BUILD YOUR OWN CHARGER
The concept. The last time you bought a new car. you probably
couldn’t get the options you wanted on the car vou wanted.

The new Charger changes all that. You can put almost any
piece of equipment on any model.

Shown at left are some of our most popular options.

The chart below gives you the full list. with the availability
for each Charger. _ ‘

From dress-up packs to a wide range of new seats: from air .
conditioning to a choice of axles: it's just a matter of deciding.
then doing things your way.

. OPTIONS ICAR MODELS -

— H

{CHARGER CHARGER CHARGER
XL 776 :

COMFORT. CONVENIENCE :

AT conditioning tinciudes tinted glass) O 2 0 0
i iPower steening tauto only i O . 0 : O
- Centre cushion armrestimot with floor shifl.) Q S
Bucket seats—Non reclinine — vinyl S '
Bucket seats — Redlining — vinyl ! i S S
‘Buchet seuts — Reclining— cloth & vinvl ! (0] ¢
U oVent windows . O ; 0 O
1) 3 ransistor push button radio ‘ (6] : [0 Q
¢ iScarch wne radio with tape plaver ! ! O
©IRetractor seat bels ) O 1 0 O
¢ Laminied windshieid ! O ; QO 0
DECOR/DRESS-UP
i IStyled wheels 6.5” (require 185 i : |
| ISR 147 0r E70 HR X 147 tyres) ; 0 ! 0 ' S !
i iCast ulloy wheels 7 (require E70 i ! o
! IHR x 147 tvresi std. with 340 V8 ; 0 (&) (@) !
i IConvenience Pack 1: —Seoft grip X '
steering wheel. giove box lock. remote [
\ jcontrolled mirror, prismatic mirrer ! (o]
‘ d1:—Soft grip steering wheel, giove box lock, ,
i_lremote mirror ; 0O :
; I1I: — Glove box lock. remote mirror ) O i
[ jSporls P;:ck:ngg includes: — Stripe ; ’ ‘
z gtre:xlmcm. instrument cluster. 3 spoke .
i Isteering wheel. whezl covers : o 0
U TProtection Package includes: — Body ‘
! Iside vinyl filled mouiding — Rear overriders | o | 0 0] !
iL IWheel covers tas sports puckage) . i o | o !
" PERFORMANCE . !
[ {215 cu.in. single barrel Hemi S
[ 245 cu.n, sinele harrel Hemi O S
1265 cu.in, 2 barre! Hemi 0O (0] ! S
i {265 cu.in. Hemi 3 x 2 burrel Weber 6 pack |
{_liwith 4 speed only) o 0 8]
‘ 1318 cu.in. 2 barrel V& iwith auto onlv) : ! [¢] ! QO '
1340 cu. in. 4 barrel VX twith auto only) : ; | @] i
{_|Electronic ignition ! (0] S ! S i
i3 speed column shift — manual ' S |
' 13 speed floor shift — manual ! 0 S i
1 i4 speed floor shifi——manual (with : .
¥ icarpets only) . i o 0 S i
" i3 speed auto— column shift ! 0O ; 0
‘Console auto. tcarpet & buchet seats only). { (o] ! (¢ i Q :
i Disc brakes - O S ; S
o tPower brukes O i [8) S ;
i_iSure grip difierential 3.23:1 (N.A. V-§) ; () 6] ' 0 |
; +Sure grip differential 3.27:1 (H.D. i
|_ISix Pack only) ! 0 0 Q
i 13.23:1 Rear axle (N.A. V& std. with 215, i 0 0 | S
185 SR B.SW_tvres ) 0O i s
'E70 HR B.S.W . tyres tmandatory | ! .
iwith 6 Pack) : 0 0 { 0
095 % 147 WS W otvres . ! O O
F7ax 14 2 4 WS W iyren v, ! [4] Q .
FIsnv 14" x4 B.S W ivres N ) o) ;




(a)

(b)

(c)

RACE FPEPARATION OF TER VALTANT CHAPGTR R/T

VEHICLE IDENTIFICATION

The Charger model most suited for track use is the "Track Pack" version,
icentified on its comcliance plate by the following code VH 7-5-29 484
E38,
INTRODYCTION

‘>

This sheet is intended to be read in conjunction with that entitled
"Pre-race preparation of the Charger "Track Pack"", which details items
requiring routine naintenance, It covers those points to which attention
should be given to get the ultimate performarce from your Charger,

