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Part 8
Bodywork and fittings

8.01 Side Screens

Berkeley T60s used at least 4 different types of side screens depending on the date of construction:

The soft top T60 had the following side screens fitted 

· Steel framed side screens which were material covered with clear vinyl vision panels with round peg fittings which fitted into chromed bolts fitted into the top of the door with off centre holes drilled all the way through the bolts.
· Steel framed side screens which were material covered with clear vinyl vision panels with wide flat blade fittings which used chrome clamps on the inside of the doors and chromed metal letterbox style escutcheons on top of the door 
· Steel framed side screens which were material covered with clear vinyl vision panels with thinner more square section blades. These blades then slotted into simple ‘top hat’ style sheet metal guides fitted to the inside of the door.
The hard top T60 had the following side screen fitted 

· Steel U section channel wrapped in vinyl leather cloth with a front sliding Perspex screen with a fixed rear clear vinyl screen all set in window felt channel.

Note that the Sports Se328 and Sports Se492, B95 and T60 side screens are not interchangeable.
The often used aluminium side screens are usually modified Austin Healy Sprite side screens.

Good condition original Berkeley side screens are quite rare because they rust but replacements can be made.
8.02 Seats

Berkeley used two main types of seats for their cars, which were either bucket or bench seats.

Bench seats differ between Sports SE328s including the 1st 120 or so slant door bodied SE492s and the later Se492s and B95s B105s. The SE328 seats are far easier to restore.

Bench seats were constructed from a combination of steel and wood with elastic webbing, padding and vinyl coverings.

Bucket seats were fitted to later T60’s and another type of bucket seat, complete with folding backs, were fitted to the Foursome.

Bucket seats were made from steel with elastic webbing, padding and vinyl coverings.

8.03 Headlight Covers

Headlight covers are difficult to fit and will require the use of either the 'Glazetite ' or 'Claytonrite' windscreen rubber installation tools. These tools will help you in insert the rubber filler strip and you will need plenty of detergent for lubrication.  If you have not got these tools a wide and blunt screwdriver, to open up the surround rubber groove, can be used but this tends to damage the rubber.


Getting the rubber surround on the body is sometimes quite difficult and I have seen a chamfer put on the underside lip of the fibreglass body to help. This also assumes that you have the correct size Claytonrite surround rubber, It should have rebates dimensioned to suit the Perspex and the body thickness, Most surrounds you see are to suit thinner metal bodied cars.

Despite all of this the task is a hard one in any circumstances and trimming the Perspex to get them to fit the hole is time consuming.

Please note that the T60 and later 4 wheelers headlight covers are slightly different shape to the early 4 wheeler SE328 ones which can cause grief!!!

8.04 Windscreens

Glass

Windscreen cracks, in the experience in the BEC, all side cracked windscreen are the result of people over tightening the stay to frame screws or using too long a screw which penetrates beyond the frame and rubber to tighten against the glass with the result that a crack then appears. 

The same happens with the Lift a Dot top frame rim mounted studs, if you are not careful, so check the thread lengths and adjust prior to fitting.
For information, Steve Baylis, 01708 474976, had a Berkeley T60 hardtop windscreen made in August 2005 by Pilkinton glass in Sherness for £106 !!!!

Stays

There are at least 4 different types of windscreen stays for Berkeley’s.

The main ones are:

· Sports SA322, Sports SE328 And early Se492s These are chromed cast brass and have a base plate with a curve so that it fits on the edge of the dashboard it mounts with 3 machine screws.
· The majority of the SportsSE492s the B95s and B105s had chromed cast brass stays with a round plinth type base which had a single central stud fix. These are relatively rare.
· The T60s had a similar stay to the early 4 wheelers but had a rectangular base plate with a 2 machine screw mounting.
8.05 Engine Mounts 


Berkeley used 35 shure rated rubber mix in the engine mounts indicated by a blue paint dab. The mounts we can obtain nowadays (2006) are limited in the range of mixes so we have to buy what we can get. Front mounts are currently in 35 mix rear mounts in 60 shure white paint mix.
8.06 Rubber Bushes 

The steel and rubber bushes used on Berkeley’s were of Dunlop Metalastik manufacture for the engine mounts, late type. Of Harris manufacture middle SE 328 type and unknown on the early type SE328 and SA322s.

The suspension / shock absorber bushes were fitted by Armstrong or Girling but were actually manufactured by Metalastik but have been unavailable for many years . Since the early 19990’s Hagons are now the primary source of new suspension units and provide polypropylene bushes, which seem to be the best option for Berkeley applications.

The Berkeley suspension bushes , located in the top and bottom wishbones, come in two sizes.  The Berkeley also use bonded rubber bushes in the steering track rods and inside the A steering idler bracket, which were of Silentbloc manufacture and were standard industrial range in Imperial sizes. The Berkeley Enthusiasts Club now (2006) has these specially made as well as T60 rear suspension bushes and rear early engine tray / cradle bushes.

