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Body and Accesse>ries 

Collision Repair 

Repair Instructions 
Rail Replacement - Upper 

Er,gine Compartment Front Outer. Side. Rail 
Before attempting to remove the. engine compartment 
front. o.uter.side.rail, visually inspect the damage '. 
and restore as much of the damage as possible to . 
factory specifications. The engine compartment front 
outer side rail is attached to the front Wheelhouse 
panel upper side rail assembly with spots welds. To 
remove the outer side rail, the spot welds must 
be drilled out. Plug weld holes must be drilled: in the 
same location as the original· spot welds. On the 
service part, outer side-rail, plug weld holes are<.not 
included. 

Removal Procedure 

Important: Note the number and location of the welds 
for the installation of the new outer side rail. · 

1 . Remove the front fender assembly, the hood 
assembly arid tne hood hinge assembly'. 

2. Drill Ol.lt all related factory welds. 
3. Remove the outer side rail. 
4. Remove the air baffle material ( 1) from the side• 

rail assembly, · · · 

( 

5. Remove sealant from side rail assembly as \ 
necessary. 

( 
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Body and Accessories 

Installation Procedure 
1. Position the new outer side rail to the inner side 

rail and clamp in place. 
2. Mark the seven formed and pierced locations from 

the side rail assembly to the new outer side rail. 
3. Mark the hood hinge hole locations. 

4. Remove the clamps and the outer side rail. 
5. Drill 1/8 in holes in marked locations on the new 

outer side rail at formed and pierced locations. 

6. Drill two 10 mm (3/8 in) holes at hood hinge hole 
locations (1 ). · · 

7. Drill 8 mm (5/16 in) plug weld holes ih welding 
locations, fore and aft of the seven formed and 
pierced locations. 

) Important: If the original outer side rail is damaged 
beyond recognition, place holes for welding 
approximately 40 mm (1 1/2 in) apart. 

) 

8. Drill 8 mm (5/16 in) holes through remaining 
locations as noted from old outer side rail. 

Important: Two formed and pierced locations at hood 
hinge mounting panel do not require J-Clips. 

9. Install J-Clips included with rail, 
GM P/N 10079170, through five formed and 
pierced locations. 

10. Position the new outer side rail in place, insert 
locating tab through slot. 
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Body and Accessories 

Important: The new outer rail may be manually: 
positioned to. accommodate the J-Clips at the 
five formed locations. · ( 

11. Install the fender mounting bolts/screws:.included 
with rail, GM P/N 11505023, at five J-Clips to 
secure outer side rail in place. 

12. Follow the next steps accordingly: 
• Outer Rail Replacement Only. Match the new 

outer rail to the contour of the two formed 
locations at the hood hinge. (Use hood hing~ 
bracket with original spacers intact.) 

• Inner and Outer Hail Replacement, Replace 
original two spacers on hood hinge bracket 
bolt/screw with two washers provi<;Jed (1 ). 
Install hood hinge bracket upside down, ( 
washers· and bolts/screws to· outer side rail \ 
assembly at hood hinge mounting panel. 

Important: Be sure to measure continually throughout 
welding process to maintain correct dimensions. 

13. Using a MIG welder randomly plug weld new outer 
side rail in place. 

14. Clean and prepare welded surfaces. Apply 
3M Brushable Seam Sealer, part number08361 or 
equivalent as necessary. 

Important: Test a small amount of expandable foam 
into a disposable container to become familiar 
with the rate of discharge. 
15. Apply HANOI FOAM to replace air baffle 

material. HANOI FOAM kit is available from 
FOMO Products Inc., 2775 Barber Rd., 
P.O. Box 1078, Norton, Ohio 44203 or 
call 1-800-321-5585 or 216-753-4585. ( 
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Body and Accessories 

Important: Prior to refinishing, refer to.GM 4901MD~99 
Refinish. Manual for ~ecommended.products. [)9 not 
combine paint systems. Heter to paint manufacturer's 
recommendations: · · 

16. Prime with two:part catalyzed primer. 

17. Apply anti-corrosion materlal asnec:essary. 
18. Install th'e hood hin'ge assembly, the hood 

assembly and the front fender assembly. 

Wheelhouse Replacement - Front 
(Complete) 
The Front Wheelhouse is available as an eiitlre 
assembly, including all brackets, reinforcements and' 
drill template; · 

The Front Wheelhouse Apron is also available 
separately (1 ). 
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8-1192 Collision Repair Body and Accessories 

Removal Procedure 
1. Remove all related panels and components. 

( 2. Visually inspect the damaged area. 

3. Restore as much of the damage as possible to 
factory specifications. 

4. Remove sealers and anti-corrosion materials as 
necessary. 

Important: Note the number and location of welds for 
installation of the front wheelhouse assembly. 

5. Mark all factory welds. 

6. Drill out all factory welds. 

7. Remove the damaged wheelhouse. 

0 8. Prepare mating surfaces for proper fit of new front 
wheelhouse assembly. 

