not forget to engage the rubber packings (44) in the
glass guides {45) ..c..ciiocvonacns cwsaes e saano e sescseitateseccnas e e n e e s e e 8 mrmn box spanner
17 Offer up the glass with slides in the glass guides, and lower to the bottom.
NOTE: The glass is fitled with its botlom channel and its glazing rubbev (if not, fit the glazing rubbev and botlow
channel).
18 Offer up and fix the outer door sealing strip (25) on the upper part of the door.
19 Offer up and fix the interior door sealing strip (24) on the upper part of the door.
20 Raise the glass to its maximum height.
21 Engage the window winder mechanism (40) in the interior of the door. Fix it by four screws, holding it flat against
the interior panel of the door. Tighten the screws.
22 Fit the felt lined flexible steel clamps {36} on the glass by means of pliers.
23 Introduce the two window winder pegs {37 and 34) in their housings in the bottom channel. Fit the flexible washers
and the lockwashers (35}, and turn down the lockwashers.
24 Offer up the window winder handle (30) without the pin. Check the working of the raising mechanism,
1f the glass does not slide freely, lightly tallow the glass guides (28 and 41).
Remove the handle.
25 Stick the vinyl sealing covers in position (paste EC 1236 Minnesota).
26 Stick the three felt grease washers on the interior door panel (BOSTIK paste).
27 Put the upper and lower rubber grommets in position on the front and rear faces of the door.
28 Offer up the interior trimming of the door, Fix it by means of its clips (see Op. D 983-2).
29 Refit the window winder handle and pin it.
30 Fit the door on the car and adjust it.
31 To adjust the closing of the glass:

Remove the rubber grommets and adjust the glass in the glass guides (28 and 41), by interposing on their fixing the
shims (26 and 39) provided for this purpose.
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TOOLS
REMOVAL (see Pl. 65A),
1 Remove the upper rear door window and its rubber sealing from the outside, after cutting the lip of the rubber
weatherproofing with a knife.
PREPARATION.
2 Fit the glazing rubber of the upper rear door on the glass. To do this, start putting it in position at the middle of the
bottom of the glass, and bend the rubber at right angles to enlarge as far as possible the groove that is to accept
the backlight.
Continue the fitting, working always in the same direction. Stretch the rubber so that the two ends join up when
fitting is complete.
NOTE: The highev the ambient tempevatuve, the easiev this fitting opevation is. If fitting is cavried out in cold
survoundings, it is advisable to warm the rubber slighily (on a radiator, for instance).
3 Fit, in the groove provided to accommodate the backlight panel, a greased cord 3 mm in diameter (at "a" in fig. 2),
the ends crossing at the centre of the bottom edge. Fitting the cord is made easier by using tool MR-3714-25
{see fig. 3) vuvinuiniinenan. e ettt ee et ceeeas N enaea Tool MR-3714-25

FITTING (see Pl. 65 A).

4 Offer up the glass, complete with the rubber, to the window aperture in the upper door. Let the ends of the cord
drop through on the inside of the door.

5 Tie the assembly with the help of a strap (leather or webbing) to hold it in its correct position in the frame.

NOTE: Some pieces of felt must be placed heve and theve between glass and strap to prevent the glass from being

scratched.
6 Press the top and bottom rounded corners well into the window opening.
7 Make the backlight panel enter the groove in the sealing rubber by pulling on one end of the cord, while an assistant

taps the glass, to the right of the point where the pull is being exerted, with a rubber mallet.




168 OPERATION No. DF 961-1 : Replacement of an upperv rear doov window. ID 19 Break
TOOLS
8 Do not tap the glass with the mallet at the rounded parts. Tap only on the outside edge of the rubber to make the
corners enter the frame correctly.
9 Complete the fixing by tapping with a mallet all round the rubber to ram the outside edge well home.
10 Insert the trimming under the inner lip of the sealing rubber, using a '""bone' spatula.
11 If there are creases in the outer lip of the rubber, they can be removed with the help of the same spatula, by slipping

it between the lip of the rubber and the door panel.
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TOOLS

PREPARATION.

1 Apply paint with a brush (finishing paint) on:

- the inner fixing at the bottom of the door,

- the front rubber sealing strip fixing,

- the door stop spring fixing flange,

- The top part of the edges of the interior panel, in which the glass will slide
the two interior bosses receiving the interior locking handle.

FITTING.

2 Put the sealing rubber in the fixing on the front face of the door.
Beat down the edge of the fixing with a hammer, in order to grip the rubber.

3 Offer up the lower door rubber sealing strip in the upper fixing at the bottom of the door. Use a screwdriver to
insert the rubber under the lip.
Beat down the edge of the fixing with a hammer in order to grip the rubber.

4 Insert the second lip of the rubber in the lower fixing lip at the bottom of the door (see Pl. 68 G, fig. 15 and 16 for
positioning the rubber).
Bend down the edge of the fixing with pliers.

5 Fit the door stop spring and the fixing flange, using two screws.
6 Paint the door.

7 Fit the window winder mechanism (see Op. D 961-1).

8 Fit the lock and its controls (see Op. D 861-1).

9 Offer up the tread plate on the bottom of the door and pierce the holes. Fix the tread plate.




170 OPERATION No. D 961-4 : Replacement of a windscveen glass. DS 19 - ID 19

TOOLS
NOTE: After the end of Octobey 1957, lhe fitting on the car is modified. A cenival fixing has been added.
It is vecommended that this modification be cavvied oul on cavs not filted with the central fixing.
The holding of the windscreen is improved.
REMOVAL (see Pl. 65).

1 Remove the bonnet by disconnecting the hinge mechanismm oottt ie et ineuneianoneencsoesnssoeonoeeness 12 mm box spanner
2 Remove the windscreen wiper blades.
3 Loosen the screws fixing the pressure pads, without removing them .....c.000ve.as creoasas e s abcessseoeisanens 12 mm box spanner
4 Pass the windscreen above the pressure pads. Disengage the windscreen from the upper part of the opening, using a

screwdriver as a lever, passing it between the rubber and the upper edge of the opening (see fig. 4).

To fit the central reinforcement on the body (vehicles produced until Octobey 1957).

(&3]

a) Clean the centre part of the scuttle dome (in the area round the hole giving access to the fourth sparking plug).
b} Offer up the central reinforcement as indicated in fig. 2 and 3.

¢) Fix the reinforcement. Three methods can be used:

1. Arc welding.

2. Fixing by two 6 mm Parker screws (insert fibre washers under the heads in order to seal them).

3. Gas weld (in this case, it is necessary to strip the instrument board completely.
GLASS FITTING.

lst arrangement (without central fixing).

6 Remove the steel surround from the windscreen to be replaced.
7 Put the rubber glazing jeoint on the windscreen glass. Moisten the joint with a mixture of glycerine and water.
8 Put the steel surround in position on the rubber joint by tapping with a mallet.

2nd arrangement (with central fixing).

9 Cut the inner lip of the glazing rubber, 50 mm at each end.

10 Fit the glazing rubber on the glass.
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ASSEMBLY (see Pl. 65).

Offer up the windscreen glass in the opening by first engaging the upper edge.
Make sure of the positioning of the upper corners, by hand.

Put the lips of the glazing rubber in position on the inside and outside of the windscreen opening, using a screwdriver
or a wooden spatula.

Make sure of the positioning of the windscreen in the upper part by striking with the palm of the hand and obtaining
a good fit.

Offer up the lower lining and its rubber on the windscreen (arrangement with central fixing).

Using a screwdriver, pass the glass over the pressure pads. The pressure pads should press on the steel lining.
Beat down the rubber on each pressure pad.

Fit the windscreen by levering with a screwdriver resting on the flat of the pressure pad fixing washer (see fig. 1).

Lever on the lower lining with a punch, resting in the hole of the central reinforcement (2nd arrangement, with
central fixing).

Tighten the pressure pad fixing screw, at the same time maintaining pressure on the screwdriver. Tighten the
central reinforcement screw, inserting a flat washer under the head .......... [ Cer e ceas e Ceer e .

Fill with mastic the space between the windscreen and the opening, at each right-hand and left-hand lower part.
Apply the mastic from the body pillar up to the pressure pads.

Fit three fibre packings, as indicated in fig. 4 (from inside the body) between the edge of the surround and the outer
edge of the body (one packing at each end of the windscreen and one in the centre.
Press the windscreen towards the outside by pressing the packings with a screwdriver.

NOTE: These packings ave not oviginally fitted, butf can be used as anti-vattle packings.
With a wooden block and a hammer, strike on the bottom of the windscreen surround, to flatten it against the glass

(see fig. 1) (2nd arrangement with central fixing).

Fit the rubber stops for the windscreen wiper blades.
Fit the windscreen wiper blades, suitably positioned.

Fit the bonnet and adjust it v oot ie et ennerocussstrersosnorssonosssessossorsssssssossssesoroscasssassessnsss

NOTE: The fitting of Triplex windscreens on cars produced until the end of October 1957 requires special
precautions. For details apply to the Service Department. It is necessary to use the special plates shown

in figs. 5 and 6.
After the end of October 1957 the arrangement is the same for both Triplex and Securit windscreens.

TOOLS

12 mm spanner
10 mm box spanner

12 mm spanner



172 OPERATION No. D 961-4a : Replacement of a vear light glass. DS 19 - ID 19
TOOLS
REMOVAL.
1 Remove the rear boot door by disconnecting the right-hand and left-hand stays ..... Geeceasasereeanans cereaseeasas 12 mm box spanner
2 Remove the three pressure pads. Disengage the rear light glass c.ececccscensavenenss e ereseenenes e ceene 12 mm box spanner
3 Disengage the upper sealing rubber from the opening. Unstick the lower sealing rubber and remove it (if it is to be
replaced).
ASSEMBLY
4 Fit and stick the lower sealing rubber on the contour of the rear shelf (BOSTIK paste}. Smear the inside edge of the
rear light with a silicone oil {''Lissapret'), using a pad of cotton wool moistened with this product.
5 Put the upper sealing rubber on the opening. Start fitting at the upper centre part of the opening, leaving an equal
length of rubber each side of this position.
Cut the lip of rubber at each end (about 200 mm), pressing on the interior face of the glass.
6 Offer up the glass by engaging the two lower corners in the sealing rubber.
Make sure the lips of the rubber are correctly positioned, using a wooden palette or a screwdriver.
7 Fit the glass by striking it with the palm of the hand.
8 Offer up the right-hand and left-hand pressure pads (together with their rubber protector). Raise the glass by
applying pressure with a hammer handle resting on the edge of the boot lid opening.
9 From inside the boot, using a punch, perforate the rubber joint and line up the pressure pad by putting the punch in
the holes of the body and those of the pressure pad ....v.evvvocoscecos Cees e ceros e et et e . 12 mm box spanner
Offer up the screws, screw on the nuts and tighten.
10 Lever with a screwdriver, using the edge of the boot opening as fulcrum, to bring the glass to its correct position.
11 Cut away the surplus pressure pad rubber, which overlaps the glass.
12 On the ends of upper sealing rubber, resting on the body, punch the holes existing in the body (one each side).
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TOOLS
13 Fix each end of the sealing rubber, with two screws and nuts. ... v.vsiesoscrsoseenonnn 8 mm box spanner
14 Cut the surplus rubber approximately 20 mm beyond the fixing screws.
15 Offer up the central pressure pad by sliding it in position from one side between the glass and the edge of the boot.
16 Offer up the screw, from inside the boot, and with a screwdriver between the glass and the edge of the boot, lever the
glass upwards and line up the pressure pad. Tighten the screw. ..... N 12 mm box spanner
17 1f, one the lateral sides, the sealing rubber does not fit correctly, insert two all the way up, using a screwdriver,

between the opening and the outer lip of the sealing rubber.




OPERATION No. D 932-2 : Replacement of a front seat squab panel.
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TOOLS
REMOVAL.
1 Using a screwdriver, very carefully separate the panel frame at each side of the squab from the top and from the
bottom of the panel.
2 Unstick the leathercloth in this area to give access to the four fixing screws on the squab.
NOTE: Avoid damaging the leathevcloth if it is to be used again.
3 Remove the four screws with a Phillips screwdriver.
4 Unfasten the bottorn of the leathercloth lining from the seat frame. Remove the panel and lining assembly.
ASSEMBLY.
5 Stick the leathercloth lining on the panel frame (BOSTIK 1500 paste). Do not stick the top and bottom and each side
of the leathercloth, so that the fixing screws may be introduced into the holes provided.
NOTE: Do nof damage the leathevcioth.
6 Offer up the panel on the rear squab.
7 Offer up the four fixing screws, Do not tighten completely, so that the unstuck parts of the leathercloth can be
refitted under the panel cover.
8 Fasten the bottom of the leathercloth lining on the seat frame.
9 Smear the paste (BOSTIK 1500 paste) on the parts of the leathercloth not pasted and insert them under the panel frame.,

NOTE: On the later models the panel frame fixing screws ave visible (cruciform scvews with chromium plated heads).
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(See P1. 85).
A sagging seat can be easily restored to shape by going about it in the following way:
Untack the two rows of stitching at the back of the cushion trimming.
Remove the trimming (jersey or hélanca).
Lever up with a screwdriver the hooks that secure the hessian to the frame.
Unclip the hessian, with the stuffing, from the frame, and fold it back.

Put over the cushion springs a piece of felt about % in. (10 mm) thick. Secure this felt to the frame by means of

clips (MERINOS type). *
Spread horsehair on the felt.