ENGTHE FREPARATION

1. Blueorintine the Eacic Engine

To obtain maximum performance from a given production engine, it is
necessary to first "blueprint" the engine to provide a solig foundaticn
for subsequent modifications., "Blueprinting" is the term used to des-
cribe the process wherein every pari cf the engine is checked for
conformity to its srecified dimensions, If it is a moving part it will
have 2 specified worxing clearance and this must also be checked. This
is necessary because all dimensions and vorking clearances have a plus
or minus tolerance which allews them to function Properly even though
the figure may not be right on the nominal, These tolerances are what
make the almost fully automated production lires pcssible and allow high
volume production.» This system is more than adequate for stock pessenger
car engines, However, an engire that will be used for performance, work
requires more precision, Elueprintirg provides this precision by insur-
ing that all dimensions and working clearances and settings are brought
to the point where they produce the best results, toth frcm a performance
and reliability standpoint. The worth of this procedure has been proven
many times on the dynamometer with fully blueprinted engines producing

significantly more horsepewer than its production line counterpart.

2. Cylinder Plock Preparation

The basic block sheould be checked and reworked in accordance with the
following procedures: .

(i) . Before disassembling the block the piston droo of the pistons
must be checked, Piston drop is the distance from the edge
face of the piston to the top or deck surface of the block,

y This is an important dimension since it has a direct influence
on cempression.ratio, ’

(i1) Check the main bearing housing bores for the specified diamete
of 2.6925/2,6533 and alignrent within ,0008.

(iii) Once the main bearirg bores are known to be in 2ligzrment, the
c¢eck surfaces of the block should be checked to make sure trey
are parallel with tke axis of the cranxshait, The distarce ficm
the centrelire of the crankshaft to the deck surizce ol the
bleck should be exactly the same at.the front end rear., If noi,
the deck surfaces will have to be milled.

The corcression ratio of the engine can be
.- the surface as well as the eylircar head -




3.

(iv)
(v)

(vi)
(vii)
(viii)
(ix)
(x)

{x3)

(xii)

(xiii)

(>vi)

(xv)

(i)

tolerance is allowcd on preduction engincs. The resulting

machined surface of the deck should be on the rouvgh side to
produce a good gasket seal and prevent the gaskcl from mov-
ing. Specified [inish is 80 to 140 microinches which is a

machined surface. :

A bottoming iap should be run down all bolt holes and the
head bolt holes shonld be chamfered slightly to prevent the ;
top thread from pulling up when the head bolts are torqued. ¢

Usc a smali, fine file to remove burrs and breck all sharp ' ’

edges in the main bearing bores and around the cylinder bore
chamfers. i

The tappet‘bores may. be shired with 7 400 paper to remove
any rough spots or burrs.

Check the tappet bore register of each tappet bore with oil
gallery. :

Remove the oil gallery plugs to ensure cleanliness of the oil
passages. :

Inanre that all dowel pins used for aligning purposes are the
propor height (not too high),
e

Cylinder bores should be carcfully measured. ®erance for
ovality and tlaper is .COljhowever, zim for a minimunm.

The borrs should not be honed unless recessary to correct
piston {it or remove scratches or scuff marks,

Honing the eylinder bores is a very critical precess. The

hone should be equipped with a medium stone that will produce

a surface of 25 to 30 microinches. The stones snould be cleared
freqrently to prevent them from scratching the walls. Honing
should preduce a cross hatch pattern, uniform from top to bot-
tom, having an included angle of 45% - 60°. The bores should
never be honed dry; use keroscne as g cutting fluid, For further
information, refer-to the Valiant Service Manual.

Remove the water jacket core plugs and inspect for burnt-in sand
between bores and around the water Jacket. Pay particular atten-

-tion to the water holes on the L.H. deck face for blockages,

Clean out with a drill if necessary.

then all machine operations are complete, the block should be
thoroughly washed out with solvent. Use hottle brushes of
suitable size to clean out all bolt holes, oil passages, etc.
Finish off with another thorough washing, using a good, common
detergent and warm water, Blow or wipe dry to prevent rust.

It should be pointed out that engine parts can't be too clean.
The majority of early engine failures can be traced to dirt or
foreign objects (metlal chips, etc.) that were left in the enprine
when it was reasscmbled.