Installation Procedure 
1. Set the new front wheelhouse assembly on a 

349663 work surface with underside up. 

2. Position the template (included in service kit) in 
the front wheelhouse assembly. 

3. With a center punch, locate four strut 
attaching holes. 

4. Remove template. 

~~-IP- ( 
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Body and Accessories 

5. Drill. 12 mm (15/32 in) hole~ in marked locatior:is . 
on new.front wheeJhouse assembly: . 

6. Drill 8 mm (5/16 in) plug weld holes along mating 
~urtac.es 1 1/2 in apart. 

7. Position new front wheelhouse assembly in place, 
align and clamp. · · · 

. ,· ' ' : . ·,. 

Important: Be sure to rnea~ure continuaJly throughout 
welding process to. maintain correct.dirnerisions:, · 

i', . < 

8. Using a MIG welder, randomly plug weld thEfhew ·· 
front wheelhouse assembly in pl.ace, , · 

9. Remove the clamps. 
10. Clean and prepare the welded surfaces. 

Important: Prior to refinishing, refer to 
GM 4901 MD-99 Refinish Manual for recommended 
products. Do not combine paint systems. Refer to paint 
manufacturer's recommendatiosn. 
11. Apply 3M Brushable Seam Sealer part 

number 08361 or equivalent as necessary. 
12. Apply anti-corrosion materials as necessary. 

Wheelhouse Replacement .,.. Front 
(Panel Upper Side Rail) 
When replacing the upper side rail assembly, cut a 
section of the damaged side rail assembly away and 
section a new side rail assembly in its place. 
Removal of the side rail assembly requires the use of 
a template to help in determining the location of 
the cut to be made. 

Removal Procedure 
1 . Remove the outer side rail. Rail 

Replacement - Side 
2. Position template included with rail to side rail 

assembly at forward edge where indicated by 
arrows and scribe line onto side rail assembly. 
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Body and Accessories 

3. Drill out the welds at cowl panel. The remaining 
welds will hold side rail assembly in place while ( 
cutting. 

4. Separate side rail assembly away from cowl panel. 

Important: Note the number and the location of 
remaining welds for installation of new side rail 
assembly. 

5. Cut the side rail assembly at scribed lines, being 
careful not to cut adjacent panels. 

6. Drill out the remaining welds. 
7. Remove the side rail assembly. 

( 
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Installation Procedure 
1. Prepare mating surfaces for proper fit of new, side 

rail assembly. 
2. Clean sealer away f,rom mating surfac;:es a~ 

necessary. · · 

Important: If original side rail assembly is 
damaged beyond recognition, place holes 
for welding 1 1 /2 in apart. 

3. On new side assembly drill 8 mm (5/1.6 in) holes 
along mating surfaces as noted from originl:ll side 
rail assembly, · 

4. Clean the surface of seven pierced locations on 
side rail assembly with mild soap and water. 

5. Wipe dry. 
6. Clean with wax and grease remover. 

Important: Use only serviceJit was~er~ provided witp, 
rail, GM P/N 12520407, Use bf ar:,y other'wc1:sher ·,, . · 
could cause improper positioning of side rail a~Seli]bly. 

Important: The forward pierced location may n~ed 
to be manually positioned according to upper' · · 
body dimensions,· utilizing common tools and 
techniques. 

7. Remove backing from washers included with rail 
and carefully apply to motor compartment side of 
new side rail assembly at pierced locations. 

8. Position new side raH assembly to pverlap 
remainder of original side rail assembly by 
35 mm. Align to arrows ori remainder of original 
side rail assembly and clamp. 

9. Using a MIG welder, at overlap, plug weld all 
8 mm pre-drilled holes in new side rail assembly 
in sequence shown. 

Important: Be sure to measure continually throughout 
welding process to maintain correct dimensions. 
10. Using a MIG welder, randomly plug weld all 

remaining holes (1-9) in new side rail assembly. 
11. Complete stitch welding along seam. 
12. Remove the clamps. 
13. Clean and prepare welded surfaces. 
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8-1196 Collision Repair 
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Body and Accessories 

Important: Prior to refinishing, refer to 
GM 4901 MD-99 Refinish Manual for recommended 
products. Do not combine paint systems. Refer to paint ( 
manufacturer' s recommendations 
14. Prime with two-part catalyzed primer. 
15. Install outer side rail. 

Rail Sectioning - lower (left) 

Removal Procedure 

Important: Sectioning procedures have been 
developed to simplify repair to the lower LEFT rail, 
providing the majority of the damage can be returned 
to factory specifications. This allows the damaged 
front section to be replaced without performing full rail 
replacement. Bumper mounting brackets can be 
serviced separately. 

1. Visually inspect and restore as much of the 
damage as possible to factory specifications. 

2. Remove lower tie bar support brace (1 ). 

3. Remove all related panels and components as 
necessary. 

Important: Removal of the cradle and powertrain is 
not necessary when performing this procedure. 