NOTE: The thickness of horsehair should not be too great; otherwise it will prevent the canvas from being refitted
on the frame.

Fold back the stuffing and hessian, and clip it to the circumference of the frame with hooks.

Flatten the hooks with a hammer.

Fit the trimming (jersey or hélanca) over the stuffing, stretch it and stitch the two rear fixing seams.

* Pinces et agrafes "MERINOS', 57 bis, avenue du Maréchal-Joffre, Nanterre (Seine).

TOOLS
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OPERATION No. DS 980-2 : Removing and replacing the trimming of a bonnel (since September 1962).

DS 19 - ID 19

To remove dents from a small area of the bonnet, it is necessary to remove part of the trimming.

Cut, with a knife, in the trimming felt, an area slightly greater than the area to be repaired.

Heat the outside of the bonnet around this area. Employ for preference infra-red heat or, at a pinch, a blow pipe,
using a high output nozzle, and "sweeping' continuously over the marked out area.

During this time, an assistant will unstick the felt by inserting the blade of a putty knife between the felt and the metal
of the bonnet.

Continue until it is completely unstuck.

Then soften, with a blow pipe, the bituminous sound proofing, and immediately scrape off, with a putty knife, the
greater part of it.

Remove the rest of the sound proofing with a duster soaked in trichlorethylene.
Carry out the work on the panelling.

Stick back the felt removed in paragraph 3, using Glutafix-T or Sakolfeutre.

TOOLS
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10

NOTE: In the course of work vequiving the vemoval of the bottom body sidevail tvimming and in ovder to avoid tearing
level with the heel boavd, it is necessary to take the following precautions:

REMOVAL (see Pl. 84).
Remove the rear door check strap links, and the securing plate for the check strap links.
Remove the bottom body siderail finishing panel (1} (DS 19 only).

Unstick the upper portion of the leathercloth lining from the heel board:
(at AB).

Unstick the underfelt up to its intersection with the sidemember panel:

(at D).

Unstick the leathercloth lining, fixed on the siderail outer closing panel:

(at E).

Unstick the underfelt from the sidemember upper closing panel, starting at the rear towards the front and following
the petrol tank housing panel:
(at FG).

Stop unsticking level with the heel board.

Unstick the underfelt from the sidemember panel, starting at the bottom and stopping at the upper corner of the
siderail, up to the level of the caisson crossmember under the front seats:

(at K and H).

Finish the unsticking completely, avoiding any tearing at the junction of the siderail and the heel board.

ASSEMBLY (see Pl. 84),
Stick the lining on the siderail and on the heel board (GLUTAFIX or BOSTIK).

Fit the door check strap links. Fit the check strap securing plate.

TOOLS




178 OPERATION No. D 983-2 : Replacement of a doov trimming panel, with arm rest and sealing. DS 19 - ID 19

TOOLS
REMOVAL.
1 Remove the window winder handle (see Op. D 961-1a).
2 Insert between the trimming panel and the steel panel, a screwdriver in order to lever out the panel clips.
3 Continue in this manner round the periphery of the panel.
4 Lift the panel upwards in order to remove from the arm rest support plate.
5 Do not remove the three felt pads, stuck on the steel panel of the door.
6 Unstick the vinyl sealing panels fromi the interior openings of the door.
7 Remove the tread plate from the bottom of the door (if the tread plate has deteriorated).
ASSEMBLY.
8 Stick the vinyl sealing panels on the edges of the interior openings of the door {paste EC 1236 Minnesota).
9 Offer up the door trimming panel by sliding towards the bottom and by anchoring on the arm rest support plate.
10 Offer up the fixing clips to the holes in the inner steel door panel and push them in position with the palm of the hand.
11 Fit the tread plate to the bottom of the door (if this has been removed).

12 Fit the window winder handle (see Op. D 961-1a).
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TOOLS
This operation requires the removal of the roof.
NOTE: The voof lining is sold stuck on the sound deadening lining by our Spave Parts Department.
REMOVAL
1 Remove the roof (see Op. D 825-1),
2 Unstick (by hand) the lining and sound deadening lining assembly from the roof.
3 Clean the under surface of the roof.
Freely moisten the foam rubber remaining stuck to the roof (trichlorethylene) and scrape with knife (putty knife).
ASSEMBLY
NOTE: If the sound deadening lining is unstuck from the voof without tearing, this can be restuck on the roof, in
spite of the presence of old paste on the lining.
In each case it is necessary to clean the under suvface of the roof.
On the othev hand, if the sound deadening lining is tovn, it is necessary to replace the lining and sound deadening
lining assembly.
4 Smear the underside of the roof with paste (GLUTAFIX-T).
NOTE: The time between the application of the paste and the fitting of the lining on the voof should not be longer
than 15 minutes.
5 Put the roof lining in position. In order to avoid the folding of the material, hold it on all the periphery with a strip
of adhesive paper, fitted partly on the lining.
Leave to set for approximately 5 hours before returning the roof to its position on the car. Remove the adhesive
paper.
6 Fit the roof (see Op. D 825-1).




180 OPERATION No. D 990-2 : Painting a plastic voof. DS 19 - ID 19
TOOLS
lst case: the roof having been painted previously (DS 19).
1 Rub down the paint from the roof using abrasive paper No. 80 and water (rub to the plastic if necessary).
2 Clean with water and dry.
3 Apply a thin coat of cellulose primer.
4 Apply two or three coats of cellulose sealer.
5 Rub down with No. 220 paper moistened with water.
6 Stop up, if necessary, and rub down.
7 Apply three coats of cellulose colour (Cross coat).
8 Again rub down {(No. 320 paper moistened with soapy water). Do not use soap which contains caustic.
9 Apply a coat of diluted colour in the following proportions:
30% colour, 70% thinners.
10 Leave to dry (5 hours approximately, in a temperature of 18 to ZOOC).
11 Carry out the polishing operation (muslin and cotton disc).
2nd case: the roof not previously painted (ID 19).
12 Rub down the roof with abrasive paper No. 80 and water in order to remove the polished surface {dry rubbing down
produces harmful dust).
13 Blow and wipe the roof.
14 Apply one coat of cellulose primer.
15 Apply two coats of cellulose sealer.
16 With a knife, apply two coats of cellulose stopper (G 112).
17 Rub down with No. 220 paper moistened with water.
18 Apply three coats of cellulose colour (cross coat).
19 Again rub down {(No. 320 paper moistened with soapy water).
20 Apply a coat of diluted colour in the following proportions:
30% colour, 70% thinners.
21 Leave to dry (5 hours approximately, in a temperature of 18 to 20°¢).
22 Carry out the polishing operation (muslin and cotton disc).
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TOOLS

In order to paint an aluminium roof, bonnet or a rear boot door, proceed as follows:-

1 Remove the polish from the complete surface of the part to be painted, with abrasive paper No. 150.
2 Smear the part with a coating of metal etch primer. Green metal etch primer (0/644).
3 Allow the coating to harden for 2 hours.

4 Prepare and paint normally as on a steel panel.
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OPERATION No. D 990-2b : Painting (new pavts).

DS 19 - ID 19

Our Spare Parts Department supply:

a) The parts or components of the body (units, frames, sheet steel and panels) in bare metal covered with an anti-
rust grease.

b) The components of the body for finishing trimming (wings, doors, bonnets, etc.), covered with a protecting
preparation {black coloured).

To paint the steel parts covered with anti-rust grease, it is necessary to: -

Degrease these parts with petrol or white spirit.
After work on the panel work, apply one or two coats of cellulose primer with a spray gun {dilute to 50-50).

To paint the parts covered with a protecting preparation (black coloured), it is necessary to:-

Carry out a light rubbing down on this preparation which makes a good primer.

Complete the painting as usual.

TOOLS
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TOOLS

Different parts (described in the text) are coated with a product intended to sound deaden the body.

This coating has a bitumen and asbestos base, having a paste consistency and is used as such.
it become hard it can be diluted with water.

Nevertheless should
This coating should be applied with a knife or a brush to a thickness of 1 to 3 mm.

Air dry for 10 to 12 hours.

This product burns when in contact with a flame, but the combustion stops when the flame is removed.

This coating improves the sound deadening and also the sealing.

The illustrations 87 - 87 A - 87T B -87C - 87D -~ 87 E - 87 F of the Manual indicate the areas for sound deadening
on the different parts.

We use Asophone and Insonastic in our workshop.
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OPERATION No. D 990-2a : Painting a wheel vim.

DS 19 - ID 19

(see PL. 86).

In painting a wheel rim it is absolutely essential not to cover the following parts with lacquer:
a) the wheel securing screw.
b) the inner central hub.
You are advised tc obtain from our Spare Parts Department:
1 wheel sCrew Protector . .. . i i i it e te it e in st et e DM 854-3
1 wheel protector £ixXing Spring ...... ... ..ttt irn oot oraoanoaaa S DS 854-90

so as to be able to mask the wheel locking screw at B. It is also possible to use a cardboard disc about
2.5/8F (65 mm) in diameter, stuck at B by means of adhesive paper.

Cut from a piece of fairly strong cardboard a disc about 4.5/8" (116 mm) in diameter.

Fix it by means of adhesive paper on the inside surface of the wheel, as indicated at A,

Fit on the outside of the wheel rim the wheel screw protector complete with its spring, or cut out a piece of fairly
strong cardboard a disc with an outside diameter about 2.5/8" (65 mm) in diameter. Fix it at B by means of
adhesive paper.

Paint the wheel inside and out.

Let it dry.

Remove the protector, its spring and the cardboard discs {(or the cardboard discs where these were fitted at A and
at Bj.

If necessary, touch up the places that were occupied by the strips of adhesive paper.

NOTE: To be able to use the protector several times, it is advisable to vemove the paint from it whenever
necessary.

TOOLS




ID 19 BREAK OPERATION No. DF 8-09-1: Replacement of a vear body unit. Op. DF 8-09-1

185

10

11

12

13

This opevation does not requive the body to be placed on the jig base.

I. REMOVAL (see Pl. 97 and 97 A).

Saw through the weld at the front end of the unit:
(at AB).

Drill and cut the spot welds:
(along BCDEF).

Remove (chisel) the front part of the unit from the siderail of the roof.
(at DF).

Carry out the same operations on the right side.

Cut away (chisel):

- the front and rear faces of the rear pillar:
(along GH and 1J).

- the lower front crossmember of the rear unit:
(along JK),

- the wheel arch:

(along KL).
Cut away the right-hand side symmetrically.

Cut away the rear crossmember:

(along LL'}.
Remove the rear unit.

Drill and cut any welding points of the joining surfaces of the rear unit that are left on the rear body crossmember
and on the rear lower caisson unit.

Detach the panel assembly surfaces. To detach the assembly surface JK, it isnecessary to open the sheet metal
fold:
(along J'K' and the covvesponding line on the other side).

II. PREPARATION,

Remove, by planishing, grinding or welding, the deformations or tears in the chiselled or cut edges.
Remove the paint from the surfaces to be used for mounting the panels.

III. ASSEMBLY.

Offer up and position the rear unit with the help of clamps.

TOOLS




ID 19 BREAK

186 OPERATION No. DF 8-09-1 : Replacement of a rvear body unit.
TOOLS
14 Beat down the sheet metal fold (J'K') over the joining area (JK) of the lower front crossmember of the unit.
15 Do the same thing on the right-hand side.
16 Spot weld the rear unit:
- to the sidemember of the roof (spot welder):
(at BCDEF),
- to the bottom body sidemember {(arc weld):
(at GH and LJ),
- to the lower rear unit:
(atJK, KL and symmetvically on the vight-hand side (spot welder),
(at LL') {arc weld).
17 Offer up to the rear pillar the fixing for the weatherproof trim for the door opening.
18 Spot weld (spot welder) the fixing on the rear pillar.
19 Weld the front end of the rear unit to the sidemember of the roof:

(at AB).
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10

11

12

This operation does not vequive the body to be placed on the jig base.
I. REMOVAL (see P1. 96 and 96 A).

Saw through the weld at the front end of the quarter panel:
(at AB).

Drill and cut the spot welds:
(along BCDEF)(fig. 4).

Detach (chisel) the front part of the quarter panel from the sidemember of the roof:

(at DF).
Detach the upper rear crossmember from the quarter panel (see Op. DF 813-1).

Cut away (chisel):

- the front and rear faces of the centre pillar:

(along GH and IJ) (fig. 1 and 2).

- the front panel of the rear pillar:

(along GI).

- the wheel arch:

(along KLM) (fig. 2), (OPQ) (fig. 3), (VWXY) (fig. 1).
Remove the quarter panel.

Drill and cut the welding points of the joining surfaces of the quarter panel left on the rear lower siderail and the
rear lower unit.

Unbraze with a blow pipe:

(at SU) (fig. 3), (VWX)(fig. 1), (NML and GI) (fig. 2).

Separate the panel assembly surfaces.
II. PREPARATION.
Remove, by planishing, grinding or welding, the deformations or tears in the chiselled or cut edges.

Remove the paint from the surfaces to be used for mounting the panels,

III. ASSEMBLY.

Offer up and position the quarter panel with the help of clamps.

TOOLS




188 OPERATION No. DF 8-2-1: Replacement of a quarter panel and wheel arch, assembled. ID 19 (Break)

TOOLS

13 Spot weld the quarter panel:

- to the sidemember of the roof (spot welder):

(at BCDEF) (fig. 4),

- to the bottom sidemember of the body (arc weld):
(along GH and IJ) (fig. 1 and 2),

- to the lower rear caisson unit (arc weld):

(along KL.MN) (fig. 2), (OPQ) (fig. 3},

- to the rear lower crossmember (arc weld):

(along QRSTU) (fig. 3), (VWXY) (fig. 1).

