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DESCRIPTION

Since the PV 444 has a self-supporting hody,
there is no chassis frame. The body consists of
press-moulded steel plates. Each of these plates
contributes to the bearing construction. The
body (Fig. 1) may be conveniently divided into
the following groups: floor scetion, cowl section,
side secetions, rear scction. front section, rear

fenders, doors and rear compartment,
I

The floor section consists of the forward (1,
IFig. 2) and rear floor plates (IMig. 3), the forward
and rear cross members and the tunnel. The floor
plates are spot-welded together at the rear cross
member. On the forward cross member (2) are
four brackets (3) which serve as supports for the
front seat adjuster slide rails. The rear cross

member (5) forms the support for the front edge
of the rear seat, The tunnel (1) for the propeller
shaft is spot-welded to the floor plates. The rear
floor plate (Fig. 3) is strengthencd undernecath
on each side by means of a longitudinal rein-
forcement member with a cross member between.
This cross member is fitted with an attachment
device for the rear axle track bar. In the rear

Fig. 1. Body.

1. Roof

2. Hood

3. Front section

4. Front fender assembly

5. Cowl

6. Door

Rear side panel assembly

8. Rear fender

VOLVO
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Iig. 3.

part there is a flanged*hole for the fitting of the
fuel tank, the top of which forms part of the
floor in the rear compartment,

The bulkhead (1, Fig. 4) forms the front
wall of the body and is constructed as a sloping
recessed partition. The bottomn of this forms
the toeplate and the sides form the forward
section of the cowl. Two side members (4) ex-
tend forwards and are connected lhrough a
tubular cross member (5). To the rear, these side
members divide and form reinforcement mem-
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Iig. .

bers (2 and 3). These are s]:tal-\\'v]dv(] at the
mounting plate and the forward floor plate. The
front suspension cross member and the wheel
housing plates are spot-welded to these side
members. The steering-gear housing is fitted to
the left-hand member, The hum}ll'r support and
the radiator frame are attached to the tubular

Cross rllt'lllln'l'.

200667

The side section consists of the cowl side (1,
Fig. 5) and the side of the rear section (5). This
section consists of one inner and one outer plate,
The rear of the cowl side is reinforced and
forms pillars (2) for the attachment of the doors.
The lower part forms the door sill (3). The part
of the hody from the central pillar (1) to the
rear compartment opening is the side of the rear
section. The side has a flanged opening for the
rear P‘idl' \Vil“]l]\\' \\']lill' I.I]ll I(l\\’f']' ]P:lr[ [.Ill'lll.-i li'll_f
wheel housing (6). This continues into the side

of the rear compartment.

VOLVD
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Fig. o.

Fig. 7.

The roof section consists of the roof plate,
IPig. 6. which is pressed in one picee from the
bulkhead to the upper edge of the rear compart-
ment. The roof plate thus forms the upper part

of the cowl, windscreen opening. the roof itself,
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rear window opening and the upper limit of the

rear compartment. The instrument panel (2. Fig.
7) is attached direcetly to the front end of the
roof plate as is also the reinforeement plate (3)
for the roof, this also ,-u‘r\'iug as a supporl for
the brackets (1 and 5) for the sun visors and the
former rib for the roofl upholstery (1).

All the above-mentioned details are spot-
welded into one unit, the self-supporting body
(IFig. 8).

The front fenders, wheel housing  plates,
radiator section and hood constitute the front
section, This section is attached 1o the tubualar
cross member. the side members and the cowl
h'j.(.lt'.“i.

The front fenders are pressed in two parts
which are joined through the headlight cavities,
The front fenders are attached to the wheel
housing plates in their upper parts.

The radiator section constitutes the forward
part of the front section together with the air
duet to the radiator. The radiator itself is fitted
in a frame in the rear part of the radiator grille
section.

The hood is lifted up forwards on two hinges
while its lower ends are hin;:,vl.l to the sides of the
radiator grille scction. In the lowered position
the hood is held in place by means of a locking
device which is fitted to the bulkhead. This
locking device consists of a cateh and a lever.
The lever is placed under the instrument panel

and is aceessible from the driver’s seat.

20672

The rear fenders are attached to the side of
the body by means of serews. The rear ends are
drilled for the rear lights. There is also an extra
hole bored in the left fender for the fuel tank
filler pipe.

The doors consist of an outer and an inner
plate which are f]allg(-d and :-']mt-wvhlvll to one
unit. See Fig. 9. The hinges are mounted on the
inner p]alt'. Holes drilled in the plall'.-: are of
considerably larger diameter than the serews
used which allows adjustment of the doors hoth
]Irrl‘izm:t;l"_\' and \'('rli(‘n"}'. The body arms of the
hinges are fitted to the cowl side with slotted
screws and “floating™ nuts, This makes possible
transverse adjustment, The doors are fitted
\“il]l I:[(]'Jr (‘.'hi.'(?k:-'-. rI.III‘:‘il' l'll"."i.“l nf a h\\'illgillg
arm fitted with a rubber buffer. This arm
operates between two Hill'illg-ll):llh‘(] rollers. the
function of which is to hold the door fully open.

The door lock is attached to the door by means
of serews. The door handle on the outside ope-
rates a lever which, in its turn, presses the lock
('-}'Iill(ll'r r[]l'\\f;ll'tl.". '[‘lll' i““l'r fll)llr i.illltlll‘ i"‘
attached to a remote control device which is
attached by means of three serews to the inner
door plate. This remote control is operated
from the inner door handle through a link. The
door is locked from the outside by means of a
lock which is fitted in itz eylinder under the
left-hand door handle. The lock is conneeted
through an cccentrie to a plunger which engages
the outer door handle when the key is turned to
the locked pusiliun. The doors miay be locked
from the inside of the car by turning the door
handles downwards, The link then moves back-
wards which prevents the forward movement of
the plunger when the outer door handle is tur-
ned.




The window regulators are of the wire and
chaintype.that is to say movement of the window
regulator is transmitted to the wire and chain
which are joined 1o form a closed circle running
on two rollers by means of a cog. The lower
roller is fitted with a spring tension device.

The rear compartment door (Iig. 10) is
constructed in the same way as the other doors.
The |0cki||g device is fitted in the lower u(]gc
and consists of a lever and two links. These links
tighten on the inner side of the rear seetion of
the body. The hinges are attached to the upper
edge of the rear compartment door. These
hinges are attached to the body on a rein-
forcement plate on the rear part of the roof
plate. The left hinge is fitted with a device which
holds the rear compartment door in the raised
position. The upper ends of the rear shock-
absorbers are attached 1o a shock-absorber
housing. Fig. 11 shows this housing on the right-
hand side of the body,

The bumpers are mounted on two supports.
Supports for the front l]lllnjn.'l‘s are altached 1o
brackets welded to cach end of the tubular cross
member onter ends. Hu]]purls for the rear
bumpers are attached to the reinforcement in
the rear part of the floor plate. Bumpers of later
construction are of three-picce construction and
are equipped with over-riders.

11—4

The body is noise and heal-insulated. This

insulation consists of sp(rciu]]y-lrcnil,-(] "\-ur':.lfi'lc'1
paper which is fastened directly to the plating
with adhesive.
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REPAIR INSTRUCTIONS

Front section
Disassembly and assembly

The front section may be removed in one unit
which is very suitable for work on the tubular

cross member and side members or more

extensive repairs, Fig. 12 shows the front section
detached from the rest of the body.

Fig. 12,

1. Front fender. left 7. Attachment opening
2. Main hinge 8. Radiator
1. Hood 9. Attachment bolts
1. Radiator grille section 10, Connector
5. Front fender, right 1. Auachment opening
6. Wheel housing plate, 2. Connector

right 13. Wheel housing

plate, left

The radiator grille section is held in position
by two bolts (9) on the lower part of the radiator
frame and by screws on each side (7 and 11)
through the wheel housing plates (6 and 13). The
rear part of the fenders are attached to the side
of the cowl by four bolts in each fender.

For disassembly. the front bumper and supp-
orts are removed by loosening them from the
tubular cross member. The radiator should be
emptied before this operation is commenced. If
there is anti-freeze in the radiator, drain into a
clean container. Disconnect the cables to the
headlights and the horn at the connectors (10

and 12). Loosen the wire to the radiator blind as
well as the upper and lower radiator hoses. Re-
move the nuts from the bolts (9) at the tubular
cross member. Loosen the fenders from the cowl
sides and remove the bolts through the wheel
housing plates. Remove the forward section.

Assembly is carried out in the reverse order.
Always fit a new weatherstrip. Make sure that
this is properly stretched and lies in its correct
position on the joint.

Front fenders

The front fenders are removed, after the
headlight cables have heen disconnected at the
connector, by removing the four holts which hold
the radiator grille in position. Remove also the
bolts holding the fenders to the side of the cowl,
the wheel housing plates and the radiator grille
section as well as the eross member for the
splash plate.