4. Locate the cut location on the left front rail. Use 
the left front cross-member cagenut slot for 
reference. 

5. At the front edge of the slot, measure 335 mm 
(approximately 13-3/8 in) forward. This is the 
cut location on damaged part. 

6. Use a straight edge to scribe a line around 
the rail. 

7. Cut and discard the damaged portion of rail. 

( 
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Body and Accessories 

8. Cut and remove approximately 5 nim (1/4 in) of 
the outboard and downward turned flanges from 
the end oUhe original rail (1). 

9. Cut a 5 mm (1/4 in) gap approximately 5 mm 
(1/4 in) along the corners of the orginal rail to 
create a 5 mni (1/4 in) tab for the service part to 
slide over. 

10. Slightly bend the tabs inward to allow the 
replacement lower rail section to fit over the 
original rail (1). 

11. Apply weld-through coating to all bare metal areas 
as necessary before fitting service part. 

Preparation of Service Part 
1 . Locate the cut location on the service part. Use 

the front crossmember cagenut slot for reference. 

2. Measure 330 mm (13-1/8 in) forward from 
front edge of slot. This will be the cut location for 
the service part. 

3. Use a straight edge to scribe a line around 
the rail. 

4. Cut and remove front portion of the rail. 
5. Discard unused rear portion of the service part. 

6. Clean burrs on inside of the rail. 
7. Apply weld-thru primer to bare metal surfaces as 

necessary. 
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8·1198 Collision Repair Body and Accessories 

Installation Procedure 
1 . Position the modified service part over the tabs of 

the original rail and allow 5 mm (1/4 in) of overlap. ( 

2. Clamp in place. 

3. Check fit usirig three-dimensional measu·ring 
equipment. 

4. Stitch weld along the entire sectioning joint. Make 
25 mm (1 in) welds along the seam with 25 mm 
(1 in) gaps between th.em. 

5. Go back and complete the stitch weld •. This will 
create a soBd joint with minimal. he~t distortion. 

6. Clean and prepare welded surfaces. 

Important: Prior to refinishing, refer to 
GM 490tMD-99 Refinish Man·ual for recommended 
products. Do not combine paint systems. Refer to paint 
manufacturer's recommendations. . . . 

7. Apply the following: 

4541es • two-part catalyzed primer 

454111 

• anti~corrosion protection materials. 

• sec!,lers 
8. Install all related panels and componE3nts. 

Rail Sectioning - LoVJer (Rigtlt) 

Removal Procedure 

Important: Sectioning procedures have be.en .. 
developed to simplify repair to the lower. RIGHT rciil, ( 
providing the majority of the damage can be returned 
to factory specifications. This allows the damaged 
front section to be replaced without performing full rail 
replacement. Bumper mounting brackets can be 
serviced separately. 

1. Visually inspect and restore as much of the 
damage as possible to factory specifications. 

2. Remove lower tie bar support brace (1 ). 

( 

ca
rd

ia
gn

.c
om



Body, and;: Accessories 

3. Remove all related panels and components as 
necessary., 

) Important: Removal of the cradle and powertrain is 
not necessary when performing this procedure. 

) 

) 

4. Locate.the cut location on the right front rail. Use 
the right front cross-member cage nut slot for 
reference. 

5. At .the front edge of the slot, measure 335 mm 
(approximately 13-3/8 in) forward. This is the 
cut location. o.n damaged part. 

6. U~e a str~ight edge. to scribe a line around 
the rail. 

7. Cut and discard the damaged portion of rail. 

8. Cut and remove approximately 5. mm (1/4 in) of 
the outboard and downwc1.rd turned flanges from 
the end·ofthe original rail (1). · 

9. Cut a 5 mm (1/4 in} gap approximately 5 mm 
(1/4 in) along 'the corners of the orginal rail to 
create a 5 mm (1/4 in) tab tor the service part to 
slide over. .. 

1 o. Slightly bend the tabs inward to allow the 
replacement lower rail section to tit over the 
original rail (1 ). 

11. Apply weld-through coating to all bare metal areas 
as necessary before fitting service part. 
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8-1200 Collision Repair 
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Body and Accessories 

Preparation of Service Part 
1 . Locate the cut location on the service part. Use 

, the front crossmember cagenut slot for reference. ( 
2. Measure 330 mm (13-1/8 in) forward from 

front edge of slot. This will be the cut location for 
the service part. 

3. Use a straight edge to scribe a line around 
the rail. 

4. Cut and remove front portion of the rail. 
5. Discard unused rear portion· of the service part. 
6. Clean burrs on inside of the rail. 
7. Apply weld-thru primer to bare .metal surfaces as 

necessary. 

Installation Procedure 
1 . Position the modified. service part over the tabs of 

the original rail and allow 5 mm (1/4 in) of overlap. 

