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Zinc-coated body parts

F'ull zing coating ensures that bodywork panels already have a high degree of corrosion resistance at the
body in white stage. |n order to maintain the guarantee against rust penetration, it is imperative that the
following repair instruchions be observed.

Preparation

- Urndercoaling/sealing materials ars to be remaved wilh 2 hot awr bower {max. 420 "C) or rotating wirg

brush only.
- Usc lacquer remover [ 017 100 12 or rolating plastic brush to remave paint and primer.

Separation

Where passibie, avoid employing hot separatian lechnigues {or torch cutting} - coarse cuts only.
- Mechanical separation procedures, e.g., angle-grinder, plate shears, should be used where possible
to avoid damaging the zinc coating in the separation area.

Joining techniques

Llectng resistance welding {RP) causes only light burning of the zing coating at the cenlre of tha spot
welds. The protective £Anc ring which is simullaneousty built up around the spol provides oplimal
COrrasIon pratection,
Always use electric resistance welding when possible.
Note zinc layers in various thicknesses during spot welding (make inal weld)
Shielded arg welkding (50} procedure to be used as substiute for spot welding only where absolutely
necessarny

- Always apply anti-carrosion layer to joined surfaces
fzinc spray D 00¥ S00 04).

Note B
£
- Ablwvays use V.AG 1586 welding gas exhaust device when pertorming repairgperations an zing-coated
body parts.

- Apply V.AG ALN 787 103 10 zinc body liller to joining surfaces.




E Galvarnized zinc ceating
Galvannealad

Areas subject to corrasion

Where possible, il is important that grinding be avoided in areas subject o particular carrosion risk.
Whara grinding wark cannot be avoided, particular attention should be paid to restoring the original level
protection.
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Adhesive bonds

Metal adhesive ...

Rigid bonding on Audi 100

Welding leads to spols on the outer panel due to thermal tension or local pressure areas These
undesirable charactenstics make cxtensive further work necessary 1o achieve a high-quality surface.

For the reasans chumerated above, tha roaf on the Audi 100 has been bonded to the left and right-sice
roof frame members. To ensure stability, the roof carrier support area has atso been provided with
camplete rigid bonding. Further areas employing adhesive bonding are tha spare-tyre recess, 1he wheel
housing area and the vehicle jacking poinis (compare previous model}.

The following procedures are emplayed for repairs at the adhesive joint far the raaf:
Separation:

- Make a coarse separation to provide access to the bonded joints.

- Separate the adhesive bond with the oscillating culting knife. o
Use a knife to separate the adhesiva n areas where full-surface bonding has E}'gien employed.

- Remove remaining adhegive (scraper. knitg). I i

Bond ing procedure:

Measures for adhesive surface preparation and process-specific information are found in the inglructions
for the repair adhesive.




Anti-corrosion measures

Hot wax flooding af cavity

Anli-corrosion protection

Restoration of 1he corrosion protecticn provided at the factory is essential in pertorming professional-
quality bodywaork repairs - particularly since the boaywork warranly with 10 year guarantee against rust
penalration has been introduced lor customer protection. During repair, in particular, it is important that
attention be paid to the proleclion of conneclions and joints which later will no longer be accessibla,

Important rules for restoring corrosion protection

- Walding pnmer (zinc spray) must always be applied to both sides of welding joints.
Unprotected metal must be primed immediately after the repair {(anti corrosion prirmoer}.
Sealant to be applied to primed sheet meatal anly.

- QOverlapping metal, butt joims. welded joints, elc . to be provided with sealant.

- Seal shest metal completeiy with sealant.

Seal cavities with pratectant.
- Rostore undercoating to original condition wilh durable undercoating.

Warranty notice =
L,

The YAG maierials recommendad by the manulaciurer are te be used for all anti-Corrgsion measures.




Technical data

Vehicle idemtification

FAHRZG -IDENT-NR,
VEHICLE IDENT NG,

TYPTYPFE

MOTORKB/GETR KB,

LACKMNH ANNENALSST,
PAINT NOAINTERION

M. AUSST QP 1IONS

ENG.CODE/THANS CODE-

B 1/ 183
-

The identitication plate
is on the side panel on the right of the engine
comparment.

The vehicle data sticker
is in the spare lyre recess.