As far as the disassembly of the headlight is
concerned, sce Part 10.

The fenders are assembled in the reverse
order. A new weatherstrip should also be fitted.

Hood and hood lock

The hood is disassembled by removing the
two bolts holding the hinges. These bolts are
aceessible under the fenders and are keyed to
facilitate the work.

The attachment of the hinges is adjustable
since the holes are larger than the bolts. The
bolts are tensioned in the desired position by
means of a washer on cach side of the plating as
well as nuts,

The hood lock is fitted to the bulkhead with
three serews which are aceessible under the in-
strument panel.

The hole in the bulkhead is rectangular so that
the hood tension may he adjusted.

Radiator grille section
and mouldings

The radiator grille section is attached partly
to the tubular cross member with two bolts and
partly to each front fender with four bolts and
to the wheel housing plates with three bolts.

11—-5




When dismantling the radiator grille section,
the hood is first removed. Uncouple the wire to
the radiator blind. This is best done by bending
up one of the hooks in the centre of the wire.
Loosen the upper and lower radiator hoses.

Loosen the bumper supports from the tbualar
cross member and remove hoth the humper and
the supports,

Remove the radiator grille itself. This is
attached to caeh front fender by means of four
holts (which are aceessible from under the
fender) as well as three serews on the central
pillar at the radiator grille. Disconnect the cables
1o headlights and horn. Loosen the holts which
hold the radiator |..'.'I'i.”l' seetion to the fenders,
tubular cross member and wheel housing plates.
Remove the radiator grille seetion and take out
the radiator and the radiator hlind.

When reassembling use a new weatherstrip.

Rear fenders

The rear fenders are attached to the side of
the rear section with bolts, These bolts are
accessible partly from the rear compartment and
partly from the underside of the fenders.,

When disassembling, remove the wheel first to
facilitate the work. Loosen the eables to the rear
lamps.

Loosen the s|:!;l.—-‘!| |r]ill|' bracket. Remove the
scerews holding the fender to the body and lift
it off. Before removing the right-hand splash
plate. the fuel filling pipe and the air pipe must
be dismantled.

A new weatherstrip should be used when re-

assembling.

Rear compartment and lock

The rear compartment lid operates on two
hinges which are serewed to the inner plate of the
lid by means of brackets on the hody. The holes
in the hinges are oval making possible vertical
and horizontal adjustment of the lid. Horizontal
adjustment is carried out by moving the hinges
on their support on the inside of the lid, in the
desired direction. Vertical adjustment is carried
out in a similar way on the hinge supports in the
body.

The edges of the rear compartment opening
may be adjusted to fit the lid tightly by pressing
them inwards or outwards with a hammer and
a suitable driver,

11—6

In order to get the lid to fit more tightly
against the rubber weatherstrip on the sides and
top, the hinges are bent slightly. This is simply
done by placing a wooden wedge between the
inner part of the hinge and the body after which
the lid is pressed careflully downwards.

If an even harder contact surface between the
bottom and sides is desivred against the rubber
\\'1~;:lht'|’.-ll'i|1. then the outer ends of the lock

links (1 Fig. 13) and the gnides (5) are driven

towards the |-t|;:,|- .~‘-|i:__:||t|)' with a brass hammer.

The loeking device is attached to the inner
plate of the lid by means of four serews. The
handle is retained by a cotter pin (2). The lock
evlinder is held in place by means of a screw (1)
which is accessible with a serew-driver from the
underside of the lid. See illustration.

When disassembling, the lock eylinder and
handle are first removed. After having loosened
the four serews (3) the lock may be removed by
casing it forwards, Assembly is carried out in the

reverse order.

Doors
Disassembly and assembly
1. Remove first the door handle, arm rest and
window regulator. The door handle and the
window regulator are removed as shown in
Fig. 1.1
2. Remove the door upholstery by inserting
a serew-driver under the edge and bending
outwards until it loosens. This is shown in
Fig. 15 and should be carried out very
carefully.
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Fig., 15,

3. Remove the cotter pin (6). the washer (5)

and the rubber buffer (4) on the door check
as shown in Fig. 16.
4. lLoosen the hexagonal bolts attaching the
door to the upper and lower hinges and lift
off the door in a backward direction.

5. Assembly of the door is carried out in the

reverse order.

Adjustment of the door is carried out in the
following way:

206179

Fig. 16.

The door is moved either outwards or inwards
on the hinge side. This is carried ont by loosening
the slotted serews on the Ilillgl- attachment on the
side of the cowl. moving the hinge in the desired
direction and then re-tightening the serews, The
holes are oval in a transverse direction as shown
in Fig. 17 and the nuts are “floating” in their
|m-ai1inn on the inside of the lli:lll‘.

The door is moved sligthly upwards, down-
wards or sideways, This is carried out by loosen-
ing the serews where the hinges are attached to
the door. mn\.'ing the door into the desired
position and then re-tightening the serews, The
holes in the inner plate are larger than the
diameter of the serews which ||t'rmil.‘-i the above-
mentioned adjustment as shown in Fig. 17. If the
door must he moved more backwards or forwards
than the size of the holes permits then the hinge
halves are straightened or bent slightly.

If the door is warped then it can be bent
straight if the distortion is not too great.

The block shown in Fig, 18 may be adjusted
both in relation to the .-lri]—;ing |||zlt(' and to the

l]t}l]l" IU('I’&.
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Fig. 18.

After the door is mounted and has been adjust-
ed for the door opening make sure that it does
nol lll“'l‘ =0 llllll']l lllﬂ‘ lll" r“l'\":lr[] l'ilgl' Uf llli'
door bumps against the fender. If there appears
to be risk for this then more washers should be
added between the rabber buffer and the cotter
pin.

Door cheek

The door check may be replaced without it

being necessary 1o remove the door.

1. Proeceed according to points 1--3 in

“"Doors™ above.

[

Remove the upholstery from the side of the
cowl.

3. Loosen the nut on the door check fork bolt
(1, Fig. 16) and remove it together with the
link (3).

4. Replace the ratchet (2) if necessary. It is
attached by means of screws.

[

Assembly is carried out in the reverse order.

11-8

Door locks

Disassembly

.

Remove the arm rest. the inner doorhandle
and the window regulator, The door handle
and the window regulator are removed by

using tool SVO 11460 as shown in Fig. 14.

Remove the door ||])im|e-'l|'r_\'. Use a serew-
driverwhich is inserted under the eloth and

then hent outwards as shown in Fig. 15.

Remove the cotter pin on the outer door
handle with the help of a small driver. This
cotter pin is self-locking so the ends are
not bent, See Fig. 19. Remove door handle.

Loosen the serew holding the lock eylinder

and pull it out together with the lock unit.

51

Fig. 20.
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1. Daoor striking plate 5. Link

. 2. Door lock 6. Guide
3. Lock spring 7. Lock exlinder
t. Remote control 4. Door handle

Fig. 22.

rl‘lli.\' SCrew i-'\' :l"('l‘.‘*.""il)}l' |.||]|l|'|'I ‘I'l(' r"hhl'r
weatherstrip as shown in Fig. 20,

Loosen the serews holding the lock (2. Fig.
21). the guides (6) for the link (5) and the
remote control (4). Lift out the door lock
in a downwards dircction.

Assembly is carried out in thereverseorder.
If the lock unit itself is to he removed from
the lock ¢'_\'1in||l-r. then the iu‘}' is inserted
and turned into its left-hand Im-'itiun. Then
push in a small, pointed objeet such as a
pen nib in the small recess in the lock plate.
In this way a small catch is released and
the lock unit may be drawn out after
rotating slightly in an anti-clockwise direc.

tion as shown in Fig. 22,

Serew for front run channel

Front run channel

Wire

5. Front run channel

1
2
3. Roller, upper
1]

6. Regulator channel

7. Connector sleeve
8. Connector
9. Tension device with lower roller

10. Nuts for tension serew

11. Serew for front run channel
12. Window regulator cog
13. Serew for front run channel

Fig. 23.
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Windows and window regulators

Disassembly and assembly

1. Remove the arm rest, This is attached by
means of four screws,

2. Remove window regulator and inner door
handle. These are removed by using tool
SVO 1460 as shown in Fig. 14,

3. Remove the door np]w]:-‘-lt'r)'. Use a screw-
driver which is inserted under the up-
II(II-‘""r'\- ."II:III l’l'“l UIII\\'H"[].‘; as ‘.‘-}I(l\\"ll i"
Fig. 15.

4, Loosen the window weatherstrip and lift
out this as well as the ventilator.

5. Remove the upper screw {l. I*‘i;.;. 23) and
the central serew (13) which retain the
forward front run channel (2).

6. Remove connector sleeve (7) which retains
connector to regulator channel (6).

7. Release load on the tension deviee (9) Il_\'
loosening the nuts (10) to the tension serew
on the lower roller. Remove the wire and
(‘hilill.