2. Clamp in place. 
3. Check fit using three-dimensional measuring 

equipment. 
4. Stitch weld along the entire sectioning joint. Make 

25 mm (1 in) welds along the seam with 25 mm ( 
(1 in) gaps between them. \ 

5. Go back and complete the stitch weld. This will 
create a solid joint with minimal heat distortion. 

6. Clean and prepare welded surfaces. 

Important: Prior to refinishing, refer to 
GM 4901 MD-99 Refinish Manual for recommended 
products. Do not combine paint systems. Refer to paint 
manufacturer's recommendations. 

7. Apply the following: 

454168 • two-part catalyzed primer 
• anti-corrosion protection materials 

• sealers 
8. Install all related panels and components. 
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Body and Accessories 

Rail Replacement - Side 
Replacement of the front lower rail assembly has been 

) smplified. All attaching surfaces are easily accessible 
from underneath for service, which makes 
replacement much less complicated. 

) 

The service part comes as an entire unit including all 
brackets and reinforcements. 

The outer side rail extension (bumper bracket) is. also 
available separately. 
Sectioning of the engine compartment inner and outer 
side rail assemblies is not recommended as doing 
so could compromise the structural integrity of 
the vehicle 

Rocker Panel Replacement (Outer) 

Important: When sectioning the outer rocker panel, 
do not section within 1 oo mm (4 iri) of any other 
sectioning on adjacent components. Do not section 
the outer rocker panel within 100 mm (4 in) of 
either inner lower curve of the door opening frame. 
Sectioning in these areas could jeopardize the 
structural integrity of the vehicle. 
The outer rocker panel is attached to the rear quarter 
panel and the side door opening frame with factory 
welds. The outer rocker panel must be removed before 
servicing the side door frame. When sectioning in 
an area with no reinforcement, a backing plate 
or sleeve must be used. 
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8-1202 Collision Repair 
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Body and Acce~se>rif:l$ 

Removal Procedure 
1. Remove all related panels and components. 

2. Visually inspect the damaged areas ... 

3. Restore as much of the damage as possible to 
factory specifications. 

4. Remove the sealers, the sound deadeners, and 
the anticorrosion materials as necessary. 

5. Locate, mark and drill out factory welds as 
necessary. Note the number of welds for 
installation of the new assembly. 

6. Measure, mark cut and remove the damaged 
section of the outer rocker panel, being careful 
in areas where there are multiple layers of steel. 

Installation Procedure 

Important: A gap 1 1/2 times the thickness of the: 
metal (1) must be maintained at the joint between the 
old frame and replacement frame. Trim the 
replacement frame as required to achieve this fit. 

1. Prepare the new door opening frame by 
measuring and cutting to match the removed 
section. Check for proper fit. 

2. In areas having no inner reinforcements, cut 
pieces to serve as backing plates of the same 
configuration from the areas where sectioning is to 
be done. These should be approximately 75 rr\m 
(3 in) in length. Use the damaged frame or ' · 
the excess portions of the replacement frame. 

( 

( 
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3. Modify the pieces so they fit snugly to the 
backside of the section joints. 

4. Pre-drill 5/16 in plug weld holes for installation of 
the new frame. 

5. Fit the backing plate halfway into the section joint 
on the vehicle. Clamp and MIG weld the backing 
plate to the vehicle. 

6. When all the backing plates are welded in place, 
reinstall the new part and check the fit using body 
dimensions. 

7. When the replacement frame is properly fitted and 
aligned, clamp and MIG weld it to the backing 
plates. An alternating weld sequence is 
recommended to reduce heat and metal distortion. 

I O 
j O 

0 
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8-1204 Collision .Repair 
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Bod.Y and Acc. e$sories .. . . . ' 

8. MIG weld the remaining (1) weld hole to atta¢h 
the panel permanently. 

9. Glean and prepare weldEJd surfacEJs.,, 
, ( 

10. Prime with two-part catalyzed primer; 
11 . Apply sealers· and anti-corrosion materials as 

necessary,, 
Do not combine paint systems. 

12. Install all the related panels and components. 

Door Opening Frame Replacement -
Side (Coupe) . . . 
The

1
side 'doot Opening frame on the Carri~rb/Firebfrd 

can be either replaced as a unit or sectioned, · 
following the proper techniques. The service part ., 
frame will come as a complete unit and will nee.d t<J be 
trimmed to fit eachapplication such as coup, T-Tops, 
etc. Templates are provided with the service part. 
as a guid,e for trimming. ( 
The following items may need to be removed or · 
protected before replacing or sectioning the frame, the 
door hinges, outer rocker panel, upper outer side 
rail, windshield, weather-stripping, roof outer panel and 
T-Tops (if applicable), quarter panel assembly and 
rear end deck lid assembly. 

Removal Procedure 
1 . Remove all related panels and components. 
2. Remove appropriate sealer. 