14 Weld the end of the quarter panel to the sidemember of the roof:
(along AB) (fig. 4).

15 Braze:
(at SW) (fig. 3), (VWX)(fig. 1), (NML and GI) (fig. 2).

16 Offer up to the rear pillar the fixing for the weatherproof trim for the door opening.

17 Spot weld (spot welder) the fixing on the rear pillar.
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16

This operation does not requive the body to be placed on the jig base.

REMOVAL (see Pl, 95).

Drill, cut and detach (chisel) the surface of the crossmember joining it to the sidemember of the roof at the outside:

(at AB and symwmetrically at A'B’).

Cut (chisel) the inner closing panel of the crossmember:
(at CD and symmetrically at C'D').

Break (chisel) the spots of brazing connecting the rear upper crossmember to the rear part of the sidemember of
the roof and quarter panel:
(at EF and symmetvically at E'F').

Remove the rear upper crossmember.
PREPARATION.

Complete the separation of the joining surface remaining on the sidemember of the roof:
(at CD and symmetvically at C'D’).

Spring with a chisel the spot welds securing the inner closing panel of the crossmember to the sidemember of the
roof.

Remove, by planishing, grinding or welding, the deformations, roughness and tears in the chiselled or cut edges.
Remove the paint from the joining surfaces to be used for assembly with the sidemember of the roof and quarter

panel:
(at AB and symmetrically at A'B').

ASSEMBLY (see Pl. 95).

Offer up the rear upper crossmember and position it at the end of the sidemember of the roof, level with the rear
part of the quarter panel.

Fasten it on the extension of the sidemember of the roof with clamps.

Spot weld {spot welder) the outside joining areas on the extension of the sidemember:

(at AB and symmetvically at A'B').

TOOLS




190 OPERATION No. DF 813-1: Replacement of a vear uppev cvossmember of the body. ID 19 (Break)
TOOLS
11 Gas weld two or three points to join the inner closing panel of the crossmember to the sidemember of the roof:
(at CD and symmetvically at C'D’').
12 Fasten the rear joining areas of the crossmember to the rear parts of the quarter panel with several spots of
brazing:
(at EF and symmetvically at E'F').
13 Planish and grind the welds.
14 Paint and sound deaden the part.




ID 19 (Break) OPERATION No. DF 813-4 : Replacement of a lower reav body crvossmember. Op. DF 813-4 191

TOOLS

This opevation does not vequive the body to be placed on the jig base.
REMOVAL (see Pl. 98).

1 Drill and cut the spot welds and detach (chisel) the wheel arch closing panel from the lower rear body crossmember:

(at ABCD and symmetrically at A’'B'C'D').

2 Drill and cut the spot welds and detach (chisel) the quarter panel from the lower rear body crossmember:

(at EFGHJ and symmetvically at E'F'G'H'J’).

3 Drill and cut the spot welds and detach (chisel) the lower rear body crossmember from the rear wheel arch:

(at KLM and symmetvically at K'L'M’').

4 Drill and cut the spot welds and detach (chisel) the lower rear body crossmember from the rear caisson unit:
(at NO).
5 Use heat to undo the existing brazing:

(at EF and symmetrically at E'F'),
(and at GHJ and symmetvically at G'H'J').

6 Remove the lower rear body crossmember.
PREPARATION.
7 Remove by planishing, grinding or welding, the deformations, roughnesses or rents in the chiselled or cut
edges.
8 Remove the paint on the joining surfaces to be used in assembling the lower crossmember and the various parts
that are welded to it, as well as on the joining surfaces of the parts that make up the crossmember (closing
panels).

ASSEMBLY (see Pl. 98).

9 Offer up the lower rear crossmember of the body to the body. Position it and fasten it with clamps.




OPERATION No. DF 813-4 : Replacement of a lower vear body cvossmember.

ID 19 (Break)
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TOOLS
10 Spot weld (spot welder) the joining surface of the crossmember on the lower rear caisson unit:
(at NO).
11 Spot weld (spot welder or end welder) the joining surfaces of the crossmember to those of the wheel arch;
(at KLM and symmeltvically at K'L'M').
12 Spot weld (spot welder or end welder} the joining faces of the crossmember on the quarter panel:
(at EFGHJ and symmetrically at E'F'G'H'J").
13 Spot weld the joining faces of the crossmember on the wheel arch closing panels:
(at ABCD and symmetrically at A'B'C'D').
14 Offer up the lower closing panel on the crossmember and spot weld (see Op. DF 813-1).
15 Offer up, on the ends of the crossmember their lateral closing panels and spot weld them.
16 Reinforce the join of the quarter panel and crossmember with the aid of strips of brazing:
(at EF and symmetrically at E'F'),
(and at GHJ and symmetvically at G'H'J’).
17 Planish and grind the welds.
18 Paint the parts and sound deaden.
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10

This operation does not vequive the body to be placed on the jig base.
REMOVAL (see PL. 99).
Remove the rear bumper bracket (see Op. DF 851-1).

Cut (chisel) the side closing panel of the crossmember:

(at AD).

Drill and cut the spot welds, and detach (chisel) the side closing panel of the crossmember:

{at ABCD).
Remove the side closing panel of the crossmember.

Drill and cut the spot welds and detach (chisel) the bottom closing panel of the lower rear body crossmember:
(at EF),
(and at DG).

Remove the bottom closing panel of the lower rear body crossmember.

PREPARATION.

Remove by planishing, grinding or welding, the deformations, roughnesses or rents in the chiselled or cut
edges.

Carry out the work indicated in paragraphs 5 to 14 (see Op. DF 851-1).
If necessary, restore the lower rear body crossmember to shape,

Remove the paint from the joining areas to be used in assembling the new lower closing panel and the crossmember:

(at EF),
(and at DG).

and the new side closing panel of the crossmember and the bottom closing panel:
(at ABCD),
(and at AD).

TOOLS
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194 OPERATION No. DF 813-7: Replacement of the closing panels of the lower body cvossmewmber.
TOOLS
ASSEMBLY (see P1, 99).
11 Offer up the closing panel of the lower crossmember, and fit it in the crossmember.
12 Match up the joining surfaces, and fix the assembly with clamps.,
13 Spot weld (spot welder) the joining areas of the two parts:
(at EF),
{and at DG).
14 Offer up the side closing panel of the lower body crossmember, and fit it in the end of the crossmember.
15 Match up the joining areas and fix the assembly with clamps.
16 Spot weld (spot welder) the joining surfaces of the three parts:
(at ABCD),
{at AD).
17 Offer up and fix the rear bumper bracket (see Op. DF 851-1).
18 Planish and grind the welds.

19

Paint and sound deaden the parts.
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OPERATION No. DF 821-1: Replacement of a vear closing panel of the rear wheel arch.

Op. DF 821-1
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11

This operation does nol requive the body to be placed on the jig base.

REMOVAL (see Pl. 101).

Drill and cut the spot welds and detach (chisel) the rear closing panel of the rear wheel arch:

(at ABCDEFGHI) (fig. 1 and 2),

Heating it with the blow pipe, spring the brazing:
(at BCD),

and remove the closing panel with the gusset from the top.

PREPARATION.
Remove by planishing, grinding or welding, the deformations or tears in the detached edges.
Remove the paint from the surfaces to be used in assembling the panels.

Prepare a gusset (1) shaped according to the diagram,

ASSEMBLY.
Offer up the rear closing panel of the wheel arch.
Insert the edge (D) of the panel in the fold of the quarter panel.

Spot weld {end welder):

- to the quarter panel:

(along ABD),

~ to the wheel arch:

(along DEFI),

- to the rear upper crossmember (fig. 1 and 2}
(along FGHI).

Offer up the gusset (1) for fixing the top. Hold it with clamps.

Spot weld the gusset to the quarter panel and to the wheel arch:
{at BC and CD).

Braze the closing panel and the gusset (1) to the quarter panel:
(along ABCD).

TOOLS
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OPERATION No. DF 821-4 : Replacement of a vear wheel arch.

ID 19 (Break)

This operation does not vequive the body to be placed on the jig base.
REMOVAL (see Pl. 100).
Cut away (chisel) the wheel arch:
(along AB) (fig. | and 3), (CDE) (fig. 3), (FGHI) (fig. 2), (JA) {fig. 1}, (LMNP and QRS) (fig. 4}.
Remove the wheel arch,

Drill and cut the spot welds and detach (chisel) the joining surface of the wheel arch:

(along AB) (fig. | and 3), (CDE) (fig. 3), (FGHI) (fig. 2), (JA) (fig. 1), (LMNOPQRST)({fig. 4).
Between J and A cut from bottom to top and undo, so as to open the sheet metal fold of the quarter panel.
Using a blow pipe, unbraze:

(at AB) {fig. 1 and 3), (CD) (fig. 3), (HI) (fig. 2) and (MON) (fig. 4).

NOTE: Do not remove the inside closing panel of the vear pillar.

PREPARATION.

Remove from the wheel arch {new part) the inside closing panel of the rear pillar, Cut the welds:
(at AB) (see fig. 1 and 3}.

Remove, by planishing, grinding or welding, the deformations or tears in the chiselled or cut edges.

Remove the paint from the surfaces to be used in assembling the panels.
ASSEMBLY.

Offer up the rear wheel arch and position it with clamps.
Engage edge N (fig. 4) of the rear closing panel in the sheet metal fold of the quarter panel.

Spot weld the wheel arch:
(at AB) (fig. | and 3), (CDE)(fig. 3), (FGHI) (fig. 2), (J) (fig. 1), (QRST and LMON) (fig. 4).

Beat down the fold of the quarter panel over the edge of the wheel arch:
(at JA).

Weld (spot welder):
(at JA) (see fig. 1},

Braze:

(at A) (fig. 1 and 3), (BC-CD-DE) (fig. 3), (LM-MO and ON) (fig. 4).

TOOLS
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This opevation does not requive the body to be placed on the jig base.
REMOVAL (see Pl. 102).

Drill and cut the welds and detach (chisel) the rear bumper bracket:

- from the rear lower body crossmember:

(at AB and symmetvically at A'B’),

(at BC and symmetvically at B'C'),

(at DE and symmetvically at D'E’).
Remove the bumper bracket.
If possible, recover the lower tapped plate (H) and upper tapped plate (K).

PREPARATION (see Pl. 102).

Remove by planishing, grinding or welding, the deformations, roughnesses and tears in the chiselled or cut edges.
If necessary, make up the tapped plates as indicated in fig. 3.

Make up the support plate for the upper tapped plate as indicated in fig. 4.

Assemble the two parts (L. and M) by inserting the joining area of part L under the rear part of part M. Centre
the parts, matching up the holes (N} on the two parts (see fig. 2).

Offer up the tapped plate (K) inside part M (see fig. 2) and centre the tapped holes in it in relation to the slots in
part M.

Fit the support plate inside part M, centring the slots in it on the centre lines of the tapped holes in the plate.
Hold the assembly in place with a clamp.

Weld (spot welder)} the bent edges of the support plate to parts M and L:
(at PQ and symmeltvically at P'Q').

Spot weld parts L and M to each other:
(at QRS and symmeitrically at Q'R'S').

TOOLS
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198 OPERATION No. DF 851-1: Replacement of a vear bumper bracket.
TOOLS
13 Bend over the top end of the support plate (K) to hold the plate in position:
(at T fig. 2).
14 Remove the paint from the joining areas to be used in the assembly with the lower rear body crossmember:
(at AB and symmelrically at A'B’),
(at BC and symmetrically at B'C’),
(at DE and symmetrically at D'E').
ASSEMBLY (see Pl. 102).
15 Offer up the bumper bracket assembly to the lower crossmember, not forgetting to fit the tapped plate (H) at the
bottom (see fig. 1).
16 Fix the assembly on the crossmember with clamps.
17 Spot weld (end welder) the bumper bracket on the crossmember:
(at AB and symmetvically at A’B'),
{at B'C'),
(at D'E’).
18 Spot weld (spot welder):
(at BC),
(at DE).
19 Planish and grind the welds.
20 Paint and sound deaden the part.
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12A View of pinning of front of body (equipment produced since January 1960).
13 View of pinning of rear of body.
13A Rear pinning of the body (Cabriolet).
13B Modification of rear brackets (Break).
CHECKING AND USE OF
THE JIGS +vvevvnoeneeroess 14 Checking the front of a body, without using the jig base (equipment produced until Januavy 1960).
14A Checking the front of a body, without using the jig base.
14B Checking the rear of a body. without using the jig base.
15 Checking a front unit and a front caisson unit (unfil Sepieinber 1962).
15A Rapid check without dismantling (checking the camber).
15B Rapid check without dismantling (checking the position of the arms).
15C Checking a front unit and a front caisson unit (since September 1962).
15D Jig for checking front caisson unit (Since September 1962).
16 Jig for front body unit.
17 Various tools.
17A Replacing the fixing bosses of the front axle arm supports.
18 Using the jigs.



11 INDEX OF ILLUSTRATIONS
No. of .
COMPONENT . DESCRIPTION
Illustration
PAINTWORK (BERLINE) ..... 19 Straightening a front unit sidemember (sidemember off).