Install cam bcéring and ensure that oil holes in the bearings
line’ up with oil holes in the block, Note that the front cam ,
bearing oil hole does not line up completely with the block hole.,

Crankshalt

Sound castings of 240 BHN minimum have been seclected for the E38
and shot peenerd for improved faligue resistance especially in the
fillet area of the crank Journals. -

(i1)

Inspect all bearing journals for dimensions and finish. lio
hourglass, barrelling or taper is permissible. Any nicks or

. R
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(i11i)

(iv)

(v)

(vi)

(vii)

(viii)

(ix)

(x)

-of Lhe o0il holces,

Any rework of the crankshaflt should follow carcfully the
procedure as described in the Repco Teclinicol Bulletin of
December 1968, Voll5; No.4., for the refinishing of nodular
iron crankshafts,or the Valiant Service Manual,

Crack alignment may be checked by installing number 1 and 7
bearing shells in the block and number 1 and 7 wain caps,
Torque the caps to specilicaticn and install a dial iodicator
on number 4 main bearing jewrnal, Turn the erank over by
hand, noting Lhe indicator reading. The reading must not vary
more than ,CO4%, :

Install bearings using the Plastigauge method of checking
clearances., Bearing clearance on mains and rods should be
0015 to .002, ' ' ‘

Before assembly make sure crankshaft including oil passages is
clean. ' ’

Check bearing crush height by torquing one side of cap with
bearings installed and measuring gap which should be .GOR -
004, : :
. ]

0il wain bearing bolls before assembly and torque to 65 ft/lb.

When installing the crankshaft, torque all caps to specification
and then spin the crank by hand through several revoluticns. It
chould be fairly free, requiring very little effort. Remove the
caps and check bearings for any burrs, If present, they can ve
removed by gently scraping with a bearing knife, Make sure Trope
seal is properly seated as this can cause the crank to bind,

It is important to tighten the bearing céﬁs in stages to ensure

that the caps remain in alignment and do not cause the bearings
to twist causing binding with the crankshaft.

. : R s ;
Nole that main bearings are tin - aluminium with a full circle
0il groove and rod bearings are the itrimetal type.

4. Crankshaft Assenbly Balancing

(1)

(111)

The separate components of the assembly are individually
balanced to a close tolerance against masters and do not
require further attcntion as any unbalance can be corrected
during the asscmbly balancing. The production tolerance of

the clulch, flywbeel and crankshaft assembly is 1.00 in/oz of
unbalance which should be sufficient for most purnoses., Any
improvement on tils should only be undertaken by an experienced
reputable balancer and balancing should be as close to zero
unbalance ag possible,

If the assembly is checked for balance and found out of tol-
erance, the cause of the unbalance can usually be iraced to
misalignment and eccentricity of the separate compenents,
especially if they have been reassembled. If the crankshaft
assoumbly is disassembled, it should be reascembled with the
crankshaft vertical when installing the flywheel, clutchetc,

to prevent any misaligument due to component weight, Use a
proper alignment mandrel. Tool Part No, to onsure concentricity
of the clutch driven plates,.

¥nsure that clulch plates arc correctly installed as they are
not interchangeable, Also the intermediate nlate must ke
installed such that the open end of the springs are in a clock-
wisc direction, Note these corponents carefully before dis-
angoembly,  Apply loctite o flywheel to crankshafb bolts and
instel) new lock tabs., Hefore torquing bolis, install dowel
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pin. Torque bolts to 55 ft/lb.

(iv) When vibration dawmper is installed to the assembled engine
apply Joctite to the bore as well as the threads of the
crankshaft bolt., The vibration damper is an interfererco
fit on the nose of the crankshaft, '

(v) Hole that the crankshaflt sprocket ‘is hardened steel on the
£33 oplion and not sintered steel as with standard production
engines. '

(iv) Component. balance the vibration damper if it is not possible to
balance with ihe asserbly.. : ¢
5 Comnecting Rods ; ‘
i/ (1) Rods rhould be checked for alignment and bores should he

/ parallcl.

; (i1) Use a small file to deburr rods paying particular attertion

- Lo the mating surfaces and the iab groove, The sides may be.
L polished by hand with 4F 600 paper. Ilo not increase side
clearance past .017 as this increases the oil demand of the
engine, It will also sllow too much oil on the cylinder walls
vhich will overload the rings and allow excess oil in the
combustion chambers, o

(1ii) When installing bearings and rods on crankshaft, first toraoue
them to specification, spin crank, then remove and check bear-
ings for burrs,

(iv) Check for bearing crush which should be .002 to .CO/.

(v) Comnecting rods for ithe K328 are shot peened before machining
for improved fatigue resistance. Check rods for any surface
defects.