The vehicle identification number
is starmped iMo the rear cross member of the engine
compartment,

fr .
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Basic instructions on bodywork repairs

Safety instructions

When perlgrming hody repairs, observe the following satety instructions:

Before the centre of gravity of the vehicle is changed substantially through dismantling. Ihe vehicle
should be securely attached lo the vehicle Iift.

It wetding or work which produces sparks is to be parformed in the vicinity of Ihe battery. the vehicle
battery must always he remaved,

. No other vehicles may be part unprotected in areas used for body reparrs (Fire hazard due to tlying

sparks, battery. damage 10 paintwork and glass)

Use extreme care when pertorming sanding and welding work near the lank or other compongnts
carrying fuel. Where there are doubts regarding safely, these parts musi be removed.

Never weld, braze or solder parts of a charged air condilioning systam. This alse applies to any pan
of Ine vehicle if there 1s a nsk of heating air conditioner camponents. After respraying work, the
vehicle must not be heated to more than 80 "C in the drying booth or preheating zone,

Ta protect electronic control unils against overvoltage when pertorming electric welding wark,
the following satety measures must be observed:

Detach strap from batlery earth terminal and cover this terminal

. Connect the earlh connection ot the electric welding appliance directly to the part to be welded.

When doing this. make sure that no electrically insulated paris are between the carth conneclion and
the welding point.

Do not allow the carth connection or the welding electrode to touch the elecironic control units and
glectncal wiring.

10



Body sub-pans and part sections

A "sub-part” Is a section of a complete part (.., end section Iront and rear), which s supplied directly
from the Parts Department, already cul to size,

On the other hand, "part sections” are cut from complete parts to the required size by the workshop daing
the repair. In individual cases. il will be necessary to work exaclly to the methods described and
ilustrated in the manual.

Because the use of "sub-parts” and/or "pan sections” together with special lools and equipment
influences the repair times, special note is made of the toals and equipment in the descnption of repair.

Parting culs

The parting cuts or cutting lines illustraled in the description of operalions are based on delailed
examinatiens carricd out on accident vehicles. They are to be observad in the sarne way that the
specilied joining procedures are. This is the only way lo ensure that the safely ol the vehicle not be
impaired by insutcienr rigidity and torsional stiffnass.

Straightening

Damaged bodywork is restraightenad in the direction opposite that of impact Damaged bodywork
sections are 1o be removed only when measurement paints and conneclion surfaces are restored to the

correcl dimensional relationship.

if the exient of a damage does permil reforming in 1he direction opposite t¢ that of impact, the damaged
seclion should be removed only after the adjacent surfaces have been straightened.

11



Basic instructions on body repairs

Condition of bodywork ar parts being handed over to the paint shap

Before a repairad vehicle or part is handed avar o the paint shop tar painling. the repaired or beaten-out
and, where necessary. lilled surfaces must be prepared tor painting by sanding dowrt with sand paper
having g grain of P 8¢ - P 13Q.

lhis preparatory work is the job of the sheel metal worker and is inglugded in the time allowed for repair.

Diagnosis on accident vehicles

[Jamage to the running gear and assembly mounlings which could result in seficus subsequent damage
is sometimes not discovered when accident vehicles are being repaired. Where the accident damage
indicates a high degree of stress 1o the vehicle. special attenlion musl be paid to the following
components, completely independent of the axle geometry measuremenl which musl be made in any
case:

Check the steering gear and Inkage lor correct lunclion aver ke Tull range lock to ock. and perform a
visual system check lor delormation and cracks.

Check the running gear and all unming gear components such as wishbones. struts, steering knuckles,
anli-roll bars, sub-frames, axle bearns and their mountings for bending ar ¢racks

Fxamine wheels and tyres tor damage, concentricity and balance. Examing tyres tor cuts and splils in
tread and sidewalls, chock tyre pressure

Examine the mountings for engine gear. gearbox and exhaust system for damage.
It is essential that an appropriate road 1est be perdarmed betore the vehicle is returned to the custarmer.
This is the only way to make an ullimate judgment on its road worthiness and satety,

Pracedure for electronic contral units after accident repalrs

It is anly necessary 1o 1it new electronic contral unils after an accident when at least one of the following
condilions is present;

1. The housing is obviously deformed or damaged.

2. The suppert surface or brackel is deformed; there is no visible damage 1o the unit ilself.

3. The sockel connector shaws damage or maisture cormosion.

4. The functional check or the unit seli-diagnosis procedure inklicates the fault "Cantrol unit detective”.

When clectronic components, e.g., ABS control unil, have been removed for purpose of making repairs
and are then reused, perform a functional check atter litting as described in the documentation provided,
e.g., V.AG sell diagnosis procedure.

