














TECH TECH TECH TECH TECH

MORE ON FC BODY BUILDING by Bob Kirkman

At the Chicago Convention Corvanatics Annual
Meeting I went through some of the process of
building the FC body. Part of that appeared
in a recent issue of CORVAN ANTICS, but I'll
add a bit here that could be new to all.

The FC was built in two assembly plants: St.
Louis, Missouri and Flint, Michigan. Most of
my time at the assembly plants was at Flint,
as it was only 60 miles away from Engineer-
ing in the Detroit area.

The assembly plant built the underbody from
individual rails, crossmembers, reinforcements
etc. All was fixtured, spot welded, arc weld-
ed and even rivited in a couple places. This
underbody established location for front sus-
pension, steering, rear suspension and power-
train. The completed underbody went through

a wash and phosphate process to prepare it
for paint. ‘There was no "prime" coat applied.
The charcoal color epoxy paint applied was
was both prime and color coat. To the best of
my recollection it was sprayed, not dipped.

A previous article explained that the Chev-
rolet Indianapolis Plant supplied complete
side assemblies, front end, roof and doors to
the assembly plant. These were bolted to the
underbody and certain end joints were arc
welded together. MIG (wire welding with CO
gas shield) was used rather than stick well-
ing, as it left no slag. Openings in the as-
sembled body were closed off to preserve the
interior paint that Indianapolis had applied.
The body exterior was wiped clean {Indianap-
olis applied the primer) and sanded, The ex-
terior was was painted a?d baked and the

body went to Body Trim. In that department
theyinstrumenf c¥uster, wiring, glgve box,
door glass and hardware, windshield, weath-
erstrips mid 21l such stuff{ was installed.

The side cargo doors were fixture adjusted
for up and down and in and out, but as you
know there is no fore and aft adjustment to
get the gaps proper and even. The assembly
plant had a long bar with a device at the
end to fit over the hinge to bend it (cold)
to make the door fit. That's why the hinge
pins are not always straight through.

Interior panels were always a problem to
install. Not really the panels themselves,
but the small screws that attach them.
Those are the screws with the pancake heads
and tiny, tiny Philips screwdriver slots,
and machine screw threads. The body and the
doors almost always had the nut threads
coated with some paint. The Philips slots
tended to chew out because the screws were

wiring harness, clutch cable, transmission
controls, wheels and tires, etc.

The powertrain rested on a hydraulic lift
that was mounted on a dolly that could be po-
sitioned under the body and the powertrain
was jacked up into place and secured.

Engineering specifications called for shims
to be used between the transmission and the
transmission mount to control rear wheel toe-
in. Thére was no way to measure toe-in at the
time of shim assembly, Bo the process was to

attern shim; put in a certain amount all day
and see if the completed vehicles were OK. If
not, a different "pattern shim"™ group was used
the next day. Willow Run had been into pro-
duction of Corvairs for a year and shared
their experience with Flint. I believe the
shim pattern may have been set earIy at Flint
and continued for years without change.

When all the underneath stuff was completed,
the vehicle was lifted and dropped through a
hole in the second story floor gnto the mov-
ing truck assembly line on the first floor.
Truck production wag the main event on that
side of the Flint plant (passenger cars on

the other side). The trucks were scheduled for
build from 4 ton to 2 ton, and certain spaces

were left open so that an FC could be dropped
into place.

Work continued on the FC on the first floor
line. Seats were built on that level and in-
stalled. Perhaps the battery was added. En-
gine throttle cable and choke cables (1961)
were attached to the engine. Hub caps and the
front and rear floor mats were thrown in
(rolled up, as I reecall). Electrical and Mech-
anical inspections were performed and the
headlamps were aimed. What a deal! When the
vehicle was lowered to the assembly line, the
rear suspension was hanging down, all tucked
in, When placed on the line it stayed that way;
tail end high, nose down, and you had to ad- '
just headlamps! Obviouslz a correction factor
was used since the vehicle could not be rolled
to settle out the rear until the vehicle
reached the end of the line. Water test was
done outside of the assembly plant main build-
ing.

That was the general processing of the FC ve-
hicle.

BOOMERRANGS AND IDLER ARMS

Corvanatics had a small part in making rebuilt
Boomerrangs avallable. John Dozsa advertized in
the NOV 1986 CORSA COMMUNIQUE and so far has

had very few orders. John is the only one able

.

to rebuild using new, original design parts. You
Corvanatics members were hurting bécause of worn

- out parts. Now is the time to take advantage of
the rebilding service available. John can also
do rebuilds of idler arms, since they use the
same new, original design parts.

Contact:

difficult to drive. That's why so many of
those screw heads are sharp from being all
burred up. The Staff Engineer was not sym-
pathetic to the protlem and resisted a
change from machine Lhreads to the more
tolerant "sheet meit:l" screw thread.

John Dozsa
4800 0ld Washington Road
Sykesville, MD 21784
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