6. Brlancing Pecinrocating Components

4

Yieigh the piston and the small and large é;d of the connecting rod.
The weirht of the other reciprocating components such as rings,
piston pins, bearinrgs and retainine circlips should aloo be included.
Velight may be adjusted by machinin- off on the weight ool 2t each eond
of th2 rod and Lhe woishi pad on tie piston under the picton pin,
; Since this ds a six cylindor enpinne all reciprocating nnszes must

balance cach other so scleeci the lightest piston, zmall end and big

end then adjust the weight ol the other to suit. Tt is prraissible

on the connecting rod rcnds to chamfer the edpges of the balunce pad
- especially if the pad is thin. Minimum pad face to bow is ,239 on

the small end and ,.347 on the big end. Production weight tolerance :

. on thcso+pnrts is %2 grams, however, it should be possible to :
achicve - & gram with a highly accurate set of seales. Again, unlnss
accurate equirment is availzble do nct attempt Lo correct the com-
ponent weight as the production tolerances will give trouble free
performance.

7. Tistons and Rines

(1) - Check ring grooves for burrs, then for proper ring side clearance.,
(ii) Check ring end gap against specification, (.010 Lo .020). A gap

of .013" to ,016" is desirable., Do not in any case, excecd a

gap of .020 as this will allow too much blow-by, causing nower
loss and/or allowing too much oil to reach Lhe combustion chamber
vhich can cause deteonation,

(iii) lise a fine stone to de-burr rinpgs and to break cdges on end gaps.




(iv) frodnciion pislong will perfora well wilh LCOL5" to 002"
clearance,

(v) 1 is adviseable to inspeet pistons for cracking by a non
destructive test method such os penctrant dye check, Look
for cracks in the ribs beotween the head and pin bore as well
as the edge of the skirt. Slight cracking is permissible in
the ribs,

(vi) Check piston pin to retainer end float. A small end float of
«010 to .020 is preferred. Under no circumstances exceed ,029,

8. Camshaft

(i) Inspect the camshaft sprocket for cracks and defeets. Check
sprocket tooth hardness (ic 38 min). '

(ii) Tne three bolts securing the sprocket may be installed with
loctite, '

(111) Inspect carefully the length and peening of each individual
link in tihe timing chain, The peening should be at least ,150
Wide . )

(iv) Apply engine oil or a high quality lubricant to the eamshaft .

lobes before rolating the assenbled engine,

[}
(v) Because of the production tolerances mentioned previously it is '
possible for the crankshaft to camshaft relation to vary by seve
eral degrees, Tt in important that this be correct to produce
mayximum performance, Use the following procedure to check the
camshaft,

9. Finding TDC (Top Dead Centre)

(i) Flace dial indicator (minimum 2/4" travel) on ibp of piston., Be
sure the indicator is rigidly mounted.

(13.) AfCix a 360° protractor (degree wheel) on the, erank shalt with a
pointer. TPlzce the pointer as close to now (IDC) as you can by
watching the indicator. ks

(iii) Roltate the engine (in a clockwiso direction when facing the front
of the engine) until the dial indicator reads exactly ,030" before
T.N.G. Stop. Take reading from the degree wheel. Vrite it doun.

‘. Reverse rotaticn (connterclockwisc) of the crank and fotate until
the piston comes up apain and.the dial indicator reads .030"
exactly. Stop. Take reading from the degree wheecl, This reading
should be the same number of degrees away from "O" (TDC) as the
first reading, only on the other side of "O", If it is not, move
the pointer halfl the number of degrees in the direction of the
minimum degrec reading,

NOTE ~ The ,030" selccted above was for explanation purposes
only. Any measurement of 015 or greater is acceptable,

FXAMPLE - With the degree whaal, Gty and dial indicnter dn
position, turn the engine cver (clockwisn) until L025" 5 read on
the indicator, If vou £0 past you muct starbt apain. Do nob back
up, 20 all the way arcund. FEead the degree wheel. Say 2°.
Reverse rotation and rotate until the indicator reads W025" apain,
Read the degree wheu%. Say 3507, VMowe the pointer on thn degreo
wheel 17 Lo read 35% . Repeat., At ,025" ihe dcgrag wheel should
now read 97 and 3517, HNow the pointer is reading 0 -at TDC,

Note: The reason for reversing direction to obtain the second
reading is to take oui any clearance in the con-rod bearings.