12



Security check on procon-ten system

Important!

If even a single component of the procon-ten system has been aclivated in an accldent, the
entire procon-ten system (consisting of: procon cable, both ten cables, retaining and winding
black), including the protective sleeve, must be replaced.

Checking procon system

The procon systemn has been activated when even the slightest movement is confirmed on the dovelail
guide of the prolective sleeve.

The pralective sleeve is pravided with a paint spot {seal) to make dislacation easier to recognize. When
the panied seal is broken, the procon system has been activated.
Checking ten system

It it 18 impaossible to puil out an automalc seat belt, or should one whichhas already been pulled aut fail ko
relracl, the len syslem has been activated. 7=

Automatic safcty belt and belt tensioning cableﬁ}an cable) are gne part.

13



imensions

Bodywork d

Floor group
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Forward cross member widih

Diagonal measurement points at front
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Bodywork dimensions
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Strut length

- front wing mounting
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Bodywork dimensions

Boot dimansions
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Hear cross member width
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ing jig

Straighten
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Repair group summary

S.50
5521 5500

o

BT

S.30
50.81.55.50

S.28
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8. 42
53 05 5500

51035512

S. 48 @
53 69 55 50 f

S. 46
536555400

S. 36
51415512

S. 34
51375512 §

51 4555 00
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Symbols for welding operations

Method- 17 = Spot welding
30 - Shielded are welding

AP spol-welded seam

@

56 plug weld

¢

50 stepped spam

SR

SG continuous seam

i
SG continuous seam (staggered)

24
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RP/SG

5G

506G

5G

RF

Continugus seam
Burt joinl weld

Fxira suppon picce

Tack weld, cne side
overlapped

Tack weld, both sides

ovcrapped
Plug welding
overlapped
”Mﬂﬂ el
AISIISY
Spot welding

25
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Renewing front wheel housing v&ith side member 50 74 55 12 L

Cutting locations

- Make separation cut so as to retain original
side member joint.
Drill out jeining member.
- Separate strul suppon at lower bulkhead
connection.
{Mote; Do not remove hatch-lined section at
upper left.)
Separate reintarcement between wheel
housing and plenum chamber at griginal joint,
- Separate hingy pillar al original joint,

26



Welding In

Attach side member with joining angle and butt weld in separation area.
Spot wekd in wheel housing atter attaching with joining angle, partially SG.

Weld in striker plale.

Butt weld joining member and spot in at strut support, spol weld siriker support at side.

Spot weld in reinforcement, complete with SG.

Weld in cross member, SG.

Service parts

Wheel housing wilh side member

Whesl housing reinforcement at plenum chamber

Hinge pillar - pimning member reinforcamen

27



Cutting locations

Decterming separation cut according 10 degree ¢l damage
Waltch reinforcement musi not be scparated
Separale lamp maunting and striker plate at original joints, then carry out separation cut.

28



Welding in

Altach side member with joining angle and butt weld.
Spol weld in striker support.
Spol weld in upper lamp mounting,

Service pans

Side member
Striker suppor

29



Separate cross member jpining member.
Seaparate original cennection joints.

30




Welding in

56 plug weld at griginal joint.
Joining SG plug weld.

Service parts

- Cross member, two-section
(additianal joining member required)
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Cutting locations

Saparate at onginal jinis (both welding joints and brazed areas at pillar Iransitions).

The root 15 bonded 1o the frame wilh adhesive along the entire contact area (see adhesive bonds).

Separate adhesive: make coarsc separation cut in roof, use oscillating knife to break adhesive bond.
- Areas with full-surtace adhesive: Use oscillating knife and scraper to remove adhesive.

I'erform scparation cuts al rear window frame using body saw.

32



Welding in

Brazing

- Apply adhesive to contagt surfaces betore welding in rool.
- Butt weld separation joints.
- Braze connections in pillar area.

Heslore griginal conneclion, RP procedure.

Service parts

- Rool
frear window frame is also available as single part where reguired;.




Cutting locations

Upper separation cul

- Determine separation cul according to degree of
damage.
Hatain original connection to root for corrosion

protection.

Lower separation cut

- Make separation cut above side rmember {pay
attention to hinge reinforcemeant).

-l lower side member i5 also o be renowed, separate
hinge gillar and original lower jomnt.