Important: When drilling out welds, use caution so 
that the inner panels are not damaged. 

3. Drill out factory welds around the frame perimeter 
with a 8 mm (5/16 in) drill bit. 

4. Remove the frame. 
5. Prepare ma.ting surfaces for installation of 

new frame. · · 

6. The recommended locations for sectioning are 
shown. A sectioning procedure may be performed 
at these locations by overlapping the original 
panel by 20 mm. 
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Body and Accessories 

Installation Procedure 

\ Important: If the original frame is damage beyond 
) recognition, place the holes for welding 1 1/2 in apart. 

1. On the new frame, drill 8 mm (5/16 in) holes in 
locations as noted from the original frame. 

2. Align frame and clamp to hold in place. 
3. Using a MIG welder plug weld at same locations 

as original. 

Important: Prior to refinishing, refer to 
GM 4901 MD-99 Refinish Manual for recommended 
products. Do not combine paint systems. Refer to paint 
manufacturer's recommendations. 

4. Clean and prepare welded surfaces. Apply 
Brushable Seam Sealer 3M P/N 08361 or 
equivalent as necessary. 

5. Prime with two-part catalyzed primer. 

6. Apply sealers and anti-corrosion materials as 
necessary. 

7. Install all the related panels and components 
removed. 

Door Opening Frame Replacement - Side 
(Sectioning) 
When sectioning the door opening frame, note that 
there are five locations where sectioning should 
not take place. Sectioning in these areas would 

\ jeopardize the structural integrity of the vehicle. When 
J sectioning in an area with no reinforcement, a 

backing plate or sleeve must be used. 
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Body and Accessories 

Removal Procedure 
1 . Remove all related panels and components. 

• ;, ' ') . ' . ! ~ ; ' . ' ; 

2. Measqre, mark, cut and remove the damaged 
panel, being.careful in areas where there. are. 
multiple layers of steel. · 

3. Measure, mark,.cut and .install .the new.panel. 
4 .• Check for a.proper fit. 

Important: A gap oH 1/2 times the thickness of the 
metal must be maintained at the joint between the old 
panel and the replacement panel.. Trim. as requ.ired. 

5 .. When the replacement panel fits properly, remove 
· it from the vehicle and set aside. · 

6. · ,n areaJ having no inner .reinforcements, cut 

( 

pieces to service as backing plates of t.he 
same.configuration (approxirnately 3 io long). from. 
the area~ where the splice~ are to be mad.e. : .. .. ( 
Use the damaged panel or the excess portions of 
the replacement panel. · · 

7. Modify the pieces so they fit snugly to the 
backside of the splice joints. 

8. Pre-drill 8 mm (5/16 in) plug weld holes indicated 
on the illustrations for installation of a new panel. 

( 
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Body and Accessories 

9. Fit the backing plate halfway into the splice joint 
on the vehicle. Clamp and MIG weld the backing 
plate to the vehicle. 

10. When all the backing plates are welded in place, 
reinstall the new part. 

11 . Check the fit. 
12. When the replacement panel is properly fit and 

aligned, clamp and MIG weld it to the backing 
plates. Use an alternating weld sequence to 
reduce heat and metal distortion. 

) 
13. Complete the splice joint by welding the joint gap 

closed using an alternating stitch MIG weld. This 
will minimize heat build up and distortion. 

14. MIG plug weld all previously resistance-weld 
locations. 

15. Grind excess weld off joints and inspect. 

Important: Prior to refinishing, refer to 
GM 4901 MD-99 Refinish Manual for recommended 
products. Do not combine paint systems. Refer to paint 
manufacturer's recommendations. 
16. When satisfied that the weld and splice joints are 

structurally sound, proceed with the recommended 
finishing procedures. 
Clean and prepare welded surfaces. Apply 
Brushable Seam Sealer 3M P/N 08361 as 
necessary. 

\ 17. Prime with two-part catalyzed primer. 
! 18. Apply sealers and anti-corrosion materials as 

necessary. 
19. Install all related panels and components. 
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Body and Accessories 

Door Opening Frame Replacement - Side 
(Convertible) 
When sectioning the door opening (1) frame on the 
Camaro/Firebird convertible there are three locations 
where sectioning should not take place. Sectioning 
in these areas could jeopardize the structural integrity 
of the vehicle. The door ring service panel is unique 
for convertibles. The panel can be installed as a 
complete assembly or modified for sectioning. When 
sectioning in an area with no reinforcement, a backing 
plate or sleeve must be used. 

Removal Procedure 
1 . Remove all related panels and components. 
2. Visually inspect the damaged areas. 

3. Restore as much of the damage as possible to 
factory specifications. 

4. Remove the sealers, the sound deadeners, and 
the anticorrosion materials as necessary. 

5. Locate, mark and drill out factory welds as 
necessary. Note the number of welds for 
installation of the new assembly. 