Lt

10, Timine the Comshaft
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(5v)

11,
(i)
(i1
(iii)

{iv)

()

{vi)

of il No,1 cylindar,

Place the disl indicator on the solid rim of the hydraclic
tappet with the cam al maswiiem lift,

The following are tlie gpocif

icgtions for the 38 camshafi:

Tntake Valve Opens 18° Brpe
. Closos. ‘.‘740 ABDC

Duration 272°

lixhaust Yalve Opons 62° BEDC
Closes ‘ 30° A TDC
Duration 272°

Rocker Ratio 1.7 L

Lift at valve 42

7

The duration of ihe cam is
valve is open,

JFXAMILE:  Using the ligures
- . g
18° When the sntake valve

120°  The nuber of degrees

Centre)
o , .
74 The number of decrees

2722° TCTAL = Duration

TOTAL NUMBFR of the degrees the

above

starts to open
Letween TDC and BDC (Boticm Dead

alter BDC at which the valves clese,

The centreline or point of muximug lift is always half (%) the

duraiion, 1a the above easec
oret.
of raxivam 1ift, will occur
118" alter TDC on vour degre

v

after the valve starts to

s 136

This means that the centreline of the camisha{t, or point

at a point 136° less 18° equals
¢ wheel, 3 Think about this, It ie

fundamental to understanding vhat we do from nere on,

Turn the engine over (clockuise) until the indicator reads ,025"

before reaching maximom 1904,

dovm the nurber of degrees,

Stop. Read Lhe depree wheel, write
Continue rclating the engine in the

same diraction (c]ockuisc) past maximum 13t uniil ,025" is read

arain on the indicator., Sto
doun, Add ihe 1wo degree wl:
two. The answvor is Lhe poin

P« Read the degree wheel, Vrite ¢
eel reading together and divide by
t vhere the centreline is,

NOTE ~ he 025" was used for illustraticon oaly., Any measurement
Y y

above 015" ig gead cnough,

Valve s Ot
Yaave aad Son [594

L orurinout,  Lesa th

Dhiovale o
WIlCCK 8on

an ,C0Ls5" is recommended,

Check valve sten ¢clearance in fuide (,001" 1o <0034 intake ard

LO0ZY o L GO4N exhaust),

Chicck stems for sculfing,

Lap in valves according to acceptod practice,

Heeulting of v: lve seats is not recomnended unless absolutlnly
esaenticl as a hard durable surface builds up on the seat during
LEe which is removed by recutting, T Uk

fny distoriion in lne RN TR

. " IR ..
Nalel VRS FEE PP

valve teab nay be renoved sy o dopeing,

. . eyt - S e, v IR IR
WALE U ang  Cene rene i
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(viii)

(ix)

parts.  Note: These componunts are swirl polished to remove

cireumferential scralches and must be handled extremely care-
fully. Tn other wores, don't grab a bunch in your hand such

thal they knock against each other or you will damage them.

Check lapped in valves assembled with their springs for leak-
age by pouring pazoline into rort.

A weight matched set of valves are preferable,

12, Combustion Chamber Volume

After grinding scats, it will be necessary to measure the
actual volvme of the combustion chambers against the specified
volume. This can he done by placing the head, chambers un, ¢on
a level surface. Valve should be in place and spark plugs
sheuld be threaded all the way in. Coat the area around the
chamber being measured with light grease to provide a seal

then place a piece of perspex over the chamber. The perspex
should have a hole in it large enough to permit the entry of

Lthe checking fluid and the exit of air, A burette, graduated

in cubic centimeters, with a capacity of at least 250 ¢c, makes
an excellent checking vessel. Plain water, coloured with a .
Lovch of mercurochrome (Lo make it easier to read), or kerosene
may be used as a checking fluid. Fill the chamber with flaid,
making sure all air is out of the chamber and chamber is come
plelely full, then read the volume on the burctte., If the
volume is Loo laree, compression ratie will be less than spec-
ified and the velume will have 1o be reduced, Specificd volume
is £0.48 cc for 10.0:1 compression ratio, The effect of head

-pasket, deck height, piston dome, bore and piston chamfer nust

be taken into account at arriving at these figures. Because of
procduction tolerance§, Lhe compression ratio can vary, A
variation of up to =~ 2c¢ec ean exist between chambers. Take an
everage of the six chambers. If the comoression ratio is low
it is possible to remove up to .020" from the head face and the
remainder from the block deck face. Remember that an inereasc
in compression ratio has only a very small effect on horeenouer
and can lead to problems of detonation with current Aostralian
fuels, A compression ratio of 10.0:1 has proven to be beg .

After any rework of hesd or deck faces it is advisable to
check piston to. head clearance.

lote that a stainless steel gasket becad is used on E3¢ engines.