Remowve Upper reinfarcement belore remaving hinge
pillaroalso withccemplete renewal.
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Welding in

Lower separation cut

- Built weld at separation paints.

- 5G spot welds af fronl.

- Spot remaining joint seam.

- When fiting, check gap betwean
wing and door with vehicle empty.

Upper separation cut
Check front windew opening lor precise i,
- Butt weld separation point.
- Spol weld remaining joint.
Service pans
Hinge pillar

- Reinforcament
Inner hinge where necessary

35



Cutting locations

Lower separation cut

R
| w

- Locate lower separation cut abovggill of lower side member.
If the lower side member is also ketbe renewed, separate at original joint.
Upper separation cut

- Retain griginal roof connection 1or corrosion prolection
- Do nol separate in saat belt reinforcement area.

36



Welding in

Fit and attach B-pillar with vehicle unlcaded.
- Check precision of tit with doors installed.
Join at arca of cut with SG butt welding.

Service poins

- B-pillar
I
P
_
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Cutting locations

- Deterrnine separation cut according to extent of damage, otherwise separate at ariginal joint.
- Pay attention to reinforcement plaies in pillar area.

38



Welding in

Lrilt holes for SG plug welding (sill plaies).
- il kower side member with vehicle unloaded and check for precise inslallation with doar installed.

- Place a support plate behind separation cut or butt wald.
Sill plate plug welding.
- Restore original joint, RP process.

Service pans

- Lower side member

39
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Determine separation cuts acsording to damage.
{do not perform separation culs in vicinity of cerirg tunnel )
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Welding in

Use staggered gverlap weld at separation cut {5G).

Service paris

- Floor plate, wo-component (single part not available)
Soal runner
- Seal cross member

41



Reﬁhéwiﬁg rear panel. 53 05 55 00

Cutting bocations

- Determine separation cuts according to degree of damage or renew rear panel complete.
Where nccessary, also renew rear lamp mouniing reinforcements.
- Separate adhesive bonds to perdarm separation cut i vicinity of spare fyre recess.

e
L}

£
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Welding in

Check lor correct gap at tail lamps and rear hatch.
Ensura that rear halch Closes propery.

Butt weld at separation, SG (rear panel staggered insidefoutside).
Renew adhesive bonds.

Heslore original connection, HP process.
Service part

Hear panel, inside.
Hear panel. cutside,
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Cutling locatians

L

e

]
Determine separation cul according to degree of damage.
(pay altertion (o reintareenent )

Separate original joim where necessary
Perform separation cut along side of boot compariment according to damage.
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Welding in

Locate side member on joining angle.
Employ 5G butt welding at separation.

Employ SG plug welding along original joinl.

Spol weld in shock damper and 3G cortinugus seam.
Side of luggage boot Hoor -

Staggered SG welds at separations.

Festore original connection, RP pracess.

Service part

Rear side member
Boot foor side
shock damper mounl

45



~ Renewing side panel 53 55 55 00

Cutting lacations

- Separdte original joint.
Gnnd through lower sill al wheel housing. (Adhesive bond)

- QOuter side panel reinforcement may also be removed according to extent of damage.
Part-section replacement possible wilh separation indicated.

et
g
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Welding in

S50 Rrazing

- Unlgad vehicle
Apply 2 K adhesiva {DJ 15) al wheal housing.
Check gaps at rear lamps, rear hatch and door.
- Provide a reinforcement plate at separation for part-sagtion replacement.
- Bead edge ot wheel housing.
- Braze al corners in rear lamp area and at tock carrigrfpillar.
- Spot weld original joint,
. Prepaint connection araas in tha vicinity of the lack-carrier pillar on mside and cutside before welding.

Service parts

Hear side pansal,
{Quter rear side panc| reinforcement where required )
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| Wheel'housing - part section 53 69 55 00

Cutting locations

Make separation cut along inside of side panel.
Note connection surface lor overlap welding.
Separate reinforcement plate {from inside).
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Welding in

Emgloy overlapping spot welds in separation area.
Use spaced 56 seam weld in reinlorcement area.

Spol weld in reinforcements.

Service parts

Wheel housing

e
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Front cover - part section 55215500

Cutting locations

Determing separalion culs according to degree of damage.
Henew outar panels onty.
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Welding in

SG butt weld al separation.
Onginal joint with AP precadure,
Tin geparation area.

Service pan

Franl cover repair panel.
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