19A Straightening a front unit sidemember.
20 Repositioning of a front unit.
20A Gusset for reinforcing front crossmember (equipments produced unitil January 1960).
208 Fitting the front crossmember reinforcement (equipments produced until January 1960).
20C Front crossmember end support {for iateral thrusts).
20D Checking jig for front wing centring dowels (equipments produced since Januavy 1960),
20E Supplementary machining on front supports (equipments produced since January 1960).
21 Repositioning a front unit (drawing of cut-outs).
22 Replacing a f{ront caisson unit (until Sepitember 1962).
22A Replacing a front caisson unit (Since Seplember 1962).
23 Replacing a {ront caisson unit side (until Seplember 1362).
23A Replacing a {ront caisson unit side (Stnce September 1962).
24 Replacing a front body unit.
25 Replacing a front body unit (without opening the siderails).
26 Replacing a front body unit (opening the siderails).
27 Replacing a front unit closing panel and front body siderail.
28 Replacing a front sidemember side closing panel.
29 Replacing a front pillar (upper part of body).
3 Replacing a front pillar (lower part of body).
31 Replacing a front pillar and a scuttle side panel (lower part of body).
32 Replacing a front pillar and a scuttle side panel.
33 Replacing a scuttle pancl.
34 Replacing a lower front pillar closing panel.
35 Replacing a scuttle panel, upper dashframe and scuttle shelf.
36 Replacing a scuttle panel, upper dashframe and scuttle shelf.
37 Replacing a front pillar.
37A Replacing lower part of a centre pillar.
38 Replacing a bottom body siderail and centre pillar.
39 Replacing a siderail closing panel, a sidemember lining and a centre pillar,
40 Replacing a siderail closing panel, & sidemember lining and a centre pillar.
40A Replacing a bottorn body siderail with front sidemember and lower part of centre pillar.
40E Replaci a bottom body siderail with front sidemember and lower part of centre pillar.
40C R epai ; the bottorm body siderails.
40D Rep - the bottom body siderails (unfil Septembey 1562),
40F Repairing the bottom body siderails (uniil Septembey 1962),
41 Replacing part of the roof siderail, pillarse and quarter panel lining.
42 Replacing part of a roof siderail, pillars and quarter panel lining.
42A Replacing the crossmember under the front seats.
43 Replacing a rear pillar, crossmember, panels and side panecls.
44 Replacing a rear pillar, crossmember, panels and side panels.
45 Replacing a quarter panel lining.



INDEX OF ILLUSTRATIONS 11T

COMPONENT No. Of. DESCRIPTION
Il1lustration
CHECKING AND USE OF
THE JIGS o iveviiiennannnen 46 Replacing a rear pillar.
46A Replacing lower part of a rear pillar.
47 Replacing a rear pillar and lateral closing panel.
48 Replacing a pillar, a lateral panel and a wheel arch closing panel.
49 Replacing part of a rear body lower sidemember.
50 Replacing a housing for rear axle arm bearing.
51 Replacing a rear boot floor panel.
52 Replacing a rear connecting panel.
53 Replacing a rear wheel arch panel and rear boot closing panel.
54 Replacing a rear wheel arch panel and rear boot closing panel.
55 Replacing a rear boot closing panel.
56 Replacing an upper rear body crossmember.
57 Replacing a rear light shelf panel.
58 Replacing a rear body unit.
59 Replacing a rear caisson unit.
60 Replacing a rear caisson unit.
61 Replacing a rear body unit.
62 Replacing a rear body unit.
62A Replacing a petrol tank heel board.
FITTINGS .. v, 63 Replacing rear boot door sealing rubbers.
64 Reconditioning a plastic roof.
65 Replacing a windscreen glass.
65A Replacing an upper rear door window.
66 Aligning the doors, wings and bonnet.
69 Welding the connecting rod fixing plates of the rear door stays.
70 Replacing a window winder.
T0A Replacing a window winder (vehicles produced until May 1957).
70B Replacing a window winder (vehicles produced since May 1957).
70C Replacing a door lock and its controls.
71 Replacing a roof rear finishing strip.
72 Attachment for trailer (Berline).
73 Attachment for trailer {Berline).
74 Attachment for trailer (Berline).
75 Towing the vehicle by lifting (unfil Seplembey 1962).
T5A Towing the vehicle by lifting (since September 1962).
76 Towing the vehicle by lifting.
77 Attachment for trailer (Break).
78 Attachment for trailer (Break).
79 Attachment for trailer (Break).




IV INDEX OF ILLUSTRATIONS

COMPONENT No. of DESCRIPTION
Illustration
TOOLS i iieiieii i ianns 81 Making up a screw jack.
82 Various tools.
83 Various tools.
UPHOLSTERY ....c.0iaans 84 Removing the bottom body siderail trimming.
85 Restoring a seat to shape.
PAINTING . .iveiieranian s 86 Painting a wheel rim. v
87 Sound deadening the body (befove Seplember 1962).
87TA Sound deadening the body (since September 1962).
87B Sound deadening the body (since September 1962).
87C Sound deadening the body (since September 1962).
87D Sound deadening the body (Since September 1962).
87E Sound deadening the body (since September 1962).
87F Sound deadening the body (since September 1962).
DIMENSIONS ..ot ioernconse 88 Dimensions (Berlines).
89 Dimensions {Break confort).
90 Dimensions {Break luxe).
91 Dimensions {Commercial).
92 Dimensions (¥amiliale).
93 Dimensions (Ambulance).
94 Dimensions (Cabriolet].
PANELWORK (BREAK) ...... 95 Replacing an upper rear body crossmember.
96 Replacing a quarter panel and wheel arch, assembled.
96A Replacing a quarter panel and wheel arch, assembled.
97 Replacing a rear body unit.
97A Replacing a rearbedy unit.
98 Replacing a lower rear body crossmember.
99 Replacing the closing panels of the lower rear body crossmember.
100 Replacing a rear wheel arch.
101 ~ Replacing a rear wheel arch, rear closing panel.
102 Replacing a rear bumper bracket.




BODYWORK

SIDE VIEW OF THE BODY

WHEEL-ARCH FRONT
CLOSING PANEL

ROOF SIDERAIL
FRONT-PILLAR (UPPER PART OF BODY)
FRONT-PILLAR UPPER CLOSING PANEL
SCUTTLE PANEL
DASHFRAME (TOP PART)

FRONT CAISSON UNIT (FRONT PART)

BOTTOM BODY SIDERAIL

FRONT CAISSON UNIT FRONT-UNIT CLOSING PANEL
AND FRONT BODY SIDERAIL

SCUTTLE SIDE PANEL FRONT PILLAR (LOWER PART OF BODY)

FRONT-SIDEMEMBER
SIDE CLOSING PANEL

ID19-DS 19

PL. 1

QUARTER-PANEL LINING

REAR BODY UNIT

REAR PILLAR

REAR ARTICULATING HOUSING

REAR LOWER CROSSMEMBER

REAR-BOOT BOTTOM PANEL

CENTRE PILLAR




ID 19

PL. 1A

BODYWORK

SIDE VIEW OF THE BODY

BREAK

WIND-SCREEN FITTING, COMPRISING:
— Front-pillar inside closing panel

— Front-pillar (inside part of body)
SCUTTLE PANEL, — Wind-screen side frame

UPPER DASHFRAME WITH SCUTTLE SHELF

+ FRONT BODY UNIT (FRONT PART)

FRONT CAISSON UNIT WITH
INTERMEDIATE CROSSMEMBER

.
o) \;‘ |
- e
\a | /
: % T
o] e

|
( « SCUTTLE SIDE PANEL l FRONT-SIDEMEMBER
BOTTOM BODY SIDERAIL, COMPRISING: LATERAL CLOSING PANEL

— Sidemember of centre unit, 1-695m. long LFRONT PILLAR (Lower part of body)
— Lining of centre sidemember
— Bottom body siderail

FRONT SIDEMEMBER

BODY SIDERAIL CLOSING PANEL OF FRONT UNIT

CENTRE PILLAR




BODYWORK ID19_DS 19

PL. 2

REAR VIEW OF THE BODY

REAR UPPER BODY CROSSMEMBER LOWER REINFORCEMENT OF CENTRE PILLAR

REAR-LIGHT SHELF PANEL

Tl (A (= - (= (= - (= (e pi

ot

(- ¢
O e s bt e it et B Rt 0 o

~)=)

REAR WHEEL-ARCH PANEL

|, SCUTTLE SHELF
]

LOWER REAR-PILLAR
LATERAL CLOSING PANEL

FRONT REAR-WHEELARCH
BOOT REAR CLOSING PANEL REAR CAISSON UNIT (REAR PART) REAR JOINING PANEL CLOSING PANEL




ROOF-SIDERAIL EXTENSION

BODYWORK ID 19

pL.2A

REAR VIEW OF THE BODY

BREAK

REAR UPPER BODY CROSSMEMBER

BOTTOM BODY SIDERAIL

BODY REAR PILLAR /

QUARTER PANEL AND WHEEL

ARCH, ASSEMBLED

REAR WHEEL ARCH

REAR-BUMPER
BRACKET

5 _::§ —.::r;\\ REAR BODY UNIT
7/

T S {7 REAR LOWER

BODY CROSSMEMBER

REAR-LOWER-BODY-CROSSMEMBER
CLOSING PANEL

LCWER-BODY-CROSSMEMBER
LATERAL CLOSING PANEL

REAR BODY UNIT

/REAR WHEEL-ARCH CLOSING PANEL




THE TOLERANCE ON THE
CENTRES DISTANCE OF
THE FRONT-WING GUIDES

iD 19- DS 19

PL.3

BODYWORK

MAIN DIMENSIONS OF THE BODY

up to October 1956

2442-5 + 5 mm. ]
| Section B
Fig. 3 Fig. 4 22662
Section A Section A 8264 I-5mm.
from October 1956 since April [958 between faces
to April 1958 e
100

| g
2:80.2
NOTE:

THE CENTRE-LINE OF THE

BORE FOR ONE REAR-ARM
ARTICULATING BEARING CAN
BE UP TO 5mm. OUT OF LINE
WITH THE CENTRE-LINE OF
THE OTHER, THE TWO CENTRE-
LINES BEING PARALLEL.




OPERATION
D 620-B

LIFTING TACKLE MR-3319-50
not sold
height a=é1ft. | in. (1.85m)

CAN BE USED WITHOUT
REMOVING ENGINE-

BODYWORK

LIFTING THE VEHICLE

GEARBOX ASSEMBLY

FOR THE DIMENSIONS TO BE
OBSERVED IN MAKING THESE
TWO PIECES OF APPARATUS,
CONSULT CGUR REPAIR-METHODS SERVICE

it

ID 19- DS

PL.

LIFTING TACKLE MR-3319-30
not sold
height a=9ft. 10 in. (3m)

CAN BE USED WITHOUT
REMOVING THE ENGINE-
GEARBOX ASSEMBLY

2 parts
Semi-hard steel

200

19

4

B

U/
W
[=]

2 dowels 10mm:. dia,
press fit

Packing pieces to be used at the
front, on the slinging pads MR-3319-30
and MR-3319-50, for vehicies
produced since September 1962.




OPERATION BODYWORK ID19-DS 19

P 620-B LIFTING THE BODY PL. O

BERLINE

LIFTING TACKLE MR-33(9-40
not sold

W ot Wip o

FOR THE DIMENSIONS TO BE OBSERVED IN MAKING
UP, CONSULT OUR REPAIR-METHODS SERVICE




D 19

PL.SA

OPERATION
D 620-B

BODYWORK

LIFTING THE BODY

BREAK

LIFTING TACKLE

-T

sold under number 264!




ID19-Ds 19

PL.

BODYWORK
HANDLING THE BODY

OPERATION
D 620-B

3662-80

TOWING CROSSMEMBER MR-

-METHODS SERVICE

not sold
FOR MANUFACTURING DIMENSIONS

CONSULT OUR REPAIR

TROLLEY MR-3662-40
not sold




BODYWORK ID19 -DsS 19
PL. 7/
SETTING UP THE JIG BASE
I, i P
G 77
P P WO e -t L
A — — ) — I il
TO ALLOW WORKING IN SATISFACTORY
CONDITIONS, WE RECOMMEND THAT CEILING OR BEAM
THE JIG BASE SHOULD BE SET
AT A HEIGHT OF 25 in. (640mm) 117 10”7 (3600 in.
THE SUPPORTS WILL BE MADE o ) min 'piﬂg,;lioll}élsll-T?ORNsEUDPZ%ROTVE
OF WOOD OR BRICKWORK {
A THE LONGITUDINAL
FOR MANUFACTURING DIMENSIONS, CENTRE-LINE OF THE JIG BASE
CONSULT OUR REPAIR-METHODS
SERVICE
GTO
7 7 0 777
’ ////// 4/////,///// / 7 //;f/ ZZ /////// T / w,//////, A
T I SPACE TO BE LEFT FREE ROUND THE HG BASE —‘
1500 FOR HANDLING AND FOR WQORK ON THE SHELL (mlmmum size)
3210 600 approx
4400 N 900 approx (overhang of the rear of the body) ‘
% i T |T ! ’
1800 800 i 61)0 1400 i 3000 ‘
RIEE= |
8010 i
1500 ‘




BODYWORK ID 19-DS 19

pL 7A

WOODEN SUPPORTS FOR JIG BASE

65 . 630

{

!
1 [
. ﬂ 425 ’ 450 i
I
o 7 / |
] ) t | PR
L : \ L SN
20% |_200 200 Lz,o,o, _.ZQ_Q,J LZOQ.J ..2011._! L20
3” % 3” timbers—8 off
- 710
// \\\ L X 5]( X X x X )0: X % 1
- -
970 ] / @ x
260 160, // -1 FXq 380
/ . ‘
& Xxx%x xxxxx;xxx,/X\\ / - }
T S 5
) S X
x
775 615 T |- - el 1450
‘ x
%
- " y
N r P - 4(2)0
Y X % g AN
1k
||
== ->*1 380
=8 B
Only the main dimensions are shown XK X A_X_k X _5A

Approximate weight supported by the two structures |4 tons (1500kg.)
Bearing surface of jig base shown by lines x x x x
Nailed together, not mortised or tenoned.