8. The upper roller (3), the lower roller with
tension device (9) and the window regulator
cog (12) as well as the front run channels

are removed if required,

VULNY
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Fig. 24.

9.  Assembly is carried out in thereverse order.
Before installing the window make sure that
the weatherstrips are in good condition, Worn or
damaged weatherstrips chould be replaced. The
\\‘l'ullll‘rntrip on the ventilator in the forward
front run channel is taken out by removing the
two nails (1 and 4, Fig. 24) by pulling the retainer
(2) from the channel (5). The new weatherstrip
(3) is fitted so that it lies on the front run
channel after which the retainer is slid on and
the nails driven home.

11—10
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Fig. 25,

The wire should be |)|‘u[n'r|}' streteched but not
too much.

After re-assembly, check that the window runs
smoothly in the channels. The channels may be
adjusted by bending their brackets into the
desired  position. Lubricate the wire and the
chain with grease and use a few drops of oil on
the rollers and window regulator cog.

Ventilator window

The ventilator window is attached to the
window frame and is removed hefore work on
the window frame is commenced orweatherstrips
are to be replaced.

Remove the rivet (1, Fig. 25) which holds the
upper side of the ventilation window to the
window frame. Loosen both the tension screws
(3) and remove the lower cap (2). Lift ont the
window and the rubber weatherstrip is then
accesible for replacement.

The rubber weatherstrip on ventilation win-
dows of later models is fitted with a drainage
point at the rear end and is of improved tighter
fitting. When fitting this improved rubber
weatherstrip on a ventilation window of earlier
production, a hole must be drilled in the holder
for the collar which has heen added to the rubber
weatherstrip. The hole is drilled 10X18 mm
(*3/61” X/64”) and is begun at a point 5 mm
(/s”) from the rear edge.

Assembly is carried out in the reverse order
to disassembly.

The opening action of the ventilation window
may be adjusted so as to be harder or casier by
adjusting the tension of the spring®on the lower
pivot pin. This may only be carried out after the
window frame has been removed from the door.

Tm
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\V(?Elll](‘fl'Sl.l'i])S 5. Clean thoroughly so as to remove all traces

ik ! of the sealing compound. Damaged or
l'he lower weatherstrip on the door and the .

3 hardened rubber \\‘(~:It||('r.-ilrl|::-: should be
\-Vl'éllht‘l'.‘ilr!]l on the door flanges are attached by

means of strips which are spot-welded to the r('|:|:lcrtl.
door.
This \\'(':t”u‘t'.-iil'ip is removed by pulling out- A.‘if‘iffnllll}'
wards until the edge is free from the welded 1. Check that the windshield opening is not
strips. deformed in any way by holding a glasspane
When fitting weatherstrips, the inner edge is pressed against the opening. The pane
laid in its position in the welded strip after should be in close contact with the metal all
which the outer f'(lj_"(‘ 15 |u1.—~||1'|| hehind the -1ri|; the way round. The vl];,;c' must be le(liglll-
with a screw-driver. See Fig. 26. ened if there is any indication of uneven-

ness or deformation,

\\ . G 2. Fit one of the panes in i1s rubber weather-
r‘lrip and I.’.l}' the cord in the groove in front
of the guide edge of the bodywork. See
Fig. 27.

3. I,u} the pane with the rubber \\'I'(Il]il'l""“"i[i
in the n;n-uing and |m-h it ri:':|||y ugeli::r-l
the body. Use the other hand to pull the
cord so that the edge of the rubber weather-

strip comes into its place. See Fig. 28.

Fig. 26. :
Windows with rubber
weatherstri ps
Windshield
Disassembly et 20771

. Spread a blanket or similar soft cloth over
the cowl and the top of the instrument
panel.

2. Loosen the three serews holding the inner
and outer garnish mouldings at the central
pillar and lift out both these and the outer
rubber \-u'l':liht-r.-lripe:.

3. Remove the rubber weatherstrip adhesive
from the body.

4. Press hard on the glass outwards in the
onler corners illl([ l]'“_' l'llhh('l' ‘\-‘l';lt]]l'r."‘lri]]
clears the guide edge in the windshield
opening, Remove the rubber weatherstrip
from the glass at the central pillar and push
out the other pane, Lift out the pane and
the rubber weatherstrip.
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Fig. 29.

Place the eentre pillar rubber weatherstrip
in its position,

IFit the other pane in its \\'l-;ll!u-l'.-:l:'ip and
lay the cord in the groove, See Fig. 29,
Press the pane against the opening and pull
away the cord.

Place the outer rubber weatherstrip on the
central pillar and fit the outer and inner
garnish mouldings,

Press in the sealing compound under the
onler f]:lll{__:i'e-: of the rubber wv:llhvr.—‘-lri];.
See Fig. 30.

Rear side windows and rear

window

The side windows or the rear windows are
removed. after the rubber weatherstrip

ill“lt‘:-i\'l' ’lil!'i IDI'I'II I"I_'!lli_i\‘i'll F!"UIH ”li‘ ]IU(['\'.
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Fig, 30.
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Fig. 31.

by pressing two corners of the pane inwards
until the edge of the rubber weatherstrip
clears the gnill(' l'dgc- on the hm|}'.

Clean the rubber weatherstrip and the
guide edge very carefully until free of
sealing compound. Damaged or hardened
weatherstrips are replaced.

Check by holding a pane pressed against the
opening so that it is in contact with the
metal all the way round. If there is any
indication of deformation or unevenness
then the edge is straightened,

The pane is fitted by placing both it and
the cord in the rubber \»’c_':lliu:rﬁh‘i]} as
shown in Fig. 31. Hold the pane pressed
against the opening and pull the cord,
Fig. 32,

After fitting, press in sealing compound

under the outer flanges.




Windshield wiper
Disassembly and assembly

1. Remove the arms (1. Fig. 33).

2. Remove the nut (2) on the bearing (4) and
remove washer and seal (3).

3. Release the control unit from the instru-
ment ]rallPI.

4. Take off the rubber hose from the wind-
shield wiper motor and loosen this from
‘I]t'. I""ll“‘i“g pﬂ“('L

5. Assembly is carried out in the reverse or-
der. Ensure that all seals are in good con-
dition.

Instruments

All the instruments (Fig. 34) are attached to a
panel which is secured by means of two clips and
screws.

Disconnect one of the battery cables before
commencing work on the bodies of instruments
behind the instrument panel.

The actual ]):I.nc'] with the instruments is
]'{‘Ill'ﬂ\'l'l’ i.n. lht' r(]]]()\‘\'illg \\'a)’. I{{.‘I"Q\-‘i’ 1]](.' I'||||h5
for the instrument lighting and the check lamps.
Loosen the speedometer cable and the pipe
connection lo the oil pressurce meter. Remove the
sensitive head of the thermometer from the
cngine and disconnect the cables to the ammeter
and the fuel gauge. Notice the cable markings
very carefully so that they are connected
correctly when re-assembling,

VULVO
FURRIY

Fig. 34.

Remove the nuts and elips which hold the
panel in position and remove it.
When replacing individual instruments see

under headings for the instrument in question,

[_{t'plau'mncnl of .-almcdmncl(:r

If the speedometer does not register at all or
the mileometer does not show the correct
distance lru\'t']h-tl, then the matter should be
placed in the hands of an instrument maker. In
‘I]" cisce (lr maore ['xlf‘ll:‘i\'[‘ r{‘_[];]i]’&' l'l‘il]g necess-
ary then it is hest to replace the instruments in
(question.

[f the instrument fails to register both speed
and the distance travelled or there is excessive
swing on the pointer then it is very likely that the
transmission ecable is either broken or else
jamming in the sheath.
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Replacement of speedometer is carried out in
the following way:
1. Disconncect one of the hattery cables.
2. Loosen the cable from the instrument,
3. Pull out the bulb-holders for the control
and instrument lights in the speedometer.
1. Remove the serews with which the speedo-
meter is attached to the panel and lift it
oult.
. Assembly is carried outin the reverse order.

Replacement of thermometer or

fuel gauge

The thermometer and the fuel gauge are fitted
to a mounting ]lliilll" which is serewed to the rear
of the instrument panel. See Fig. 35. On cars
of later construetion I]ll'_\ are, Illl\\‘l'\'l‘!‘.. fitted
separately so that they may be removed indi-
vidually. Replacement procedure is as follows:

1. Disconneet one of the battery eables.

2. Loosen the cables from the fuel gauge and
he careful to note which cable comes from
which terminal.

3. Remove the serews which hold the moun-
ting plate to the instrument panel. Use a
small serew-driver fitted with a screw-
holder or else a magnetie serew-holder.