6. Measure, mark, cut and remove the damaged 
section of the frame, being careful in areas 
where there are multiple layers of steel. 

Installation Procedure 

Important: Do not section within 100 mm (4 in) of 

( 

either inner lower curve of the door opening frame or ( 
outer rocker panel sectioning. 

1. Prepare the new door opening frame by 
measuring and cutting to match the removed 
section. Check for proper fit. 

( 
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2 .. A gap 11 /2 times the ttiickness of the metal (1) 
must be maintained at the joint betweenJhe old 
frame and replacement frame. Trim. the 
replacement frame as required to achieve this fit. 

3. In areas having no inner reinforcements, cut . 
pieces to sel'Ve as backing plates ofthe salT)e 
configuration from the areas where sectioning)s to 
be done: These .should be approximately 75 mm 
(3 in) length. Use the dary,aged frame or the . 
excess pbrtions of the r.eplacement{rame. · 

4. fylodify the pieces so they fit snugly Jo the 
backside of the section joints. 

5. Pre-drill 8 mm (5/16 in) plug weld holes for 
installation of the new frame. 
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6. Fit the backing plate halfway into the section joint 
on the Vehicle. Clamp and MIG weld the backing ( 
plate to the vehicle. 

7. Wheh all the backing plates are welded in place, 
reinstall the new part and check the fit using body 
dimensions, · 

8. When the replacement frame is properly fitted and 
aligned, clamp and MIG weld it to the backing 
plates. An alternating weld sequence to reduce 
heat and metal distortion. 

9. MIG plug weld all previously resistance-welded 
locations. 

( 
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Body and Accessories 

10. Clean and prepare welded surfaces. 

) 
Important: Prior to refinishing, refer to 
GM 4901 MD-99 Refinish Manual for recommended 
products. Do not combine paint systems. Refer to paint 
manufacturer's recommendations. 
11. Prime with two-part .catalyzed primer. 
12. Apply sealers and anti-corrosion materials as 

necessary. 
13. Reinstall all the related panels and components. 

Door Service 
The inner and the outer door panels on the new 
Camaro/Firebird are composed of sheet molded 
compound (SMC). Repair of the door assembly can be 
performed using conventional procedures. 

Door Outer Panel Replacement 
The Door outer panels (skins) are serviced separately 
for convenience. When a door outer panel requires 
replacement, remove it from the vehicle and place it on 
a suitable surface, the door outer panel facing up, 
being careful not to damage the door assembly. 

Removal Procedure 
1. Using the Chicago Pneumatic Pneu-knife CP 838 

or equivalent, cut an access hole into the bottom 
of the door panel. Cut through the outer panel, 
being careful not to cut into the inner panel. ' 
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Important: Do not heat the door inner panel more 
than necessary as this will soften the panel and cause 
damage. ( 

2. Using a heat gun, apply the heat to the door outer 
panel while prying with a putty knife. When the 
adhesive reaches approximately 400°F, the bond 
will begin to break. 

3. Continue applying heat and prying with the putty 
knife until the entire panel is removed. 

4. After the door panel has been removed, clean off 
any excess adhesive left on the inner panel. 

Installation Procedure 

Important: GM Goodwrench Structural Bonding 
Epoxy P/N 12345726 material is recommended. 

1. Check the fit of the new outer panel. Apply 
adhesive to the door inner panel. 

Important: To avoid unnecessary work, be sure the 
clamps do not distort the outer door panel. 
2. Set the outer panel in place and clamp until the 

adhesive is cured. 
3. Clean up excess adhesive. 

4. Reinstall door to vehicle. 

( 
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Roof Outer Replacement (Panel) 

) Removal Procedure 
1. The roof outer panel assembly is composed of 

sheet molded comount (SMC). It attaches to the 
steel roof structure with urethane adhesive. Repair 
of the roof outer panel assembly can be 
performed using conventional procedures. 

Important:· When cutting use care to protect the 
adjacent panels, the glass, the weather-strip and the 
moldings. 
2. Using the Chicago pneumatic knife with a panel 

blade, cut roof outer panel 76 mm (3 in) from 
· edges and lift off. 

3. With a Chicago pneumatic knife. with a urethane 
blade or service wire or Eqyalizer Magnum, cut 
the urethane adhesive and remove remaining roof 
outer panel. · 

4. Remove all loose or damaged urethane as 
necessary. 

Installation Procedure 
1. Temporarily set the new roof outer panel into 

place and check alignment. · 

2. Remove the roof outer panel and set aside. 

Important: Do not prime over remaining urethane 
adhesive. 

3. Apply urethane adhesive GM P/N 12346284 
approximately 10 mm (3/8 in) in diameter 
around the perimeter of the roof outer panel. 