ID19-DS19

BODYWORK
BRICKWORK SUPPORTS FOR JIG BASE L. 7 B

65 630
NN N
540 [ :\\i\ \\\\\ \\\\\ SR = SNE T se0 550
RO Optional N N Optional = [
NN filling 00 S Cfilling L
’ NN IO AR NN |
O NN : N \\ \\ N 1
\\\ N DO AN \\\\: =
970 1570 710
775 618

Only the main dimensions are shown. The design presupposes
slabs made in brick. The filling is optional.




ID19-Ds 19

PL. 8

number 2606-T

the jig-base

ACCESSORIES
platform 2660-T

Sold under

Fit on

USING THE JIG BASE

UP TO JANUARY 1960

ks

il

= \




BODYWORK ID 19 - DS 19

pL. 8BA

USING THE JIG BASE

EQUIPMENTS PRODUCED SINCE JANUARY 1960

ACCESSORIES

Sold under number 2606-T
fit on jig-base platform
2600-T




BODYWORK

ID1©-DsS 19
POSITION OF THE SUPPORTS

PL. ©
EQUIPMENTS PRODUCED UP TO JANUARY 1960

717 715 714 712 713

79 719 710 724
I{g hw e gw‘
e W | I
ot &) i ‘_;:
;muwm H "w“”hh 2.
0"&“ LSRN -

736

76 715 74 713 71




BODYWORK ID19 — DS 19

POSITION OF THE SUPPORTS PL. 9 A

EQUIPMENTS PRODUCED SINCE JANUARY 960

715 714 712 713 719 719 710

736 751 752 715 714 713 71




BODYWORK

JIG-BASE ACCESSORIES

EQUIPMENTS PRODUCED UP TO JANUARY 1960

ID1©-Ds 19

pL. 10




BODYWORK ID19-DS19

PLIO A

JIG-BASE ACCESSORIES

EQUIPMENTS PRODUCED SINCE JANUARY 1960




BODYWORK ID19-DS 19

JIG-BASE ACCESSORIES PL. 11

EQUIPMENTS PRODUCED UP TO JANUARY 1960

721 720 722 723 724

=TI

eI )

2 distance pieces 2 distance pieces
(minimum) (maximum) 747 746




1 distance pieces

BODYWORK

JIG-BASE ACCESSORIES

EQUIPMENTS PRODUCED SINCE JANUARY 1960

T g
\'l“" 308 11171, JRN

722 725 726 729

O oum
i - =

732 736 737

ID19-DS 19

PL. 1A

alignment bar 19-85mm. dia.

2 distance pieces
(maximum) 747 746

L et

|t

749

, ©
W ©
/

748




OPERATIONS BODYWORK
D 620-C
D 620-D
D 741-3a

VIEW OF PINNING OF FRONT OF BODY

ID19-DS 19
720 721

pL. 12

EQUIPMENTS PRODUCED UP TO JANUARY 1960
723 714 722

i
N -
DA )

/

ST

s

e

_—_—T=

S

S

TN

SN Y
= ‘ ¥,
£ i
oy I
i /' -
LNy

718

735 713




OPERATIONS

D 620-C
D 620 -D
D 741-3a

BODYWORK ID19-DS5 19

PL.12A

VIEW OF PINNING OF FRONT OF BODY

EQUIPMENTS PRODUCED SINCE JANUARY 1960




OPERATIONS
D 620-C
D 620-D

727

729

734

BODYWORK ID19 - D5 19

P 13

VIEW OF PINNING OF REAR OF BODY

726 730 73 710 719

732 733 L 719




OPERATIONS
D 620_C
D 620 _Cao
D 620 -D

BODYWORK ID19-DS 19

PL. 13 A

REAR PINNING OF THE BODY

CABRIOLET

o Position of centring pin 727 inside the
. wing, when the body is positioned




OPERATION 19
D 620-Ca BODYWORK ID19 -DS 19

PL.13B

MODIFICATION OF REAR BRACKETS

BREAK

FOR EQUIPMENTS PRODUCED UP TO JANUARY 1960

Fig.1

N.B. The drawing shows
the internal view of
the right-hand rear support.

The same spot facing
must be carried out
symmetrically on the
left-hand rear
support.

-
1A
i
|
|
|

Spot facing Imm. deepJ

==




Ds 19- 1D 19

BODYWORK

OPERATION

PL. 14

D 620-A

CHECKING THE FRONT OF A BODY

WITHOUT USING THE JIG BASE
EQUIPMENTS PRODUCED UP TO JANUARY 1960




OPERATION
D-620 A

BODYWORK

CHECKING FRONT OF A BODY WITHOUT USING JIG BASE

POSITION OF THE BOSSES

Before April 58

Since April 58

CHECKING GAUGE

Sold under number 2633-T f\ CHECKING BAR
Sold under number 2632-T

ID19-DS 19

PL14 A




OPERATION
D 620-A

BODYWORK

CHECKING REAR OF A BODY WITHOUT USING JIG BASE

Checking bar sold under
number 2632-T

Checking apparatus sold
under number 2634-T

ID 19_ DS19

PL.14 B




OPERATIONS BODYWORK ID19-DsS 19

D 620-A
PL. 15
D 620-D CHECKING A FRONT UNIT
D 741-1 AND A FRONT CAISSON UNIT
D 741-1a UP TO SEPTEMBER 1962
D 741-3a

D 741-3b

JIG MR-3454-140
not sold

ALIGNMENT BAR SOLD UNDER No. 2632-T

FRONT SPARE-WHEEL
CROSSMEMBER No. PD D741-7

HG MR-3454-110
not sold

G
sold under number 2631-T




OPERATION
D 620_ A

BODYWORK

RAPID CHECK WITHOUT DISMANTLING

Fig. 1 USING THE CHECKING APPARATUS

CHECKING THE CAMBER

Fig. 2 DETAIL OF THE GRADUATION

The line should lie on this mark

The difference between the
right-hand and left-hand sides
of the vehicle must not exceed |mm.

ID19- DS 19

PLAS A

IR
i "] ‘ uéH o
| MI‘ | W{ o3 1ss b

CHECKING APPARATUS
sold under number 2314-T




OPERATION
D 620-A BODYWORK ID 19-DS 19

PLI1SB

RAPID CHECK WITHOUT DISMANTLING

CHECKING THE POSITION OF THE ARMS

FIXTURE MR-3756-20
not sold

FOR CONSTRUCTIONAL DIMENSIONS
AND METHOD CF USE, CONSULT
OUR REPAIR-METHODS SERVICE




OPERATIONS
D 620 - A

D 620_D

D 741 _ 1

D 741 - 1a
D 741 - 3a
D 741 - 3b

JIG MR-3454-150
not sold

Checking bar sold under number 2632-T

-—

BODYWORK ID 19-DS 19

PL.15C

CHECKING A FRONT UNIT
AND A FRONT CAISSON UNIT

SINCE SEPTEMBER 1962

JIG MR-3454-1 10
not sold
""" sold under number 2631-T




ID19-DS 19

BODYWORK

JIG FOR CHECKING FRONT CAISSON UNIT

SINCE SEPTEMBER 1962

| T-iron 20 x 25 x 3
Section A \‘/100
3 1.3
251 F L 25
95
435 20
2 Sheet £” (3mm) thick
; !
“E:g‘f ;2;!:!
" v I Al Fe
| T i
N il Lo 60
il g | : jf : zil 1‘“ o 40 \\
R i [ I i i !
%0 i P il ol o ] \ 19°
"y | i v g - \
3° . ,‘ \ e |
N s —
L o _ / -

550

pL. 15.D

3 T-iron 20 x 25 x 3




BODYWORK

JIG FOR FRONT BODY UNIT

Fig. | G MR-3454-140 (not sold)
up to September 1962

|

Fig. 2 JIG MR-3454-110

not sold

344.25+ 025

ID19-Ds 19

pL. 16

i

e

1)

!

s l
20|

| T-iron 20 x 25 x 3

)

1.

wi
o

344251025

s 2 Semi-hard steef

_QQ |
\A(@/‘ A ‘<
1 .
v % 18033’ |
25 | A8 -
A 560 - 74\4/,130
2 Sheet 3mm thick %
% ) l:} ir‘
I i
SJ’I— :"Mi‘ !Uu’i KI“‘; 1“
& i ! |
¥ ‘ :
force fit
560
3 4 5
? 4
i l Fig. 3 ALIGNMENT BAR FOR STEERING RELAY
7“ 0o QOT T L sold under number 2632-7
*? Lx,, g H‘ﬁ IR 15
T 17Q
/@9\; Sheet 4mm thick
Ay

T-iron 20 x 25 x 3

’[ forc

2-20mm dia.
e fit for spindle

3 Semi-hard steel
@=30,
3430" | @-172382

force fit

e ,
Section B 6 Sheet I-5mm thick ‘ ALSteeI rod 19-85mm dia.
1 t L 950
% . 1_278 o
‘ i
=l l i‘zo




OPERATIONS

D 741-2
D 741-3a

FITTING THE REAR LOWER FIXING SCREWS

Fig. |
OF A FRONT HALF-AXLE

BUSH C
@:28
M?l  @.145
1e845° =
: i Tempered semi-hard steel
12 o
27

NUT: dia. 14, pitch 15

FIXTURE MR-4234
not sold

SCREW D412. 86a, up to October 1959
SCREW DS 4i2. 86, since October 1959

BUSH D

NUT, dia. 14, pitch 15

\Tempered semi-hard @:16.7 @¢-28
stesl ,\.ﬂri =
lg-1es
1at4 5’
5%
Y

BODYWORK

ID 19 -Ds 19

pL. 17

VARIOUS TOOLS

Fig. 2 STRAIGHTENING THE
STEERING-RELAY BOSSES

PINS MR-4234-10
not solid

Treated semi-hard chrome-molybdenum steel (hardened.and tempered)
R = 110/130kg./mmZ type 35 CD4

300
— § 2865
p20 2% I8 dia., pitch 25
8-30:9°
150 _, $A05 Ji
dia. 18. pirch 257 [TT) 1NN \?Qf
sol o, ¢ e




OPERATION
D 741.6 BODYWORK ID 19-DS 19

pL.17A

REPLACING THE FIXING BOSSES
OF THE FRONT-AXLE-ARM SUPPORTS

. Bar 2632-T
,,

Fig. 2

Fig. 3




ID 19-Ds 19

PL. 18

BODYWORK

USING THE JIGS

HGS
sold under number 2635-T




OPERATION BODYWORK ID 19-Ds 19

D 741-3a PL. 19

STRAIGHTENING A FRONT-UNIT SIDEMEMBER

SIDEMEMBER LIFTED OFF 5

\\\\\\\\3

Y/

\\\\\.\\\\&ﬂ




ID19-DS 19
PL.19A

BODYWORK

OPERATION
D 741-3b

STRAIGHTENING A FRONT-UNIT SIDEMEMBER




OPERATION
D 741-3b

i @ l!m f

BODYWORK

REPOSITIONING A FRONT UNIT

) i

W ““’\\

.f ‘

i
s
e
- -

o 77 PIN-TIGHTENING KEY

Lo -~ e

7 sold under number 2617-T

ID19-DsS 19

pL. 20




BODYWORK

ID 19- DS 19

pL.20

A

OPERATIONS
D 741 . 3b
D 620- Ca

GUSSET FOR REINFORCING FRONT CROSSMEMBER

A following inside
shape of U-iron EQUIPMENTS PRODUCED BEFORE JANUARY 1960
75 4460
\ 16 J4s]
16
% 1
Yy 7T Iy T T I
AT T T ; - jEten ) ==== 11
’ i ' 115 (I 4
: b 75 o
| 80 . 15 e
¥ A0 L T
£ — ||
) //4““ i e
k/// e e -
15 16 50
20
Mild steel
Detail 754-2 off
strip of welding 4mm wida
A-—the drawing shows a gusset
hexagon, 26mm across flats fitting a standard U-iron 300
-006 For U-irons with paralle! {
£ =18 -0.17 the reinforcement must be 50
temm dia., pitch 2
+0 18
P-4 0 i
— N 45 p —
Y gt 45 To be drilled to match N 50 1 /!
- crossmember 7120 R i
] S SN I
Vo - 45
1’ ) 1
A 24 [ T i ] -
s |
5 4;3 ; 12 o4 94 nominal |
I Y_._.x__T nominal
5 af45° |
Semi-hard steel ofes® E . L :,@_, 45
Detail 756-2 off L P
Detail 757-2 off ////// =
To be drilled to match the crossmember—4+—
dim. A | dim. B
756 23 59
757 29 65




OPERATIONS e
D741 - 3b BODYWORK -

PL. 20B

FITTING THE FRONT-CROSSMEMBER REINFORCEMENT

EQUIPMENTS PRODUCED BEFORE JANUARY 960

+0-18 Fig. |
— 2 holes, dia. 18—0
\ 2 holes to be drilled to match
$* o q} /reinforcemem gusset (754}
/fl x x /
5 // A \ ; / o b
i : \.{%}_ s ,é__,é,AQg | '
b o
: // i #; HL ﬁ
( ! ’120 ! & #
. L | oo <’
i ___ e S T
Detail M Fig. 3 1
Fig. 2 65 ) :
PACKING PIECE ;
35 20 i
ol4s* :
mild steel 2 === E
| off ;,

——755

dia. l4mm, i .
@165 pitch2mm. | L______._ L ’,
- [ . . 756 fd
183 inal 23 across flats i ?
nomina X ;
p—————
lto be adjusted to suit U-iron ‘i !