1. Lift out the instruments and take great
are to avoid rll:lrp bends in the thermomet-

er tube. Remove the faulty instruments
from the mounting plate and. if it is the
thermometer which is faulty, remove also
the sensitive head from the engine.

5. Fitting of new instruments takes place in
the reverse order. Make sure that the
contact serews on the fuel gauge. which
also serve as attachment serews, do not
come into contact with the bulkhead and
that the cables are connected correctly.
Wrongly connected cables burn out the

Instruments,

]{c]ilit('cnu:nl of the fuel gauge

tank unit
1. Make sure that the ignition key is in the
neutral position,
2. Loosen and lift out the spare wheel holder.
The work is facilitated if the box over the
wheel is also removed.
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3. Blow the tank unit thoroughly clean.

4. Disconneet the cable and the tank unit and
remove,

5. Assembly is carried ont in the reverse or-
der. Always use a new cork gasket which
h'l”)"]‘l ill' ,‘ifllf‘ilrl‘tl \\'i‘]l .“f'illillg ['.UIHIN"][I‘]

(Plastifix or similar) in order to prevent the

smell of petrol in the car.

The cable from the tank unit to the instrument
is very difficult 1o replace in the case of serious
damage and it is much simpler to pull a new
cable from the rear compartment through the
tunnel under the left-hand door, hehind the wall
panel to the left of the pedals and to the instru-
ment panel,

Replacement of ammeler or oil
P]'(_‘-SSU Ie gaugc

The ammeter is fitted together with the oil
pressure gauge on a mounting plate which is
attached to the rear side of the instrument panel
as shown in Fig. 35. On later models, these two
instruments are fitted separately so that they
may be removed individually. Replacement is
carried out as follows:

1. Disconncet one of the battery cables.

2, Disconnect the cables from the ammeter.
Mark the cables which are attached to one
of the serews.

3. Disconneet the tube on the oil pressure
gauge,

4. Remove the serews holding the mounting
plate to the instrument panel. Use a small
screw-driver fitted with a screw-holder or
else a magnetic serew-driver.

5. Lift out the instruments and remove the
faulty instrument from the mounting plate.




A

6. Assembly is carried outin the reverse order.
Make sure that the contact screws on the
instruments do not come into contact with
the bulkhead and that the cables are
correctly connected. If the cables from the
instrument to the regulator and the battery
ll;t])]l(‘ll lo gel l'.\'cltallgwl then the instru-
ment in question will register in the wrong
dircction.

Do not forget 1o conneet the oil pressure

gauge before the engine is started,

Tuel tank

The fuel tank is replaced in the following way:
1. Remove the bottom plug and empty the
tank into a clean receptacle. While the fuel

is running out, remove the spare-wheel shelf

and disconnect the tank unit cable.

o

Disconnect the tube to the filler pipe, the

air tube and the fuel pipe to the engine.

3. Remove the serews with which the tank is
secured 1o the hody.

4. Lift up the tank and clean it thoroughly

externally.

5. Remove the tank unit of the fuel gange,

6. The fuel tank is assembled in the reverse
order. Ensure that all joints are tight by
using sufficient sealing medium.

Radiator

The radiator is replaced in the following way:

1. Disconnect the radiator blind wire while the

coolant is draining from the engine. If there

is anti-freeze in the tank, collectitin a clean
rv{‘vpl;u:]v.

2. Disconneet the hose clips on the upper and
lower radiator hoses.

3. Remove the two serews on each side of the
radiator, after which the radiator may be
lifted up.

4. Assembly of the radiator is carried out in
the reverse order. Ensure that the hoses
and clips are in good condition.

Fittings and upholstery

The inside of the body is insulated by means of
specially treated "waffle™ paper. This serves as
heat insulation and prevents vibrations in the
body.

Front seat

Both the seats and the backs of the front seats
arc built on a tubular steel frame. Springs in both
seat and back consist of spiral springs. These are
formed to one unit through the use of binding
springs. Stuffing consists of jute, fihre-matting
and wadding in that order and the top up-
holstery.

The front seats are retained in place by
brackets on the front seat adjustor assembly. The
scals may be removed by llnlding the mlju.‘:lor
knob to the side and plt.—-hing the seat forwards.
Rear seal

Both the seats and the backs of the rear seat
are constructed in the same way as the front seats
the only difference heing that the frame is con-
structed of wood. Upholstery stuffing is the same
as that in the front seats. There is, however, no
fibre matting in the back section.

The actual scat portion of the rear seat is held
in place by two pins on the rear seat support and
is accessible from the rear compartment. In cars
of later production the back of the scat is held in
position by the arm rests and may be removed
merely by lifting upwards.

Door and side-wall uplmlsle:ry

Door and side-wall upholstery consists of 3 mm
(1/s”) thick masonite covered with wadding and
surface cloth. Sections are attached to the doors
and body by means of elips.

The front seat arm rests consist of brackets
which are covered with sponge rubber over which
the cloth is stretched. They are attached to the

inner plate on the door by means of serews.
Headlinine
Headlining

The headlinings consists of cloth which is

stretehed on the roof hows and attached to the
former rib at the upper limit of the side section.

Bulkhead and floor

The sides of the bulkhead are covered with
embossed paper sheeting which is attached by
means of serews. The bulkhead itself is covered
by a rubber mat which is held in place by means
of studs.

The floor is covered with rubber mats which
are attached by studs in the floor plate.

For removal and installation of fittings and
upholstery, see Part 14.
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TOOLS

SVO 1460 Depressor tool for escutcheon plates
when fitting and removing inner
door handles and window regulators

(see Fig. 14).




SPECIFICATIONS

Dimensions and weight of

complete body

Max.lenpth= o civnm o, [
Mag: width —5.vo: or s omaiieh s 5T
Mo e B e el o e 51 12"
Weight with doors and rear compart-

ment lid S oviiesiaiemenmenis approx 507 1b.

S0 _

—

Checking the body

Fig. 36 shows the most important hody dimen-
sions. The measurements which can  affect
tracking and driving characteristies are marked
“\’i‘]. at {]H‘tl'ri.‘-]‘ﬂ. ”Ihl'r measurements are i.“ll"“(l‘

ed for checking purposes to facilitate repair work

when aligning a damaged body.

Bletill 0" _

777

1
=
2 |
rol' i = S | 1 '0
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5055 J
4705 77zs | 1013

HIULBAS 2600

= RAM AXE Lo CENTRUMLINIE () mmBAK AX E Lotk

Dimensions in mm (1”=25.4 mm).

Centrumlinje (€y) Bakaxel =Rear axle
vagn= Car center linc. -#%_Hjulbas= Wheelbase
Framaxel=Front axle
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SYNTHETIC PAINTING

DESCRIPTION
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Fig. 1. Plan of the Volvo synthetic painting plant,
l. Loading and unloading #. Wet sanding 16. Sanding and wa<hing 21. Masking and drying
points 9. Dryving oven with methyl acetate 22, Spot painting of primer-
2. Tack-wiping 10, Blow-off 17. Tack-wiping surfacer
3. Warm spraving of 11, Washing with methyl 18, Enamel spraying 23. Spot painting of enamel
primer-surfacer acetite 19, Stoving for 21 minutes 24, Air-drying and removal
1. Air-drying 12, Spol painting hooths with a surface tempera- of masking
5. Airdock 13. Drying zone ture of 320° I (160° C)» 25, Stoving for 12 minutes
6. Stoving for 15 minutes 11, Enamel spraying 200 Fine sandpapering and with a surface tempera-
with a surface temperature 15, Stoving for 21 minutes polishing ture of 320° I (160° C)

'

of 320" I (160° (0)

v
Cooling zone

with o surface tempera-
ture of 320° FF (160° C)

: o o
Factory painting

Before assembly. the body of a PV 44} passes
through two different surface treatments, The
first of these is a bonderizing process which rust-
l]rll”f"‘ I}ll' ll"ll'\. ']‘]]I' HI"'-{)]](I i.‘i !]]I' ]’H."—‘Hilg" Or 1]'1.“
car body through the synthetic painting plant
where it is sprayed with primer-surfacer andsur-
face enamel. The following is a short deseription
of the synthetie painting ]1]anl. The fi[;url's in
brackets refer to corresponding figures on the
plant at the top of this page.

When the body enters the synthetic painting
plant from the bonderizing line, it is first tack-
wiped, (2). Warm spraying with primer-surfacer
is then carried out. (3). The body has one coat
externally and one coat internally. The primer-
surfacer is sprayved in a warm condition since
both the primer surfacer and the air have been
heated up 1o 140° F (607 C) in a special aggre-
gate before reaching the spray gun. The body

e

Iig.
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Body on way in to primer-surfacer
sanding.




passes from the primer-surfacer booth to a built-
in drying zone where the solvent evaporates at a
temperature of 85--95° F (30—35° C) (1) be-
fore it reaches the stoving oven (6) through an
air lock. The stoving time is 15 with a transport
band speed of 7 M./min. and a surface tempera-
ture of 3207 F (160 C).

