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Two methods of producing light gauvge panels were investigeted.

1. Chemically reducing the thickness of production peanels by dipping them
in an etchant olutlon until the desired thickness wns obtained. For
this p”OC@a& the facilities of Chemical Contouring Cornoration of

Gerdena, Californisz were used,

2, Stamping the panels from half gauge materisl on produstion dies by
inserting two sheets in the die for simulisneous stamping., Door
panels, warter panels, and inner and outer deck 1lid peqel have bean

produced by this method,
Panels of both types were used on this car,

To conserve tire
obtainsd from the

in the build-up of this a
production line with the Tollowd

2421516-9 | TImmer Roof Side Rail

2422058 Roof Panel
2122067 Deck Opening Upper Panel
2L825L56 Deck Opening Lower Panel

2201526-7
220L184L=5
21849323

Fender Side Shislds

Ruarter Pancls

0093JL-J

2099339 Radiator Yoke Assembly
099598-9

2122060 Shelf Panel

The wheelhouses were attached to the floor pan wit

to facilitate reroval.

The body, as
through L,

received, and the areas of rework
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rodific AtiOﬁ for comparison.

Table II lists the non-procduction addlL”OﬂS to
weights. These ad it ons include such items as im
forcements and cover plates, The production parts

and their weights are shown in Teble III,

Table VI lists the parts which were installed on t
welghing but which are not iﬂClLCL in the producti
total weight of these items 1s subiracted from the

e
for comparison with nroduction bhodyv=in=white,
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final weight in Table VI