7 j —
67 e e
o]

757 7 I ]

80 ]

Arc weld about | inch
(25mm}) at H, after fitting




OPERATIONS
D 71-3b
D 620-Ca

Fig. |

[Omm. dia. knurled

BODYWORK

FRONT-CROSSMEMBER END SUPPORT

FOR SIDE THRUSTS

POSITION OF BOSSES
Before April 1958

Since April 1958

Fig. 2 REINFORCEMENT 755

ID19 DS 19

pL.20C

iJ?

b2 ‘r

SR

L_iﬂnh ,,_*

1 ‘Press fit, pinned

N.B. The sketch shows the left-hand part.

The right-hand part is symmetrical

with respect to the centre-line A.

Parts to be used from July 1958 onwards
to compensate for the difference in
height of the bosses on brackets 714

gl 12
& -
b P i o P o e
Mk b pe be
MoK q P 53 “ b
Mok <Y 3K o 9
M K : be N P X S
J0 G N 0] ke 20 o] 10
M b X
: ; W ix : bt b he
X o pe b b
o
1 A b qr 3 13
4 o 4 N
P o % pe. L
o ' : s M L
> B %
" |0 7 4 0] 240 |
I P Aok b
b b € [ L x M
®r 4 ¥ M .
S % u K L e
p LY S 24 be
Rl N e X P .
L Mobe 4 E— - 60inominal 2;3__
24 W K ;g 1 r
7 bd
1 Lt ; ; I\
: e 100%_ b o % K100 65 x 3 < L S
fnominal b X X hominal P Y NV VR S
[ T 2| T 1
I S L 1777 1
Loz 40 o ' 130
' 8h o]
1% The four holes to be drilled _..|
150 #= o match those in
270 bracket-carrying crossmember 712
300




BODYWORK

ID 19-DS 19

pL. 20D

CHECKING JIG FOR FRONT-WING CENTRING DOWELS

EQUIPMENT PRODUCED SINCE JANUARY 1960

ING 751
]
AL
50 /; e @247.5
L 61
il
770 ‘ l 10
1 ‘ Make a scratch showing
the mean position of the front-wing
732 ‘ } dowels at the nominal dimension
P
644 | |
} 1‘~40x49mm. tube
L ‘
|
:’] 12100
i x x !

49

43-209

250

12mm. dia., [-75mm. pitch}

3G 752
444
40 394
1
‘] l * 'u Z Z
L kit s '
L 1~ 32
|: X larr 2
i 70 +
k 50
385
|, 465
438
1k o 370
l” L 32 T 205
i § 7A0 2
SOy ot
70 190 I
508.5
50 x 60mm. tube
1 ]
= 100
| = ; :
130 .
&




ID 19_DS19

BODYWORK

SUPPLEMENTARY MACHINING ON FRONT SUPPORTS

FOR EQUIPMENTS PRODUCED SINCE SEPTEMBER 1962

OPERATION
D 620-Cb
714 715
| ] 17 y
L_| ¢ |
P
% ’ -
' (SR
I 1
Fig.2

Part to be removed if measurement
is less than [7mm.

“““““““““““ 75

J

Part to be removed in all cases
Fig.3

Part to be removed I

pieces

2 lower

2 open slots

Fig 1

2 upper distance 22__‘

distance pieces

pL. 20E

Part to be
removed

4 22mm. holes for displacing the front supports towards the outside

L "‘,'/ Q

Distance pieces
8 off, semi-hard steel

_
. %;ﬁ

Part to be

removed
B g

S
T

Fig.5

Fig.7




ID19-DS 19
pL. 21

BODYWORK

OPERATION

RE-POSITIONING A FRONT UNIT

D 741-3b

DRAWING OF CUT-OUTS




OPERATION BODYWORK ID 19-DS 19

D 741-1 PL 22

REPLACING A FRONT CAISSON UNIT

UP TO SEPTEMBER 1962




OPERATION ID 19 -DS 19

5 72116 BODYWORK
pL. 22 A
REPLACING A FRONT CAISSON UNIT

SINCE SEPTEMBER 1962

S )‘,'4; AME’ |[ ‘ L ;ill‘!
= UL T

| | i
:?:;\\'ﬁs.
AR




OPERATION
D 741-1a

BODYWORK

REPLACING A FRONT-CAISSON

UP TO SEPTEMBER 1962

UNIT SIDE

ID 19-Ds 19

PL. 23




OPERATION
D741.1c

ID19-DS 19

pL. 23A

BODYWORK

CAISSON UNIT SIDE

REPLACING A FRONT

SINCE SEPTEMBER 1962

Fig1




OPERATIONS BODYWORK

D 741-4
D 741-4a REPLACING A FRONT BODY UNIT

Fig. |

i

el

PR ST e L Y

[} N i . j
AN v:‘um(‘“llf:‘l“ IHE.‘JI!;L )
N BN
; é{.,u ht Hftl AV
} I , i “‘HVH\I . .,..A_,ﬁm
/ SN iy o :
; { - \!. ]{ 1
= | - =
1o - e i
e [ f"‘"}

)
i

Tl

i aI’

YAy

JM

ID19-Ds 19

PL. 24

Fig. 2




OPERATION BODYWORK ID 19 - DS 19

D 741-4a PL. 25

REPLACING A FRONT BODY UNIT

WITHOUT OPENING THE SIDERAILS

et
:“S\‘\\\th“

™ 3 o £ ™.
Lot SO




OPERATION
D 741-4

BODYWORK
REPLACING A FRONT BODY UNIT

OPENING THE SIDERAILS

NI Gy,

NS HUNERtEY = ;
D)

ID 19 -Ds 19

PL. 26




OPERATION
D 741-7a

BODYWORK

REPLACING A FRONT-UNIT CLOSING PANEL
AND FRONT BODY SIDERAIL

ID19-Ds 19

pL. 27




OPERATION BODYWORK ID19- DS 19

D 741-7 PL 28

REPLACING A FRONT-
SIDEMEMBER SIDE CLOSING PANEL

bt i
[RIATRITTIRNY H
RO

lll".

=/
IRRIRENS
s
L




OPERATION
D 812-1

SECTION

NN’

BODYWORK

REPLACING A FRONT PILLAR

UPPER PART OF BODY

ID 1©9-Ds 19

PL. 29

SECTION MM’




OPERATION BODYWORK ID19-DS 19

D 812-7 PL. 30

REPLACING A FRONT PILLAR

LOWER PART OF BODY

SECTION MN

Scuttle side panel




OPERATION
D 812-7a

BODYWORK

REPLACING A FRONT PILLAR AND A
SCUTTLE SIDE PANEL

LOWER PART OF BODY

ID19-DS 1©

pL. 31

0.8mm or Imm sheet




OPERATION BODYWORK ID 1©-Ds 19

D 812-7a PL 32

REPLACING A FRONT PILLAR AND A
SCUTTLE SIDE PANEL

il
[ i |

ol ‘JJ! |

R S P

A L

% i

Vi
JIG
sold under number 2635-T




ID 19 -DS 19
pL. 33

BODYWORK

OPERATION

1

D 822-

REPLACING A SCUTTLE PANEL

N
N
X
R
N
A

N




OPERATION BODYWORK ID 19 -Ds19

D 812-7b PL. 34

REPLACING A LOWER-FRONT-PILLAR
CLOSING PANEL

/
H
4




OPERATION BODYWORK ID 19-DS 19

D 822-1a PL. 35

REPLACING A SCUTTLE PANEL, UPPER
DASHFRAME AND SCUTTLE SHELF

Fig 1

T
/ f ,/r, i
! //W/%’/’

//(

i

T

N R
. \w\ 4

i
i
Ml

e,

ull
T




OPERATION

BODYWORK
D 822-1a

REPLACING A SCUTTLE PANEL, UPPER
DASHFRAME AND SCUTTLE SHELF

o= =

D
N B
°
5 = A
\\/\x - o
™ S
-~ Y‘
L o
T A%
AP ! SNy
7 / 7 Ny,
AV 5 R
{/l R ( @ D =
e, )04 N r“i\%
Yy N/ O W
\ ~
XN NN
v
X o
R L
L
@r_ A P
IN X
————— Y
e e R 0
~———

ID 19-Ds 19

PL. 36




OPERATION BODYWORK ID 19-DS 19

D 812-1a PL. 3’7

REPLACING A FRONT PILLAR

Fig. | A

Fig. 2
SECTION RS

Fig. 3
INSIDE VIEW IN DIRECTION OF G




OPERATION BODYWORK ID19-DS 19

e PL. 37A

REPLACING LOWER PART OF A CENTRE PILLAR

Fig.2
SECTION RS

(AN




OPERATION BODYWORK ID19-DS 19

D 810-1 pL. 38

REPLACING A BOTTOM BODY SIDERAIL
AND CENTRE PILLAR

SECTION XY

/‘{’ Z
i, /‘Wf,

Il |l|lllmil||i|||l||||l|||ll||l
A




OPERATION BODYWORK ID19 -Ds 19

D 810-1a PL. 39

REPLACING A SIDERAIL CLOSING PANEL,
A SIDEMEMBER LINING
AND A CENTRE PILLAR

SECTION XY

oSSy
P o s
4 Jooree




ID 19-Ds 19

BODYWORK

OPERATION

D 810-1a

REPLACING A SIDERAIL CLOSING PANEL,

A SIDEMEMBER LINING
AND A CENTRE PILLAR

ANale

SECTION WZ TO BE

D

REPAIR

ACHIEVED AFTER

SRR .

-




OPERATION

BODYWORK ID 19 - DS19

b &0 PL. 40 A

REPLACING A BOTTOM SIDERAIL
WITH FRONT SIDEMEMBER
AND LOWER PART OF CENTRE PILLAR

SECTION XY

Fig. 2 FRONT VIEW

X .~ - _ i N N fmm
(BODY UNIT CONSIDERED REMOVED) =

3 2
L
E-—»@Q‘\Tnm
D

b 1




OPERATION BODYWORK ID 19- DS 19

D810 L. 40B

REPLACING A BOTTOM SIDERAIL
WITH FRONT SIDEMEMBER
AND LOWER PART OF CENTRE PILLAR

‘ Fig. 5 REAR VIEW
(THRFgOéHVL'Eg_S;ﬁgAQEAR_ (BODY UNIT CONSIDERED REMOVED)
DOOR OPENING)

/)

vy
/A
/ 7/, 4 /;///// ////




OPERATION BODYWORK
D 810 .3

REPAIRING THE BOTTOM BODY SIDERAILS

FOR VEHICLES PRODUCED BEFORE SEPTEMBER 1962

Fig. |

Make a series of holes in
the reinforcement panel, 10mm. dia,
to be filled with brazing

Adjust and braze the bent-over \ N\ Y

ID19 DS 19

pL.40C

Section BB

Spotweld ..
ata 2

Join by brazing 4~

=
Spot weld at b~

Secltion aa' Sechon bb’

edge of the reinforcement on the ' e .
gusset under the centre pillar \;\ /',"/
Fig. 2 Cp——
|
80 5060 195 | M0 .32 o 45
- T 60 22 6Q _ 126 _ 60, | | “ . -
5 ] 7 REREER J & 4 f
| 8 1 T "’ | 7; 100 S 7 ey W) %
175 =1 =30 %} Q- | 465 1
I 1 A \\ D=20 < B | | 40 @=30 / / 205
' \@=20 [p=20 @40 £8=20 | | Y |
e ®=40 ,,,;@»W oz20f ;
: R Bt E SRS S SO Sy S -« O S QU S S gUs WSS SN SN
50 320 60 365 B 532 6Q a 320 | 60
! 655 ‘ 843 !
The drawing shows the right-hand part for [D1% and DSI9 bodies b .
The left-hand part is symmetrical with respect to YY’ Sheet, [-5mm thick
Y Yl
1250 . SR 700
1950 [10,
. . Y
D e e o, . ———ee e i




OPERATION
D 810-3 BODYWORK ID19-DS19
PL. 40D
REPAIRING THE BOTTOM BODY SIDERAILS
FOR VEHICLES PRODUCED BEFORE SEPTEMBER 1962
658,5 )
45 98 Flg |
> 20
2N
A tia 18
15 197 ) 206
45 M\\I:\" = — L _____| Bending lines
B NN ! e
2451\ N 28 -
i \ i ) 15
113 e 60 % 6'6
A5 15
e 80 30
| 80 160
694
Front siderail reinforcement,
861 left-hand side
15/10 Sheet N.B. The above dimensions are average ‘l/
Take account of the manufacturing
tolerances on the body
861
Fig. 2
; 694
| 21 so)
e ey
e =18 |
1 —
113 - I |
Bending lines B o
1 ’ % ending — §
245 P 28 /11 ~ A7
L T it Iy \ e/
45 b— ~ \
15 97| 206
| . 15 Front siderail
‘15 reinforcement,
/’/L right-hand side
15
15/10 Sheet \_Y;\ //
i~
} L 28
658.5