IF'rom the stoving oven. the hody proceeds
through another air lock and a cooling zone and
is then wet sanded. This provides the smoothest
possible surface for the surface enamel (8). See

Figs, 2 and 3.

VOLVO
aner

Fig. 3. Wet sanding of primer-surfacer.

After wet sanding, the car is washed down with
water and is dried in an oven (9). Any water
remaining in crevices and cracks is then blown
out with ecompressed air (10). The body now en-
ters a covered zone where it is washed with
methyl acetate (11) which removes any remain-
ing traces of stoved sand from the surface. It
then passes throngh small booths for spot-paint-
ing of the primer-surfacer by grinding down to
the bare metal (12).

The body is then tack-wiped 13) and then
passes into the booth for enamel spraying (14).

One coat of this enamel is sprayed externally,
one internally and one in the luggage compart-
ment and engine compartment. Air drying and an

air lock are then passed and oven stoving is car-

ried out (15) for 21 minutes with a surface
temperature of 3200 FF (160 C). See Fig. 1.

cInaa
Fig. 1. A body on the way out from the
storing orer.
1. Air lock 2. Cooling zone

I|rl|l' ]l(](l}' ll'.'l\'l“‘ l]'ll' h‘l!\'illg aoven ‘Ilr(}”i.'!h dall
air lock and a eooling zone. In the following open
zone. light sanding is carried out to remove any
impurities from the bhody sureface (16). In order
1o ]l;l\'f' as l:l.('iil] il ,"Urrill_'l‘ H b P(]r.“i]'lll‘. |Il(’lil'\'l
accetate washing is carried out hefore it proceeds
to the drying zone where thorongh tack-wiping
is carried out (17). At this stage, it is extremely
important to ensure that the hody is not touched
\"ilh l]lf' ll;lr(‘ ’.lell‘ F\i.ll(f'l' fillgl'r]ll'il]lh \Vi]l I.H‘
visible through the final spraying which is then
carried out in a booth of the same type as used
aarlier (18). The enamel, in common with
the other spray material used, is fed to the booths
through pipes from a central paint store on the
ground floor. Three coats are applied externally
and two internally,

In this r:pr:lyiug lmut]l._ as in the others. it is
possible to work with ten different colors, From
the central paint store and mixing plant on the
ground floor (Fig. 6) the enamel is taken through
pipes from ten different color mixing units to the
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Fig. 6. The central paint store

and mixing plant.

spraying booths and then down return pipes so
that the enamel is circulating all the time. Each

MIXIg system incorporates two paint tanks
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holding 317 U.S. gallons. One of these tanks
feeds the spraying hooths, the other tank heing
used for mixing. Thinner for this purpose is
pumped direetly to the mixing tank from three
other tanks holding 100 U.S. gallons cach, these
tanks are buried in the ground outside the
painting plant.

From the spraying booth. the body goes
through a drying zone and an air lock into a
“black heat™ oven of the same type as used carlier
(19). The surface temperature here is again
320" F (160" €).

The finally sprayed hody then passes through
an air loek and a ecooling zone and is then
thoroughly cheeked.

Any slight defeets. small places where the
cnamel has run. ete. are lightly sanded with a
very fine sanding paper and then polished with
i sponge-rubber polisher (20). Defects that musi
he touched up are ground (21.22). washed with
methyl acetate. tack-wiped and masked. The
hody then passes into a spraying hooth for spot
painting with 1807 I (80" C) enamel (23). After
this, it passes through a drying zone (24) and an
air lock into an oven where the touching-up
l'lléurlc‘] is .~|u\|'(| {.31) This oven is llf the same
type as the other ovens used. When the masking
has been removed, stoving dust is washed off.

When the hody has passed through the oven air
lock on the ontlet side. it is ready for final check-
ing. Itis lifted off the transport band and moved

over lo the ii:—rnt'llllil{'\ line.

Paint imprm'vr l)leml

After the car has heen completely assembled
and test-driven, it is washed and carefully exa-
mined. Any damage to the bodywork that can
have oceurred during assembly is taken care of in
a special paint improver plant. This is divided
into two parts one of which is for the spot-
painting of small seratches ete. while the other,
which is larger, is for the improving of complete
components. In this larger plant 1807 F (80 C)
enamel is used. In the spot-painting plant, 285° F
(140”7 C) enamel is used. See under the heading
“Spot painting”. The larger plant for the paint
improvement of complete components consists
of three departments separated by electrically-
operated doors. These three departements are:

sanding zone, spraying booths and drying oven.
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IFig. 7. Spraying bootl.
I. Lighting 3. Floor grilles with

2. Warm air inlet through running water

glass-wool filter 1. Door to drving oven.

All preliminary work such as sanding.

washing
with methyl acetate and tack-wiping is carried
oul in the sanding zone. This zone has continuous
running water in the floor to eliminate dust.
Filtered, dust-free air is blown in throngh glass-
wool [ilters in the rool and is sucked out Illrmlgll

the floor.

VOLND
2315

Fig. 8. Car onacay into 180° F (80° C) oven.

The spraying booth is connected directly with
the sanding zone. Air is blown in through glass-
wool filters in the roof here as well and sucked
out through the floor. The amount of air blown
in here is so great that there is excess pressure
to prevent dust from penetrating in through
erevices in the doors and walls of the booth. The
running water under the grille floor traps and

removes the paint dust resulting from spraying.

Sinee complete freedom from dust is extremely
important when working with synthetic enamel,
sanding work may never be carried out in the
spraying hooth,

From the spraying hooth, the car passes to the
drying oven, This is a steam-heated oven which
gives the car a surface temperature of 180 IY
['Hll'- () so as not to il:mlﬂg-' the u]:hn|.~‘ll~r}' and
rubber equipment on the car. The drying time at
this temperature is one hour.

S}-‘nlh('l icecnamel

The colored enamel nsed to spray a car consists
of a mixture of several different components,
These can be divided into three main groups as
follows:

A. Binding agent - to hind together the vari-
ous materials,

B. Pigmem to give an opaque color to the
enamel,

C. Thinner - 1o reduee the enamel to the most
suitable consistency for spraying or brush
application.

By the suitable combination of these three
main groups. enamels with different properties
can be obtained for airdrying or oven-stoving,

‘:I-l'illli'l‘ .‘illl'r:ll'l' l']li].llll'l:i ecle.

A. Binding agents

These can he divided into two main groups:
I. Sy'llllll'til' I]i!lllillg ilg(‘lll:‘;.
2. Cellulose binding agents.

[tis [rom these groups that the names cellulose
enamel and .-_\|:||1|-Ii{' cnamel have been taken.
(‘,:('Illllﬂh’(‘ l‘ll{llllt‘lh' Hlll‘ll' II{J.‘-"-&“]’[' t]ll' “I‘.-I -'\'-i‘ril"i'
production car painting. The binding agent in
this case is chemically-prepared cellulose. Ena-
mel of this type hardens only through the evap-
oration of the solvent, Heat that may be used
serves only to aceelerate the drying process,

Synthetic binding agents consist of synthetic
resins of different types (alkyd resins, melanin
resins, phenolic resins ete.). Similar materials are
used in the production of plastics. Manufacturers
of enamels have a great many materials to choose
from and can modify the properties of enamels
by mixing different binding agents,

Here, as with cellulose enamels, there are syn-
thetic enamels which harden by evaporation. In
the series-production of cars, however, hardening
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oceurs through a chemical reaction in the bind-
ing agent when the solvent has evaporated. In
order to bring about this reaction, comparatively
high temperatures are required —— sometimes as

high as 340 - 3607 F (170 --180° C).

B. Pigment

The color of an enamel is very rarely obtained
by the use of only one pigment. The most usual
system used is the mixing of several pigments of
different colors, The different pigment grains
have different specifie weights and grain size so
that they sink to the bottom container att diffe-
rent rates if the enamel is allowed 1o stand still,
That is why it is important to keep the enamel
well mixed to avoid different color tones. The
pigment grains are extremely small and the pig-
ment muast lN' ”‘l(]t'fl IF_\ medins t)f Hi F]JI'{'iKlI I)rl)('l'h':i
when the enamel is manufactured. The covering
properties of the enamel depend on the type and
content of pigment.

I)irrl‘rl'“[ =_\']H’.‘i ['l{ llignll'”' aAre 'Ilh'('l] i[l. sllr‘f:l('l'
enamel and primer-surfacer depending on the
various properties required from the point of

view of sanding ete.