4. With the aid of a helper install new roof outer 
panel and press firmly to set adhesive. 

5. Install surrounding weather-strips and moldings 
while the roof outer panel cures. 

Quarter Panel Replacement (Coupe) 
The quarter assembly has been specially designed for 
improved serviceability. Additional panels have 
been added allowing for easier and faster service. The 
quarter panel assembly is attached to the structure 
with resistance welds. To remove the quarter 
panel assembly, the welds must be drilled out using 
an 8 mm (5/16 in) drill bit. The roof outer panel covers 
a section of the quarter panel assembly at the top 
and must be positioned out of the way to provide 
access to the welds. At the bottom of the quarter panel 
assembly at the rocker panel, there are four hidden 
welds. They can only be accessed after all the 
other welds have been drilled out. The quarter panel 

\ assembly can be pulled forward and the welds 
J drilled from inside. 
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Removal Procedure 

Important: Care must be taken when working around I 
the roof outer panel. Failure to use care may result \ 
in damage to the roof outer panel. In this case, 
additional time will be needed in repairing it. Refer to 
Rigid Plastic Repair procedures. 

Important: Service of the quarter panel assembly by 
splicing a joint just below the roof panel is not 
recommended. The panel is structural in this area, 
and splicing will reduce the integrity of the vehicle. 

1 . Make a cut at the top of the quarter panel 
assembly as close to the roof panel overlap 
as possible without damage it. 

2. Drill out visible plug welds around the quarter 
panel assembly. Be sure to note the number and 
location of welds for the new quarter panel 
assembly. 

3. Cut inboard flanges fore and aft of the lower 
quarter panel assembly at the rocker panel 
assembly. 

4. Pull upper portion of the quarter panel· asserribly 
away from the vehicle and drill out the four inner 
plug welds at the rocker panel assembly. 

5. Remove the quarter panel assembly. 
6. With a hammer and a flat punch, flatten the 

quarter panel flange remaining at the roof line. 
7. With a Chicago pneumatic knife using the 31/2 in 

offset blade, P/N KF-140665 or the Equalizer 
Magnum, cut the urethane adhesive at the bottom 
edge of the roof outer panel. 
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8. · With a service wire, using upward movements, 
saw urethane from the roof panel away from th~;. 
B pillar area. Cut to the top of the roof outer 
panel. using caution to avoid damage. 

-_,:, " 

Important: Use caution when lifting the roof panel. 
Damage to the panel may occur at top rad.ius. · 

. . 
9. To reveal hidden· welds, pull the roof outer p~nel 

.outward. Support it out of the way. Be careful not 
to lift.the pariel too far since damage to the 
roof outer panel may occur. · 

10. Drill out exposed weld.s to remove the flange. · 

Installation Procedure 
1. Prepare mating surfaces for installation of the new 

quarter panel assembly. 

Important: If original is beyond. recognition place 
holes for welding 38 mm (1 1/2 in) apart. 
2. Drill the holes in locations as noted from the 

original quarter panel assembly. 
3. Align the new quarter panel assembly and 

measure. 
4. With the upper quarter panel assembly pulled 

away from the vehicle, use a MIG welder to 
replace the welds in the bottom at the 
rocker panel. 
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5. Align the.remainder of the quarter panel assembly 
and clamp in place. 

6. Plug weld remaining locations. ( 
7. At the roof outer panel, remove loose adhesive 

and clean all surfaces for refinishing as necessary. 

Important: Be careful not to prime over existing 
or remaining urethane. 

8. Prime with an anticorrosion-type primer to restore 
damaged ELPO surface. If additional primer for 
adhesive area is required, see package for 
appropriate primer. 

9. Rebond roof outer panel using GM Urethane 
P/N 12345633 or equivalent. 

Quarter Panel Replacement (Convertible) 

Removal Procedure 
Th.e Carriaro/Firebird convertible quarter panel 
assembly .is.specially designed for added strehgth and 
rigidity. Additional panels have been added to the 
service part to permit easier and faster service. The 
quarter panel assembly is attached to the vehicle 
structure with factory welds. To remove the quarter 

I panel assembly, the welds must be drilled out. \ 
Replacement procedures for the quarter panel 
assembly on convertibles are not the same as for the 
hardtop. On convertibles, the OEM quarter panel 
assembly must be cut just above where it is welded to 
the rocker panel. The service part is then trimmed 
and plug welded to the flange of the OEM panel. 

1 . Remove all related panels and components. 
2. Visually inspect the damaged area. 
3. Restore as much of the damage as possible to 

factory specifications. 

Important: Note the number and location of welds for 
installatiOQ of the service assembly. 

4. Remove sealers and anti-corrosion materials as 
necessary. 

5. Locate all factbry welds. 

6. Mark all factoryw!=)lds. 
7. Drill out all factory welds. 
8. Apply a piece of one-inch tape at the bottom of 

the front lower section of the original quarter 
panel where it. attaches to the rocker panel.(1). 