D19 DS 19

OPERATION BODYWORK
D 810-3
pL 40E

REPAIRING THE BOTTOM BODY SIDERAILS

VEHICLES PRODUCED BEFORE SEPTEMBER 1962

Fig. 2

Fig. 1

Make a series of holes in the reinforcement
panel, 10mm dia., to be filled with brazing _

2 metal straps, 80 x 18,
FRONT spotwelded REAR
',/'/ \\ ) @
y \"W 195
\ T
o 77“% *
i
550 25
200 &
630 L
Cut hole A in the right-hand part 495 ’ﬂ‘
in the left-hand t, instead of hole A, . .
cr:Jt oitethe ?\ztcﬁig a]rl:ei\seg a(r)\d CO ‘ 90 The drawing shows the mg}wt—haqd part for ID19 and
1210 j o [Tus DS19 bodies. The left-hand part is
w symmetrical with respect to XX’
180 20, »\f\—
—
1 170 1 )
y, 0 B 105
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ; R SR = g ey S ey SR i
] ; L™ T !
100 | 100 L15
. 340 40 Sheet, |mm. thick
2125
- - — X




OPERATION BODYWORK ID19-DS 19

D 810-4 PL 41
REPLACING PART OF THE ROOF SIDERAIL, PILLARS ’

AND QUARTER-PANEL LINING

SECTION HH' SECTION EE’ SECTION KK’

/-3




OPERATION
D 810-4

BODYWORK

REPLACING PART OF THE ROOF SIDERAIL, PILLARS
AND QUARTER-PANEL LINING

ID 19-Ds 19

PL. 42




OPERATION
D 743-1

BODYWORK

REPLACING THE CROSSMEMBER UNDER THE
FRONT SEATS

ID 19-DS19

PL. 42 A




OPERATION BODYWORK ID19-DS 19

D 812-4 PL. 43

REPLACING A REAR PILLAR, CROSSMEMBER,
PANELS AND SIDE PANELS




OPERATION BODYWORK ID19-DS 19

D 812-4 PL. 44

REPLACING A REAR PILLAR, CROSSMEMBER,
PANELS AND SIDE PANELS

cecktl




OPERATION BODYWORK ID19-DS 19

D 821-1 PL. 45

REPLACING A QUARTER-
PANEL LINING

o
w M iy
Wi
Rt ! ‘W

L
l | ]
i -
oot

| ;
(.
sy




ID 19-DS 19
PL. 46

BODYWORK

OPERATION
D 812-1b

REPLACING A REAR PILLAR




OPERATION BODYWORK ID19-D319

S PL. 46 A

REPLACING LOWER PART OF A REAR PILLAR

Ve

<




OPERATION BODYWORK ID19-DS 19

D 812-4a PL. 47

REPLACING A REAR PILLAR
AND LATERAL CLOSING PANEL




OPERATION BODYWORK ID19-DS 19

D 812-4b PL. 48

REPLACING A PILLAR, A LATERAL PANEL
AND A WHEEL-ARCH CLOSING PANEL




OPERATION
D 813-1

BODYWORK

REPLACING PART OF A
REAR BODY LOWER SIDEMEMBER

ID19-Ds 19

PL. 49




OPERATION BODYWORK ID 19-DS 19

D 742-3 PL. 50

REPAIRING A HOUSING FOR REAR-AXLE-ARM BEARING

iy )

/ \

Fig. 2

o i

T
|
)

S ——




OPERATION BODYWORK ID 19-DS 19

D 742-4 51
REPLACING A REAR BOOT PL.

FLOOR PANEL




OPERATION BODYWORK ID 19-DS 19

D 821-4 PL. 52

REPLACING A REAR CONNECTING PANEL

’
7
i

7 7

ity
BB T KR L
LR,
e
ot S 0 e 7
RPN I A
AR
A
A,
RIS
S
ISR IITE
X AL A
S
K5
'o‘::a PO

7

5D %

o

ot .
ST

o

2,

&5

%
"»" 8

abete e
XS




OPERATION BODYWORK ID 19-DS 19

D 820-4 PL 53

REPLACING A REAR WHEEL-ARCH PANEL AND
REAR BOOT CLOSING PANEL

L]

Vi
i

|




OPERATION
D 820-4

BODYWORK

REPLACING A REAR WHEEL-ARCH PANEL AND
REAR BOOT CLOSING PANEL

ID19-DS 19

pL. 54




OPERATION BODYWORK .

D &823-1 55
REPLACING A REAR BOOT PL.
CLOSING PANEL




ID 19-DS 19
pL. 56

BODYWORK

OPERATION

D 813-1s

REPLACING AN UPPER REAR BODY
CROSSMEMBER




OPERATION

D 813-4

BODYWORK

oty

il
W

g9
S

REPLACING A REAR-LIGHT-
SHELF PANEL

0 s
«
e
T

i
/
/

ID19-DS 19

pL. 57




OPERATION
D 800-~-1

BODYWORK

REPLACING A REAR BODY UNIT

ID19-Ds 19

PL. 58




ID 19-DS 19
pL. B9

BODYWORK

OPERATION
D 742-1

REPLACING A REAR CAISSON UNIT

L e IR R I




OPERATION BODYWORK
D 742-1

REPLACING A REAR CAISSON UNIT

Wt 1

M ”“H |H
A
:‘l‘w‘xl‘n., J\| lEmi 1l ‘H,H‘l
e

i i L=

ID19-Ds 19

pL. 60




D19-DS 18
pL. 61

BODYWORK

OPERATION

REPLACING A REAR BODY UNIT

D 742-08




OPERATION BODYWORK

D 742-08

REPLACING A REAR BODY UNIT

B A I A

-2z~

ID 19-DS 19

PL. 62

j ((@D-a
a M
| 0
v ,
s p
[ RN
W L




OPERATION BODYWORK 1D 19-DS 19

| L. 62A

REPLACING A PETROL-TANK
HEEL BOARD

SECTION M

L~ Welding line BC

i X S

s,
N Cia TR rREpenbe e r e

N.B. VIEW OF THE HEEL BOARD
PIECE OF SIDERAIL CONSIDERED
REMOVED

it
) i

0




BODYWORK ID19-Ds 19

OPERATION
PL. &

REPLACING REAR-BOOT-DOOR SEALING
RUBBERS

D 844-2

Fig. 2 SIDE FIXINGS

Fig. 3 REAR FIXING

777
; bl inside
i —
. ‘\c
outside <

7%

"/

rerrrirsssscorssret?’




OPERATION
D 825-3

RECONDITIONING A PLASTIC ROOF

plastic compound

Fig. 3

Q13 TGO TV

TS 7 R
T P g

BODYWORK ID 19-Ds 19

PL. 64

Fig. 2

Fig. |
pattern
cellophane
adhesive protection
plastic roof

SECTION OF REAR PART OF ROOF :~
ALONG AB = /

foam rubber

ij=+ housing for plate

|
|
&

" 5 aluminium plate
¢ | to 2mm thick

¢
)
'
'

filling of plastic

over aluminium .
2 aluminium

countersunk rivets,

crossed plates, aluminium, | to 2mm. thick

housing for plates
hole in roof ‘




OPERATION BODYWORK ID 19-DS 19

D 961-4 PL. 65

REPLACING A WINDSCREEN GLASS

POSITIONING TOP VIEW
OF THE CENTRE

4th sparking plug F

42
centre-line of ¥ [ [T
scuttle panel A Lt

direction of tap

Fig. 4

SECTION THROUGH ROOF
SIDERAIL AT TOP
OF WINDSCREEN

chromed
weather proofing

Fibre packing piece
20x15x8
(anti-rattle)

Wind-screen

Fig. 5
2mm. sheet

Fig. 6 ‘




OPERATION D19
DF 9611 BODYWORK

pL. 65 A

REPLACING AN UPPER-REAR-DOOR WINDOW

BREAK

Fig. 1

Fig. 3
TOOL MR-3714-25
not sold

4
r=1-5 to 2mm
r~=70-/‘}
n \

Retaining strap
\

r=56

r=92 .|

r10

Felt pads

Direction in
which the rounded
corners are tapped

(on the rubber)

\-\ Direction in which
the glass is tapped
—~
\¥

Direction in which
the cord is pulled




OPERATION

BODYWORK ID 19-Ds 19

b 8000 pL. 66

ALIGNING THE DOORS, WINGS
AND BONNET

B g’ A

TOP OF BOTTOM BODY
SIDERAIL, COMPLETE WITH TRIM

Fig. 4
BONNET OPEN

Fig. 5
BOOT CLOSED




ID 19-Ds 19
pL. 69

BODYWORK

OPERATION

DOOR STAYS

WELDING THE CONNECTING-ROD FIXING PLATES
OF THE REAR-

D 842-2

WELDING RCD




OPERATION
DS 961_1
DS 961 _1a
DS 8611

Fig. 4 FORK MR-3978-20
not sold

”

e}

20°

=10

BODYWORK

REPLACING A WINDOW WINDER

Fig. |

ID

Fig. 2 FORK MR-3978-10
not sold

w

19 - DS 19

pL. 70

r= 50
r=50

— -




OPERATION BODYWORK DS 19

e pL. 70A

REPLACING A WINDOW WINDER 5S 19

VEHICLES PRODUCED UP TO MAY {957

v L Ay 404 o

TR T E M W LT DO ALY SR
R ST S8 E P G DR L S s B B B o

7

AL T R

S




OPERATION
D961-1a

BODYWORK

REPLACING A WINDOW WINDER

VEHICLES PRODUCED SINCE MAY 1957

ID 19.DS 19

PL.70B




OPERATION
D 861-1

BODYWORK

REPLACING A DOOR LOCK AND
ITS CONTROLS

ID19-D5 19

pL. 70C




OPERATION BODYWORK ID19-DS 19

SIv4
REPLACING A ROOF REAR
FINISHING STRIP

Fig. | Fig.2 SECTION XX’




OPERATION BODYWORK
D 620-F

ATTACHMENT FOR TRAILER

ASSEMBLY

B

BERLINE

Steel tube 37 x 42 or 33 x 42
seamless, cold-drawn

Steel tube, 37 x 42 or 33 x 42,
seamless, cold drawn

Imm sheet
8mm sheet
3mm sheet
3mm sheet

Steel tube 30 x 39,
seamnless, cold drawn

4mm sheet
Sheet; thickness as required

ID19 - D319

pL.72

Traction tubo, right-hand
Traction tube, Left-hand

Traction-tube rear distance piece
Swivel fixing plate
Rear-distance-piece fixing bracket
Rear-distance-piece fixing plate
Rear transverse tube

Right-hand-tube front-fixing plate
Packing piece

WEIGHT OF LOADED TRAILER: | ton (1000kg.)

YIEW IN DIRECTION OF F

il

i

i
fl
n‘,\‘ih“\‘




OPERATION
D 620-F

BODYWORK

ATTACHMENT FOR TRAILER

BERLINE

ID19-D319

pL. 73

ASSEMBLY 2 C
{ T ',
as 1o
,/'/I
f 1
! |
L
PSS N B
2 ] B LAY
8655 323 Right-hand part symmetrical Ti/’/ = 140
with respect to line A o° -
\ 1
$:42,5 |1 |
I
Section X i '
l )
Ao~ 1r=0s
oo
{ [
! I
P
.
[ .
o AT ess
a
View in direction : i [
F o . b
L e C B —e D t 1
X XL 1208
\__ 2 (dimension of weld) E 5 i
ASSEMBLY 3 I P
.
o j
Fo—e— e L T \‘1\140
N e N T A N RN R - St - .\J
e T d R S Lo
i i o
4B \/\‘
I 7682025 )
8@ =1 | 4 T .
Y % - 140 | 140 140 | : 5 Straight in the +LE
: T i - { development 25 at 45°
| R E —— e e
[ SO L DU A AR E— B A G
“d}‘l‘i | ' 11 ’:E @'J‘
O SOV ey (g I
1 l { === //-—Wf——— SRS
®
F G ,,,,_v,,ﬁ“_,‘_,,v//_ ———————————————
H J ‘o
, 120 s D 712 -05
1 1 l 2%-11 | i 100 i T 1 -
50| - ~<§¥ 3046 g 55 / / i
il } ™ | i 38
10 ‘ OO 175 685 2¢=Uw 7/ // A
LA Sy 200 7_J 44 4




D19 - D519

OPERATION BODYWORK
D 620-F N 74
PL.
ATTACHMENT FOR TRAILER
BERLINE
A
2 ? 200
> = = 119
185 %o 7 / - .1
B T— ; ; - I 86
| S — A 3% |
' ‘ ‘ | 45 N
9O max| 100 100 | 100 | 100 198 323 11
125 I 1075 20
1200 ==
\\\ 1214 __
B _ —,
256 (nominal) Shape obtained by TTr—— \\\*]
‘ flattening tube \ ; ?
\\‘ BT N
H ¢ ;
g Centre-line of vehicle ' ) 70 (nominal)
riand r2—radii resulting from :
ing of tub
flattening of tube MODIFICATION TO REAR FLOOR
OF REAR UNIT
B Flatten the
ribbing in this area
t e Centre-line of vehicle
s*! / /K —
o —

70 to centre-line of

vehicle (nominal)

323
Y
) " 1
\w/94 - \ \ 76
'\\ T // - e l
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flattening
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OPERATION BODYWORK
D 620-E

TOWING BY LIFTING THE VEHICLE

UP TO SEFTEMBER 1962

" CHECK THAT THE HOOK
HOLDS ON THE LOWER ARMS

CHECK THAT THE HOOK
HOLDS ON THE ARM HUBS

ID 19-DS 19

PL. 75




ID19_D5 19
pL.75A

BODYWORK

OPERATION
D 620_E

TOWING BY LIFTING THE VEHICLE

SINCE SEPTEMBER 1962

PLACE THE PLANK BETWEEN THE
{FRONT FAIRINGS OF THE FRONT WHEELS

i

3

1

\
|

PLACE THE PLANK AS FAR FORWARD AS
OSSIBLE TO AVOID DAMAGING THE BUMPER

[

" CHECK THE HOLD OF THE

HOLD OF THE

OOK CN THE ARM HUBS

CHECK THE

H

HOOK ON THE LOWER ARMS




OPERATION
D_620_E

CHAIN ASSEMBLY
MR 3319-20

I ring of 20 mm.
dia. metal
inside dia. 80mm.