C. Thinner

Thinner is an important factor from the point
of wiev of drying time, volatility, spraying char-
acteristies ete. It is also intended to ]-Cl'l‘]J the
binding agent in solution. This can, generally
speaking, not be accomplished by any one single
solution and a mixture of several chemical sol-
vents is used, The type of binding agent used
plays an important part. Thinner used for cellu-
lose enamel and thinner used for synthetie ena-
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mel are quite different. Thinner used for cellu-
lose enamel can consist of butyl aleohol, ethyl
acctate ete., while thinner used for synthetie
enamel consists mainly of mineral oil hydrocar-
bons.

When working with synthetic enamels, always
use the thinner recommended by the manufac-
turer. Never mix different makes of thinner.

Types of enamel

The synthetic enamel nsed consists mainly of
three types which have exactly the same color
lones ]:lll !lirfi'r (‘(}rlriinlll‘l'ﬂl:ll_\' r]‘(\]"l onoe i]“(]’ll(‘]"
as far as drying is concerned.

The three types are as follows:

2857 F (1107 C) enamel. Used in our factory
]J|:m'l for :i[ml-]milnin'f. ])rying is carried
ont either in an oven or with a heat lamp
since air drying is not possible.

180° I (80" C) enamel. Used for paint-improv-
illg ﬂr l"}]lll)h'll.‘ cUl“[lOlll'“‘ﬁ ill]ll \\']H'“ re-
spraying. Drying must be carried out in
an oven or with the help of a lamp since
airdrying is not possible.

Air-drying enamel. Used when re-spraying and
spot-painting. Air dries at 77 F (25° C)
in six hours or at 140-—160" F (60—70°
C) in one hour.

The synthetic enamel used by Volvo comes
from several different factories. Any touching-
up work on the car should be carried out with
enamel of the same type as originally used on the
car and only the thinner recommended by the
enamel manufacturer should be used. As far as
enamel and thinner are concerned, see the
"Specifications™ at the end of this hook.



REPAIR INSTRUCTIONS

Spot-painting and re-spraying

In principle synthetically painted cars should
be spot-painted or re-sprayed with synthetic,
oven-drying or air-drying enamel of the same
make as the enamel originally used since this is
made from the same raw material as the original
cnamel and better matching will be obtained
as far as gloss, color tone and durability is
concerned.

In order to obtain the rigil'l color when spot-
painting or re-spraying any part, make a note of
the code numbers of both external and internal
l}ﬂill[‘v\"nrk. '["l('-‘“' are H!H]l]l]l'll on l]ll' car I‘_'hil-‘;‘\'i:“!
number designation plate. The code numbers
should always be stated when ordering enamel
from Akticholaget Volvo or our dealers.

If spot painting or partial re-spraving is
carried out with cellulose or combination enamel,
this will mean that the re-sprayed section will
not have the same durability as the rest of the
body and the color tone will show a more and
more ]Ilal’k(‘[] (]irfl'r(.‘l:lct' das til]ll‘ g[,l'!‘; ll)‘. 'I-lli-‘;
color tone difference depends on the differences
in the binding agents used and can take some
lime to appear even if exaet agreement is ob-
tained when the spraying is actually carried out.

The most important factor as far as perfect
re-spraying is concerned is, naturally. perfect
agreement from a color tone point of view. Even
when synthetic enamel is used, some slight ad-
justment of the color tone is sometimesnecessary
since the original color may have altered slightly
with the passage of time though this alteration is
never as marked as with cellulose.

In order to get exactly the right color tone, a
test plate should first be sprayed, then allowed
to dry. After it has dried, it should he compared
with the original enamel on the car.

If the enamel to be used differs in color tone
from the original enamel, it should be tinted with
another shade and another test plate sprayed
and compared.

If a first-class spraying job is to be carried out
with air-drying synthetic enamel, it is extremely
important to ensure that the correct equipment
is used and that the workshop is thoroughly clean
and free from dust. There must no large air move-
ment in spraying shops and spraying booths ete.
must be kept wet all the time.

[t should also be pointed out that re-spraying
with synthetic enamel is always correct from a
technical point of view and should always be used
when possible. Spot-painting or re-spraying with
(‘-l'l[ll[ﬂﬁl' or c(}l"l'i“ati(”] lfllﬂll]l'l h'll{,]"lll UIII_\' l)c
carried out in exceptional cases where there is
no possibility to use synthetic enamel.

Preliminary work

If the old paintwork is seratched or damaged,
it must be removed in order to provide a good
foundation for the adhesion of the new,

The paint remover should be applied with a
breush and should be left for 30 minutes to one
hour l[l-pl-lll]illg on the type of enamel. The
softened paintwork is then removed by seraping
with a putty knife. Then clean the hody with
hot soda solution followed by a wash with lead-
free gasoline,

Ir paint remover it not used and the new finish
is to be sprayed direetly onto the old, this must
be thoroughly cleaned with lead-free gasoline to
remove all traces of polish and wax.

The ]mt]y or lmdy seetion to be treated should
be aligned and ground, using a file il necessary.
Sanding is then carried out using wet sanding
paper 220--240. care being taken to ensure that
all traces of rust are removed and that the re-
maining enamel is well worn down, Washing is

then carried out with lead-free gasoline or

methyl acetate.

UL
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Fig. 9. Determining viscosity.



Note. This washing is extremely important
and is carried out to remove all impurities which
could have a detrimental effeet on deying and
adhesion,

Spray primer-surfacer on all bare metal sur-
faces (synthetie, aiv-drying primer surfacer dilu-
ted to about 20 seconds in a Ford uwo. -1 heaker or
a 1t mm DIN beaker). This should, preferably, he
of the same make as the original finish, See the
..Slil‘t'irit'éﬂillll.ﬂ” at the end of this hook. Visco-
.-il) determination is shown in l"i{__r. 9,

After being allowed to air-dry for a few minu-
tes, baking is carried ont by using infra-red heat-
ers at a distance of about 167, Make sure that the
speciflied time and distance are carcfully obser-
ved to avoid the oceurence of blisters in the
primer-surfacer,

When the primer-surfacer has cooled, glazing
]lnl!_\ should be :l|a|r|i|'(] HES :'l'n‘jl!i!‘l't'. This should
be applied in thin lavers.each coat being allowed
to dry before the next coat is applied. A drying
time of 23 hours is normally required after the
last coat has been sprayved. The primed and
putticd surface is then sanded with wet sanding
paper no. 360- 100 and finally with wet sanding
paper no. 500600,

After all water has been carefully dried off,
washing with gasoline is carried out followed by
tack-wiping. The car is then taken 1o the

spraving bhooth,

FRRE T

Fig. 10. Tacl-wiping.

Spol-painting

Small spots, gravel damage, seratches ete., can
be spot-painted with 285" I (140° C) enamel

\\'Ilil'[l ih'- Ililkl'll ]I.\ Heans uf an illrl'il-rl'(l hl';lli‘r.
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Fig. 11.

Sanding,

edan

Fig. 12, Muasking.

The spot in question should be sanded (after
necessary alignment work has been carried out)
with wet sanding paper 100, See illustration. The
outer edges of the spot should be worn down by
using sanding paper no. 600. Masking is then
applied. Fig. 12, and the primer-surfacer is
sprayed, Fig. 13.

Masking is fitted so that the primer-surfacer is
onlysprayed onto the sanded surface since it may
not he applied to an unsanded enamel surface.
After spraving with primer-surfacer, it should be
allowed to dry for 20—25 minutes. See Fig. 14.

Afterdrying, the primer-surfacer is sandedand

the surface enamel is sprayed on. See Fig. 15.




2320
Fig. 13, Spraving primer-surfacer.

VOLVE
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Fig. 14. Balking the primer-surfacer.

N

Fig. 15. Spraying surface enamel.

Thinner is sprayed on the line where the new
enamel meets the old. See Fig. 16. The masking
is then removed and the enamel is baked for
about 40 minutes at a temperature of 3007 F
(160° C). The heating lamps should be arranged

.

Fig. 16. Spraving thinner.

VOLAD
FAraY
Fig. 17. Polishing with sponge-rubber disk:.

VOLAVO

238
Fig. 18. Balking spot-painting close to glass.

so that the entire spotted area receives the same
amount of heat. If the scction treated is on the

hood, for example, two lamps should be used.
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See Fig. 18. When baking is completed, rubbing
with rubbing ecompound is carried out. Use the
speeial rubbing compound intended for use with
synthetie enamel. preferably of the same make
as the enamel. See Fig, 17, If the line where the
old enamel and the new meet shows a tendency
to move inwards, this shows that the spol has
not been baked sufficiently and the lampsshould
he used for a further period.

Note. When carryving out baking of enamel
close to glass, insulation with ashestos must be
carried out, See |":i(,:. 18. \\’-f‘iﬂ]ll'l'ﬁtl‘i]!h‘ can be

protected by nsing two layers of masking tape.