9. Cut the original quarter panel at the top edge of 
the tape. 

10. Remove the panel from the vehicle. 

11. Remove the tape from the flange. ( 
12. Bend the remaining portion of the original quarter 

panel assembly up and inboard. This will allow 
the new panel to be positioned properly when it is 
installed. 
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Installation Procedure 
1. Prepare the new quarter panel assembly by 

trimming the inner flange on the lower front 
section (1) to 7 mm (1/4 in). 

2. Prepare the mating surfaces. 
3. Position the new quarter panel to overlap. the roof 

panel at the pillar. 
4. Check for proper fit. 

5. Drill 8 mm (5/16 in) holes in the face if the front 
lower portion of the new quarter panel assembly. 
Space the holes evenly across the front surface 
approximately 35 mm (1 1/2 in) apart (1 ). 

Important: If the original component is damaged 
beyond recognition or the location for replacement 
welds is unknown, locate the weld holes 35 mm 
(1 1/2 in) apart. 

6. Drill holes in the remaining locations as noted 
from the original quarter panel assembly. 

Important: Do not stitch weld at the front edge of the 
quarter where it contacts the rocker panel (1 ). 

7. Position the new assembly. 
8. Mig plug weld all previously welded locations 

including five additional areas at the frorit lower 
portion of the new quarter panel. 

9. Clean and prepare all welded surfaces. 
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Important: Prior to refinishing, refer to 
GM 4901 MD-99 Refinish Manual. Do not combine 
paint systems. Refer to paint manuracturer's ( 
recommendations: · 

10. Prime with two-part catalyzed primer. 

Important: When you replace the quarter panel . 
ensure that the fuel filler neck is properly sealed. Use 
SPO Sealing Strip (P/N 312399117) between the 
quarter panel and the filler neck. Install using 
the provided instructions. 
11. Apply the sealers and the anti-corrosion materials 

as necessary. 
12. Install all related panels and components. 

Wheelhouse Replacement - Rear 

Inner Rear Wheelhouse 
The Camaro/Firebird convertible inner rear 
wheelhouse assembly is replaced at the 
factory seams. 

Outer Rear Wheelhouse 
The Camaro/Firebird convertible outer rear 
wheelhouse assembly is a one-piece assembly 
consisting of the wheelhouse with a forward tha1 
attaches to the.door opening frame arid inner rocker 
reinforcement. · 

To simplify service when the vehicle is only damaged 
in the rear portion of the wheelhouse assembly, ( 
sectioning can be used to install the service part. The 
procedure requires removing the forward flange 
from the new assembly so it can be installed on1o the 
still-attached flange of the original part. 

349743 Removal Procedure · 
1 . Remove all related panels and components 

including the quarter panel. 
2. Visually inspect the damaged area. 

3. Restore as much of the damage as possible to 
factory specifications. 

4. Remove the sealers; the sound deadeners and 
the corrosions materials as necessary. 

Important: J.Jote the number of welds for installation 
of the new assembly. 

5. Lo9ate, mark .and drill out factory welds as 
necessary. 

6. Apply a strip of 25 mm (1 in) wide masking tape 
along the inner surface of front wheelhouse, 
approximately 380 mm (15 in) up from the base of 
the wheelhouse. 

7. Cut the wheelhouse alone the outer edge of 
the tape. · · 

8. Remove the damaged section of the wheelhouse, 
leaving .the forward flange. 
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Installation Procedure 
1 . Prepare the new rear wheelhouse assembly by 

removing the forward flange. Leave. approximately 
7 mm (1/4 in) on the lip running along the outer 
surface of the wheelhouse. 

2. Prepare the mating .surfaces. of the new assel'Jlbly'.. 
3. Check for properJit. 
4. Cut the new wheelhouse along the corner of 

the bend. 
5. Remove the unused section of the wheelhouse. · 

6. Drill approximately ten 8 mm (5/16 in) holes for 
plug welding every 40 mm (1.5 in) along the cut 
edge on the new wheelhouse. 

Important: If the original component is damaged 
beyond recognition, and the location for replacerherit 
welds is unknown, locate the weld holes 35 mm 
(1 1/2 in) apart. 

7. Drill holes in the remaining locations as noted 
) from the original wheelhouse panel assembly. 

8. Position the new assembly. 

) 

9. Check for proper fit. 
10. Plug the weld wheelhouse. 
11. Clean and prepare welded surfaces. 
12. Apply the sealers and the anti-corrosion materials 

as necessary. 

Important: Do not combine paint systems. Refer to 
the manufacturer's recommendations. 
13. Prime with two-part catalyzed primer. 
14. Install all related panels and components. 
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Oescription and Operation 
Radiator Support Description 

The radiator support assembly consist of eight 
components: 

• Four upper 
• · Two sides (left and right) 

• Two lower 

349626 

Body and Accessories 

Radiator Suppo~ 
The radiator supporHs available as an entire unit 
including all brackets and reinforcements. 

Lower Outer Support 
The lower outer support is serviced separately. The 
lower left, right and inner support are also available 
separately. 
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