6—PLANK
2 off, 60 mm. thick

150

Fit the ring 5
before welding
Martin mild steel,
breaking strain 22-25 tons/sq. in.
(35-40 kg/mm2). Elongation, 28%
minimum at load of

600 Ib (275 kg.)

130

2 rings of {4mm.
dia. metal
inside dia. 56 mm.

BODYWORK ID19_ D519

TOWING BY LIFTING THE VEHICLE PL. 76
4b—EXTENSION 4—TOWING TRIANGLE
FOR TOWING TRIANGLE Martin mild steel

~o Maximum position

- 25

\) ;/ K , 80
N ‘ r.25
d ) o M t
W8 (f adjustment /N
Y 300mm. ’wu\
2 welded sheets |200 f |
[| 4 mm. thick ; x
! 40
i ] == | *l
A N v M R
|
@ Minimum
i 4! position 800
7 I ®:20 180
37
350
cotter
pin =20
12 mm. dia. JL
,®=80 . . )
/ X
— 100
ADJUSTABLE RING (drawn steel) < 500 >|
350 10 ] , )
‘ Fit the ring 5
25 150 60 ! s before welding
I =\ 5 ANCHOR LINK
B Py S 9) 6 off
20 =12 5 > 2 flats 8deep.d - S 2- 80

¢-381

290

| @:40x49} |
b

N4 holes, 12:5 mm. dia.

Martin mild steel, breaking strain

22-25 tons/sq. in. (35-40 kg./mm2),
Elongation, 28% minimum, at
load of 600 Ib (275 kg.)




OPERATION

DF 620-F BODYWORK

ATTACHMENT FOR TRAILER

BREAK

ASSEMBLY

Section A

The harness will be resheathed
in front of the reinforcements
of the fixing for the
hook. This additional
protection will not have
to pass through the
{8mm. grommet.

Fig.2
ATTACHMENT HEAD

fiiie
Lt

ID 19

77

PL.

el 3

ball, 48mm dia.

| [z=s0
| 2ati20e
Ly

7
|

Semi-hard steel

it

|

i

|

‘ T

‘ ‘jrdia. 24 mm, pitch 3mm.
|

!

-




OPERATION D 19
DF 620-F BODYWORK

PL.78

ATTACHMENT FOR TRAILER

BREAK
Fig. |
Attachment-head bracket—I off 485
‘ Fig. 2
Bridle, flfat bar 50 x 8
N4
25 |i 244 2a45 59 15

i

—"__Q

A
W

T

r=80
S S 50 | 13— —
-‘ \ o )9
\ Zf /' / i 4ol 5
-8 @43/ | 295/ ' I
Fig. 4
. Exhaust-pipe fixing strap
Section A .95 I-off, |5 mm. sheet

| e

240 240

Fig. 3
Rear part of bracket, | off, 3 mm. sheet
‘ A Section A _
Sals’ _, ! LY 75 Section B

3-B85
+041

¥ $5=24+005

square nut

dia. 9, pitch 125
welded

500




OPERATION D 19
DF 620-F BODYWORK 1
ATTACHMENT FOR TRAILER
BREAK

Fig. 2
Fig. | Internal caisson reinforcement (left-hand)—I off, 3 mm. sheet
Bumper iron
Section A
16
! T
| i »10,.- B }
' : o ~181 [T e3 1l g
E t oy
i i
} 10 27
48 HIOHH!
Developed length 480mm. approx N L
E : \ 2 al45 *;_‘ I-—
H \ -
! i LN 59
266 ) __f ) existing part
| 7
! Md} - /'/ : | re3 - f-— 33
— D+ —O—- SR S R
D=10 " {125 ' 1 _ 2 holes, tapped 5 mm, pitch 0:75
123 (2’?.}/—@—‘—4 A
- - 7’0
216
Fig. 3
Rear harness protection, 2 off, 0-8 mm. sheet
1$
Gl L

— iy

P
'
'
¢

=

'

0

'

v

e—g
T

it
A
——
215
so ., 15 50
1\ —
—
2 slots 6 x 10 /”//4:() o '\'\\ E )
1
it
r.3 - | J
W




BODYWORK ID19-DS19

MAKING UP A SCREW JACK PL. 81
PROTECTING BUSH THREADED SLEEVE, FEMALE
2 off 2 off

THREADED END-PIECE, V-SHAPED,

RUBBER END-PIECE MALE
2 off 2 off
THREADED SLEEVE, MALE MAIN SCREW THREADED SLEEVE, MALE
| off

These 3 parts are always used together

THREADED END-PIECE, V-SHAPED,
THREADED END-PIECE N FEMALE
WITH HEEL »-

JACK
sold under number 2649-T




BODYWORK ID19-DS19

PL. 82

VARIOUS TOOLS

FLAT DRIFT SPOT WELD BREAKING CHISEL ANGLED DRIFT
2698-T 2699-T 2697-T

A :
{ uﬂf e
Hiyd
i

D
gs“ﬂigﬁ!ﬁ!

P

i
f‘qumll

A A

)
f Mﬁ“{\
inuulim

SERENRRE

CUTTING TOOL 2670-T DOLLY
SPARE BLADE 2671-T 2690-T

DOLLY
2679-T




MEDIUM RADIUS BLOCK
2678-T

SQUARE-HEAD AND ROUND-HEAD
PLANISHING HAMMER
2685-T

2684-T

BODYWORK

VARIOUS TOOLS

HORSE-SHOE ANVIL DOLLY
2675-T

AMERICAN DOLLY
2673-T

2686-T

ID 19-DS19

PL. 83

HORN HEAD DOLLY FOR WINGS
2672-T

PLANISHING BLOCK
2683-T

DOUBLE-HEADED BALL HAMMER
26




OPERATION
D 981-2

Fig. I SECTION THROUGH
TRIMMED SIDERAIL

BODYWORK

ID 19 _ DS 19

PL.84

REMOVING THE BOTTOM-BODY-SIDERAIL TRIMMING

Fig. 2

Fig. 3
SECTION THROUGH HEEL BOARD




OPERATION

ID 19 _ DS 19
D 932_3 BODYWORK

PL.85

RESTORING A SEAT TO SHAPE

Flex-O-Lators  «__

Central depression in springs

hessian .
stuffing horse-hair

trimming sheet of felt




OPERATION
D990 _2e

DM854.3

DM 854.90

~cardboard disc

BODYWORK ID 19 _ DS 19

PAINTING A WHEEL RIM P'—-86

Adhesive paper \ Adhesive paper

unpainted part 1 ¢ ioiiie

cardboard disc

cardboard disc

D =16

&z 16




OPERATION

D 990

ID 19 _ DS 19

BODYWORK

2d

PL. 87

-DEADENING THE BODY

SOUND

SINCE SEPTEMBER 1962

BONNET

FRONT WING
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OPERATION

D 990 . 2d BODYWORK IDg-7IjZ\19
PL.
SOUND-DEADENING THE BODY
SINCE SEPTEMBER 1962
Boot (1D)

View in direction of F5 Front doors

120mm.
all round

Rear doors

120mm.
all round

Front wings

View in direction of F4




OPERATION

D 990 _ 2d BODYWORK ID 19 _ DS 19
rL.87.B
SOUND-DEADENING THE BODY
SINCE SEPTEMBER 1962
View in direction of F
(see Pl. 87A)
Detail E Detail J

‘ 22mm. all round

Detail S

Detail V

View in direction of Fl View in direction of Fl
(see Pl. B7A) (see Pl. 87A) A
Right-hand side Detail X Left-hand side =
15,
Detail Z

Detail W

to be protected




OPERATION

D 990 _ 2d BODYWORK ID 19 _ DS 19

pL. 87 C

SOUND-DEADENING THE BODY

SINCE SEPTEMBER 1962

Top view of body

/

. //
e
e
s
e
S
yd

i ppe—
|

e

110

Section A 1 Section A 2 Section A 3 Sechion A 4




OPERATION

D 990 _ 2d BODYWORK ID 19 _ DS 19

PL.87.D

SOUND-DEADENING THE BODY

SINCE SEPTEMBER 1962

Detail C (see PI. 87B)

Detail M Detail N Detail D (see PI. 87B)

right-hand side
only

3 F9 2 or 4 mm. thick

7 7/ in these 2 areas
S —. e

Detail P
View in direction of F9
A}
fﬂf, e #/ 15
) ’;:I" /\right-hand

12 side only

View in direction of FI|
10

View in direction of Fi2

View in direction of FI0

View in direction of F8

right-hand
side only

10 mm. all

I5mm. all round round




OPERATION

D 990 . 2d BODYWORK

SOUND-DEADENING THE BODY

SINCE SEPTEMBER 1962

DETAIL U
(see PI. 87B)

10

left-hand side "
only to be protected

i

View in direction of Fé
(see Pl. 87A)

N same limit < \H
. right-hand side \2' 7
AN AN / R
™ / R
. =

ID 19 _ DS 19

.87 E

DETAIL L
(see PI. 87B) 208
-t

13 13

View in direction of F2
(see PI. 87B)

Section G

/

7

View in direction of F3
(see PI. 87B)




OPERATION
D 990 - 2d

DETAIL B
(see PI. 87B)

BODYWORK ID 19 _ DS 19

PL.87 F
SOUND-DEADENING THE BODY
SINCE SEPTEMBER 1962

View in direction of FI3
SECTION A5 (see Pl. 87A)

DETAIL A
(see PI. 87B)

20

DETAIL K
(see PI. 87B)

. to be protected

DETAIL H
(see PI. 87B)

DETAIL T
(see PI. 87B)




BODYWORK

DIMENSIONS

BERLINE

ID19-DS19

rPL.88
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BODYWORK 1D 19

DIMENSIONS

BREAK CONFORT

1520
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BODYWORK D 19

DIMENSIONS

BREAK LUXE
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BODYWORK

DIMENSIONS

COMMERCIALE
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DIMENSIONS
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BODYWORK 1D 19
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BODYWORK

DIMENSIONS

CABRIOLET

2200

ID19.D5 19

PL. 94




OPERATION ID19
DF 813 1 BODYWORK

REPLACING AN UPPER REAR BODY CROSSMEMBER PL. 95

BREAK

View in direction of X




OPERATION
DF_8_2._1

BODYWGORK

REPLACING A QUARTER PANEL AND
WHEEL ARCH, ASSEMBLED

BREAK

ID19

PL. 96

et [

% i




OPERATION
DF8_2_1

BODYWORK

REPLACING A QUARTER PANEL AND
WHEEL ARCH, ASSEMBLED

BREAK

Fig. 3

ID19

PL. 96 A




OPERATION
DF-8-09_1

Fig. 2

BODYWORK

REPLACING A REAR BODY UNIT

BREAK

Fig. |

D 19

PL.97




OPERATION
DF 8.09_1

ID19

pL. 97A

BODYWORK

REPLACING A REAR BODY UNIT

BREAK

Fig.

b b e
R T




OPERATION
DF 813 - 4

BODYWORK

REPLACING A LOWER REAR BODY CROSSMEMBER

BREAK

D 19

pL 98




OPERATION
DF 813-7

BODYWORK

REPLACING THE CLOSING PANELS OF
THE LOWER REAR BODY CROSSMEMBER

BREAK

D 19

pL. 99




OPERATION
DF. 821_4 BODYWORK

REPLACING A REAR WHEEL ARCH

BREAK

iD 19

pL. 100

Fig 3

etz




OPERATION

DF. 821_1 BODYWORK

REPLACING A REAR-WHEEL-ARCH REAR CLOSING PANEL

BREAK

DETAIL |

RIGHT-HAND PART
Developed part

/’/\\ ~

MH

\, Mw
el 1‘1|li

\uh\ “M IM“!HD;M Iy

Uu‘ o :

ID 19

pL101

Left-hand part
symmetrical with
respect to AA’

4\”41 ‘

i




OPERATION
DF 851 .1 BODYWORK

REPLACING A REAR-BUMPER BRACKET

BREAK

Inside view in direction
of arrow X

Fig. 3
g 12
O
-
B A
29-C B *
¢
Y
it / 5
e 3
thicknessl/
t off, mild steel
[ A=55mm.
K B=30mm.
| dia. C=6x100
| off, mild steel
r A=9%0
H B=65
,,,,,,,,,,,,,,,,,,,,,,, dia. C=8x1-25
Fig. 4
19 / 46
e 6 14,,
Ty
e I
ﬁ.ﬁ..‘ 30 45
% %
thickness
=0-8mm. i

pL102

I off
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