8.07 Repairing glass/fibre bodies 


The purpose of this pamphlet is to enable Distributors and Agents to repair Polyester Resin reinforced with Glass Fibre Motor Car Bodies as manufactured by this Company.


Polyester Resin, reinforced with Glass Fibre unfortunately comes under the heading of "plastic", we say unfortunately because the word Plastic is generally allied with materials popular since the war and used for such a diversity of products as spectacle frames, toys, fabric, lampshades:  all of which conjure up difficulties in repairing.


So that although we use the word plastic to describe Polyester Resin/Glass Fibre Car Bodies, it must not be confused with the articles aforementioned, as it is very easily repairable:  Moreover repairs can be handled by fairly inexperienced labour.


There are, however, one or two points which can must be strictly adhered to, and these are:-


(1)  A barrier cream should be applied to the hands and forearms before handling  any of the chemicals or materials.


(2)  Never on any account must the Catalyst be mixed with the accelerator, unless the accelerator is first thoroughly mixed with resin.


(3)  It is extremely important when mixing the various chemicals that the correct quantity is used, and that the room temperature is not below 58 F. Otherwise curing will not take place.


Damage to bodies will normally come under four main headings, Stages 1, 2, 3, and 4.

Stage 1.  Will include abrasions or scores which do not penetrate the body.

Stage 2.  Will include complete breakdown of the Polyester Resin and holes not more than 3" - 4" diameter.

Stage 3.  Will include complete disintegration of parts of the body  especially when compound curves are concerned, such as the area surrounding air intake, front or rear wings.

Stage 4.  Will include all other damage especially that which necessitates renewal of complete mouldings such as front body section, or rear body section.

Stage 1  Repairs


Assuming a car has a badly scored side, such as a deep cut which does not penetrate through the body.  The method of repair will be first to clean the abrasion or cut and then fill with ordinary hard stopper and when hard, it can be rubbed down with "wet and dry" abrasion paper and finally spray painted, using a synthetic paint.

Stage 2  Repairs


If complete breakdown of the resin/glass has occurred and providing the area is not more than 3" - 4" diameter, the method of repair is as follows:-


First trim the damaged part until a hole is made and then make sure that the edges are clean and free from "whiskers" of glass fibre.


Thoroughly clean body immediately surrounding hole with the cleaning agent.


A piece of aluminium sheet is then cut to a size which extends over the hole by about 2" or 3" all round.  It is then shaped so that it is a reasonable fit over the hole.


Smear the inside of the aluminium with a coating of wax.  When dry, lightly polish with a piece of soft cloth and then fix the aluminium over the hole by using self tapping screws.


Cut a piece of glass fibre matting (chopped strand mat) to fit over the hole about 2" all round.

Method of Mixing Polyester Resin


paper cups are ideal for holding the mixture, or plastic jars.

Preparing the Resin


Quantities - 
100 parts by weight of Resin




1-4 parts by weight of Catalyst, depending on rate of cure required.


Pour required amount of resin into the vessel, add accelerator and thoroughly mix before adding Catalyst.


When this mixture has been prepared, add the Catalyst and thoroughly mix, care must be taken at this stage in mixing that no air bubbles are in the solution.


The fact of mixing the catalyst last of all however hastens the chemical action or complete polymerisation of the mixture in about 30 minutes at 77 F.


The piece of chopped strand mat is now  saturated with the resin mix and then placed over the damaged part, then by use of an ordinary paint brush, and using a dabbing motion, the resin is forced into the mat still further until it is bonded into the edges of the hole and surrounding part.


Care must be taken to ensure that no air pockets are left between the aluminium face piece and the mat.


After thoroughly impregnating the first layer of mat, another layer can be added once again, using the brush in a dabbing motion.


The repair should now be allowed to harden. The time taken to do this will depend on the surrounding temperature. It should be left for 24 hours in a temperature of not less than  58 F.  Where this is not possible, the process may be speeded up by gentle heating locally, but on no account by naked light.  The best method is to use a 200w. bulb and place it no nearer to the repair than 18".


The reason for not using naked flame or fire anywhere near the resin mix, is that the resin has one of its constituents a chemical called "STYRENE" which serves resin much the same as cellulose thinners serve paint. In other words, it is a solvent, its flash point is as low as 68 F.


Use Acetone for cleaning the brushes. 


When the repair has hardened, remove the aluminium or covering, stop up the holes left by the screws and any other imperfections, rub down with "wet and dry" abrasive paper and paint in the normal manner.

Stage 3  Repairs


Where a complete section of the bodywork has been damaged, repairs can be affected by inserting a new piece of moulding.  For example:  If a section has been broken away adjacent to the badge in front of the vehicle.


A fresh section made from the master mould could be inserted and glass fibre and resin applied to the inside to cover butt joints, finally finishing by stopping up at the joints and repainting.

Stage 4  Repairs


All repairs which necessitate renewal of either front moulding, rear moulding,doors tonneau cover, bonnet tops etc.


The procedure will be to strip the damaged portion be it in front or rear, and then apply to us for parts required, and rebuilding upon receipt of parts.

