Re-spraying or spol-painting
with 180° I (80° C) enamel

Re-spraving of syntheticallyv-enamelled vehie-
les or the re-spraving of body components such
as a door. the hood ete.. should be carried out by
ll‘-ill!: [FAY l'll'lll‘-\'illg ‘;}'llllli'ti{' l‘”(”lll'[ “'Ill‘l'l' I]”.‘.‘\'
ible. A suntable enamel for this purpose is the
180 IF (80" C) enamel which has a dryving time
of one hour at a temperature of 180" IF (80" C).
rrhi!" ]U\\' ]lei"g li'lll"l"'illllrl' nieans ll]ill Illf.‘ ¢n-
Iil'l' \'l‘llif‘ll' can I]l' lJI;I(.'l'lI i” llll' ovien \\'illl"[ll I]Il‘
risk of damage 1o the ||]Jhu|-.11'|'_\' or rubber com-
ponents. The battery should be removed, how-
ever. sinee it ean be damaged and for the sake of
.t-':lft-l}'. the Tuel tank cap should be removed.

The enamel used in the factory has a drving
temperature of 2857 F—3207 F (110° C—160°
(). This is nol ll!)r--iillil' when the vehiele has bheen
l‘lllll]'li"l'l‘\' il"!‘l‘lllhlf'(l !"illﬁ.'l' llll' ]ll)}]l}lﬁ'!‘r'\' cle.
would he severely damaged.

Note. 1807 IF (807 C) enamel must he sprayed
in a dust-free spraying booth and drying must he
('[lrril'(l oul i" Il Overnn.,

Air-drying is not possible in this case.

Theworking procedure is as usual beremoving
the old paintwork ete. See under the heading
“"Preliminary work™,

As far as spraying jets, spraying pressures and
enamel viscosity are concerned, see under the
heading "Specifications™ at the end of this hook.

The enamel should be sprayved evenly and not
too thinly since this gives a poor gloss. Excess-
ively thick spraying.however,makes dryingmore
difficult and can easily cause run. When spraying
is completed. the vehicle is moved to the oven.
The drying time is one hour with a surface temp-
erature of 180 I (807 C).
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The enamel can also be dried by using lamps
or “black heat” wnits at a distance of 12 16"
for 20- 30 minutes, See Fig, 19,

Fig. 19. Baliing with the help of “black heat™

units.

After baking, the surface should be carefully
examined and baked dust ean be removed by
rubbing carefully with sanding paper no. 600
after which the sanded area is carefully rubbed
with synthetic rubbing compound. The spot is
then polished with the polish specially made for
use on synthetie enamel,

Note. Sanding, rubbing and polishing may
not be carried out before the enamel is abso-

lutely dry.

Air-drying enamel

x\ir-(lr}’in{; synthetic enamel is nsed where an
oven is not available. Due to the relatively long
drying time required, however, it is difficult to
maintain complete freedom from dust if special
spraying booths are not available where the
vehiele can stand and dry. This is poor workshop
cconomy, however, since only one vehiele a day
can he sprayed in cach spraying hooth,

If a vehicle is to be sprayed with air-drying
.-'-‘)'nl}:lelic enamel. care must be taken to ensure
that the spraying booth or workshop is comple-
tely free from dust. The best way to do this is by
spraying water, The vehicle must be absolutely
clean and free from dust and dry before the
actual spraying operation is commenced.

See under the heading "Preliminary work™.

Sec under the heading “Specifications at the
end of this book for enamel viscosity, sprayving

pressure, jets ete.




The enamel should cover well without running,.
Excessively thick spraying can casily cause run.

The vehicle must be allowed to dry after spray-
ing has been carried out. No work may be done
in the workshop during the drying period. The
car can be touched after six hours drying at 77 ' FF
(25 C) or after one hour at 110160 F (60
707 C). Final hardness is not reached. however.
for several days. Final polishing to remove any
unevenness in the enamel surface may not bhe

carried out until about one month has passed.

Determining the thickness of
the enamel layer

When a vehicle comes into the u'nrk-ht:p for
spraving and when spraying has been completed.
the thickness of the enamel coat should he check-
ced. A thin enamel eoat means poor coverage. a
thick coat means poor elasticity and ecan cause
mosaic or cracks in the surface of the enamel
The thickness of the enamel coat should be about
0.00107 including the thickness of the primer-
surfacer.

Many instruments are available for this pur-
pose. working on different prineiples. for ex-
ample: the needle prineiple (a graduated needle
is stuck through the enamel coat), the induction
principle or the magnetic principle. The magne-
tie principle is used in acompact littleinstrument
whichis very handy for workshop use. It operates
on the principle that the strength of a magnetic
ficld varies with the distance hetween the poles

of a magnet and a magnetie base. The instrument

vuLvo
3198

Fig. 20. Elcometer measurement.

is designed with the magnet poles in the form
of two balls on the bottom of the instrument. The
body plating forms the magnetic base. The thick-
ness of the coat to be measured functions as a
magnetic air gap and the instrument pointer in-
dicates a value in direct proportion to the air
gap. i.c. the thickness of the coat. Fig. 20 shows

this instrument being used for measnrement.

Washing

New vehicles should be washed often sinee this
makes the enamel surface stronger. harder and
clossier. Dust and dirt which is allowed to remain
in contact with the enamel for a long time has a
detrimental effeet on the enamel. The use of
water alone is recommended sinee the use of
cleaning additives can dry out the enamel and
make it brittle,

If.however.water alone is not sufficient then a
|- -2 "0 soap solution can he used. The eleaning
agents available should not be used unless speei-
fically recommended by an expert since some of
them can have a damaging effeet on the enamel.

IT soap solution has been used when washing
the car, it must be polished afterwards, This is 1o
avoid any drying out of the enamel. Otherwise
washing is carried out as usnal with the help of a
soft natural sponge and drying is done with a
clean soft leather. High-pressure washing with
the jet aimed at the |m(|_w' should he avoided,
Washing should never be done in strong, direct
sunlight partieularly when the water available is
hard since flecks can form which are very diffi-

cult 1o remove,

Polishing

The gloss on a synthetically-cnamelled vehicle
is always superior to that of a cellulose-enamel-
led. Polishing must. however, be carried ont now
and then.

Polishing serves two purposes, partly to
give the enamel a high gloss and, which is even
more important, to supply the enamel with
grease in order to prevent eracking.

Use only polish intended for use on syntheti-
sally-enamelled surfaces. Cellulose polish may
not be used. The reason for this is that if the pol-
ish contains any grinding agents the synthetic
surface can be ruined. The polish should not con-
tain silicon either, since this is very difficult to
remove before spot-painting of the body. Should
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there be any silicon remaining on the area to be
spot-painted. then blisters will occur. Wash and
dry the vehicle thoroughly before polishing.
Never polish a dusty or dirty surface since this
will seratch the enamel. Apply the polish with a
soft cloth. Take only one small area at a time.
Then polish up to a high gloss by using a clean
soft pad or cloth.If polish is applicd to the whole
vehicele at the same time, it will dry too much so
that it will be more difficult to produee a high
gln.-i.-i and the desired result will not be obtained.
Never polish in direct sunshine since the polish
will adhere to the surface and produce a stripy

resnlt,
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Waxing

A synthetically-enamelled vehicle should never
be waxed for the first six months so that the
enamel has a chance to harden thoroughly. The
car should be clean and dry before waxing. Apply
the wax with a flannel cloth or spray on (liquid
wax) with the lowest possible pressure and the
smallest possible jet. Polish up to a high gloss
with a flannel eloth or a sheepskin bonnet on a
rotary polisher.

Never wax in direct sunshine, Take only one
small area at a time, for example a fender, the
hood, a door ete.



SPECIFICATIONS

Enamel and primer-surfacer

320° F (160° C) — Improver primer

SPIAY JOU v valsrs oo ih oo 80 ale udotabecaita s cAvs TN SIS tah e ieujms
Preseore i cONtATHer . cwaessiene saevie s I e e
SHTaY. PROBIITE .. conu b i s e e B s et o eI s T e
Make o s i G A et R e e e e ety
L) esiEnation: s s i e e sanli st on e e s ra s i e
I RRRREROR i oo o e it i o B R e o wd e brse i 0 4 AT
90-0 :
285° I (140° C) — Enamel
BETEY JOL o oo wmm s i e S e SR e A o R 0 0 0 R s L
Pressure: In conbailier . oovs e is crsiesiomiie sreiete i o e o aiem &a. s
SPEaY DPLEBEUTE isicisinas stes e e selootuoisivh e, sk bute, oo e #Saiaute aie
Black

60071 [ e B SRS S I T e s e o S S e

Make . nieseans e e e s e et SRR v e b o (e s

IV SRR RYION 5w iciivinniien bacielwritis s blss Won o Re s 59 v fara o Wit aa
Pearl-grey

(G073 [ RS bl iy o B ey b e O e T

Mike ooissisisanilavdsns swranisspstersin e R e .

Designation . ........... s S G S S et e
Metallie red

71T+ [ R et PO e e B D T e

Make: oo sieas s oo lier e e s e (G55 s B A b U e Ve e Al o

DeBiBOBEION & « o s ws o ss/eivinin siaiain sision aislaissaie s vsisamasenesssis
Riviera blue

30,7 7. IR f e L e e s i T e red

Make ..oiosanmen i AT, el RSB e e s R

Designation: . s i e vsiesivose DT, R E
Ivory

T T I T A T D P G I L S eI P et s

] R R e L e L e o e T R SR

Designation . .« i i aomion il sotaio s siaidipteisis s aloea eimain Fe
Viscosity, Ford beuker or 4 mm DIN beaker ., .. ... . i,
G111 T) 170 (- kR e S e S £ D e s e e L e e S S R
Rubbing compount ..o o i de o ala s eta s eln stals o'l aisia s ian s wininla oo mnie o a0
Polish (. .o uishiiene st et bty e et ate e a Velytatulat 1 o 1Ty, a v Tnte T e SRt Caatalna
Midnight blue

Codal i S oo P Ry e e et arsite e

MElE - T e e e Sttty Vet dcars alare A e P S s e

Designation . «.coooeiveerivonnns

0.8—1 mm (0.032"—0.040")
1417 Ib./sq.in.

6070 Ib./sq.in.

Glasurit Werken

Glassomax Heizspritsgrund
60-—-—-602 ¢

Glassomax YVerdiinnung

5H)—683

0.8—1 mm (0.032”—0.0407)
1417 Ih./sqg.in.
60—70 1h./sq.in,

19

Glasurit Werken
Glassomax Lackemaille
Schwarz 68—Yolvo 4/1

20

Glasurit Werken

Glassomax Lackemaille
Grau 68— VYolvo 102

21

Glasurit Werken

Glassomax Metallackemaille
Rot 68—VYolvo 103

33
Glasurit Werken
Glassomax Lackemaille

Mittelblan 68—Volvo 108

12

Glasurit Werken
Glassomax Lackemaille
California 68—Volvo 117
20--22 seconds at 68° I (20° (0)
Glassomax Verdiinnung

540—683
Glasurit Feinpolerpasta
562—708

Glasurit Unipolish 560--536

3L
Dr Herberts

Standofix Einbrennemaillelack

DKH-No. R 4350/35519
Dunkelblau
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Viscosity, Ford beaker or 4 mm DIN Deaker oo u oot eeeeseannnessss 1820 seconds at 68° 1" (20° C)

A VT ) T SR e e e P S b R e R i T T Standoflix Verdiimnung
DKH-No. R0209,/35271

O T RO T B S S S s s B B e P Herberts Feinpolerpasta
RRE5EL5

R T YR Y BI D N RO e e A e s il e RS T e s Glusurit Unipolish 560 536

180" I (80° C) — Enamel
) R [ R e e e U g e e T e g o o I 0.8—1 mm (0.0327—0.010")
e T T B ooy L L Teh v e S0 L e M S T S S ['1-17 Ib./sq.in.
ST T NS el s e L I e T, e R e S R 60 70 1h./sqin.
Black
ORI e R A o S GRS LT S S A s e R 19
VI e e s s S A S et R L A e L K L Glasurit Werken
|8 03T 1 { oy ) D s e o A e LA e Glassomax Lackemaille
Sehwarz 12- Volvo 10/1
Pearl-grey
R e e B T L e 20
L L T e St Glasurit Werken
DS R B O S R o e R L O S SO Glassomax Lackemaille
Grau 12— Volve 103
Metallie red
O B ke e e e i o i s e e e B B e 21
T e e L Ry e R SRR JEIE.- e XS g s AN Glasurit Werken
BRI RTERTADTIOATE 505 e 520,00 b e s e et i b b e it Glassomax Lackemaille
Rot 12 —Volve 103
Riviera blue
O e oSN Sl e U S b TN AL Ay I S T i . e LS O 33
e e P [ S i s A B M L S Glasurit Werken
REGHENBINONN o i o i vv iR e N s e TR S e S s Glassomax Lackemaille
Mittelblau 42—Volvo 108
Ivory
LT R T S S s £ D Sentlan T e P T . A s S el N 12
1 e Ty [P L it Glasurit Werken
T A R IR e S e e R S R Glassomax Lackemaille
Luftrockend California
California 42-VOLVO 117
Viscosity, Ford Deaker or 4 mm DIN beaker . ...ooouoinininiasninnesnssssoss 2022 seconds at 68° IF (20° C)
I T s iy S RS A S SR b e L S A i e e e Glassomax Verdiinnung
S —0683
Rubbiig compoimdg-oalivey LaylBal 7 st SRRt b BTy Tl m S S Glasurit Feinpolerpasta
362708
B e i i e e e Glasurit Unipolish 560--5360
Midnight blue
I v e B A e Rt s 31
e A NI, T L B Sk A e 8 et <1 o Dr Herberts
U7 ¥ 0 8 L0 (ot i it o ot 5 A RN e RS Standofix Emaillelack DKH-——-
No. R 1350/35586 Dunkelblau
Viscosity, Ford beaker or 4 mm DEN Beaker . oovneove oo ieesenenens 1820 seconds at 68° F (20° ()
Ay T e R e e e e e Standofix Verdiinnung
DKH-No. R0209,35271
DY BT i s e Bl et o s o b S O S B Herberts Feinpolerpasta
R 35415
L A e e hr ooy i BT B T g e o el T Glasurit Unipolish 560—536
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Air-drying enamel

SR Ll | o] e e e e s D T D R 0.8—1 mm (0.032"———(]‘.010”)
Pressure in COnaINer: . 1o . oot oeis o opeloie sale e elary et b e e et 14 17 Ib./sq.in.
SPTAY. PIESSUTC s Liara de s Vaialaia sioaho e iecyrala o oraye ok s o el are AT F e e 60--70 1b./sq.in.
Black
Gode slivmn Tl s o e s S S A 19
4 N R NI R el B e R e L el Glasurit Werken

D S T TN s vk i ettt T e ol P L SR sy Glassomax Lackemaille
L.uftrockend Schwarz 20—
Volvo 10/1

Pearl-grey

B TR et e R L R o e e R T s 20
1 7 g T L A M SR T e £ T e Glasurit Werken
BRI 13 o v e A s S e e IV St s e T B i s Glassomax Lackemaille
Luftrockend Grau 20 -—Volve
102
Metallie red
e Pl et I NS S W e o T 8 el s T 21
e e i S e B N e B L e VTSl S S e S Glasurit Werken
Designalion o us cises svmenins s osere s vass i wheie e mpees Glassomax Metallackemaille
Luftrockend Rot 20-—Volvo
103
Riviera blue
B e o e St i e i P T R S e AN e AR e i 33
Make i i it insis ihmm it is s e e i e s e i Glasurit Werken
Diesignation & e viness e i s seiobiaimie st api ... Glassomax Lackemaille
Luftrockend Mittelblan
20 Volve 108
Ivory
COAC . oiiies ainainsin st Wimesia e et oo s s e e s el e T e i ol 12
W I o e Ll e Ll e SR T Bt e el Glasurit Werken
| BYTITT P oS s A s s MR 0, S e M e W Glassomax Lackemaille
Luftrockend California
12.VOLVO 107
Viscosity, Ford beaker or +# mm DIN beaker ..cicvniverrrnserssscssssasnaaas 2022 seconds at 68° F 1207 (C)
M 01T 11) 1 1 -] RS e M L R L e R e e e e e R GClassomax Verdiinnung
5100683
Rubbing compounid! oo as o sl ds o it il e s st viasatin s st fou s m?aampnohn o s Glasurit Feinpolerpasta
562708
POIEEIY oot et e ey i s ity e e e e Glasurit Unipolish 560536
Midnight blue
BF T 8 { LR PR IR e e 0 A N e PRI ORI 31
] L A e o b D e S e B S SRS o e Dr Herberts
Designation .. ..cceviannainies iy e D e g UsTa e e bR A B YA ... Standofix Ausbessermaillelack

Luftrockend DKH-No.
R 4150/97306

Dunkelblau
Viscosity, Ford heaker or 4 mm DIN beaker ......c.cicceciineasninssransnans 18--20 seconds at 68° F (20° )
TTRERNIET - vioiarlsiaisroisioie e s alein, ol eia 1alorabeialelat aiare wisi s aleosiniara’s nonim = tiautin nial A AALES E ninye oy Standofix Verdiinnung fiir

Standofix Ausbessermaillelack
Luftrockend DKH-No.
R 0209,21068

Rubbing compound . .................. AP O A A i S5 aeiae e e T Herberts Feinpolerpaste
R 34115
] £ LRI S bR R T St S b o i e S| s e R e e S L Glasurit Unipolish 560536
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