Torque cylinder head bLolts +o 75 £t 1b,

12, Valve Springs

(111

Surge dampers may be easily removed and installed by grasping
with long nose pliers ang twisting in or out,

Check the valve spring closed and open loads, If a selection
of springs are available celect on the high side of the tolerance
and within 3 1bs, of each other,

Valve closced 108 to 118 1bs. at 1.
Valve open 208 to 228 1bs, at 1.

Hote: Above resdings are i ok the surge dampers romoved.
Insiall valves in plose without springs, but with retainers
installed, Mrasure the distance heluacen spring set in head and

spring scat on bottom side of retainer., This distance should
correspond Lo specificd installed valve spring height.

ey 8/



14. Valve Rockers (

Inspect valve rocker wo vall siud coniel patiern, “his

should exlead in a full circle avound the rocker and a

minimum of ,COC" wide, Discard any yockers and studs

which are scored or scuffed. If contact potlern is poor,

the two pirts may be lapped togeother in pairs. Check the . o
contact of the rocker with the tip of the valve.

15, Valve Train

(1) Inspect push rods for straightness and check weight, A
weight matched set is preferable. Inspect valve retainers
and weigh., A matched set in the engine is preferable..

(ii) Check the leakdown rate of the hydraulic tappet as cutlined
in the service manual and ensure that it is within tolerance.

g ‘ (1i1) Tt is preferable to use a set of 1ifters with a matched leak-
down rate,

16, Viater Pumn

|
No changes are made to the standard water‘pump except to
inspect for leakages and ensure the pump pulley is not cracked,
! . ‘ ,
T 17, 031 Pomp .
(i) Tnspect diive pear location on shaft, The total chamfer at the

end of the shalt must protrude. Do not remove gear from shaflt
as a maximum interference it is csszential. ‘

(ii) Jnspect pump for cleanliness and scoring including pressure
relief valve for free movement in bore.

(1ii) On reasseubly ensure that there are no leakages in system,

18, 04l Pan

%3 \
) . s - > -
(s An anti-gsurge baffle is fitted to 238 ensine tc reduce il
(a3 (&)
surging during violent cernering, acceleration and braling.
Inspect the baffle carefully for any cracking or sharp edges
which could lead to the propagation of cracks around the
securing tabs. Replace or rcpair by welding if requircd.
. : .
{ii) If required,-enlarge the dipstick hole in the baffle‘ts
prevent the baffle from interfering with the insertion of
the dipstick ~
(iii) Install new paskets with oil pan. Nylon patch screws are : :
reuseable many times until they loose their retaining torgue.
(iv) Install a spring swecl dipstick.

16, Intake Manifold

A template is used in production to check the alignment of the
aluminiom manifold to the carburettors as well as the cylinder
head and any misalignment is corrccted by grinding,

Tnspect for alignment and correct by filing out, if required, -
s0 that there is un even transition of the gas flow and there

are no sharp projections into the gas passage, .Check also the
fivment of the gasket: in the gas stream. ¢ 0
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(3 Enzure that the carburettors contain the correct components
for the B38 configuration, i.e. main venturi 40 mm and main
fuel jet 145 mm,

(31) Make sure the venturi retaining bolts are tight and wire
locked. '

(1i1) It is possible to adjust ithe siroke of the accolorabor namp
to & mm. travel which will dmmrovae Lo driveability ang
reduce fuel consumplisn s5li-0 7o

(iv) Check the floal lorel,
(v)y vo not attempt any other olteration other than idle speed and

mixture.

(vi) The carburettors have been set up specially in conjuction with
8.P.A, Tdeardo Veber in Ttaly, to achicve maximum performance
and any other adjustmerts will deslroy this fine tuning.
Refecr to tie 8ix Pack Orerators Manval for details of con-
struction and tuning. : o

21. Dislributor
el .
Checke @ovance curves in specifiation and use the contuct
noints released ror B39 ontion which have a higher spring
tonsion, Iart tlo. 3651642, e

22, Nunninsg Tn

Race sngines bnile by Chrysler are run in under light Jead on
the dynamomete» tor 40 hours before o power check is made,

The e¢ngine is then strippec for inspeciion, reassembled and re-
run before installation in race vehicles.

An eguivalent rur in would be about 2,000 mi]@s with light
asapge, fellowing carefully the recommendationg in the Yaliant
Crerators Manual., For other information, refer to the Valiant
Service Manwal and Service PFulletins. @ - ' '

2%, Cinteh

o —— nn s

Caeck cover pressing thickness in genp drown areas near
mounting holes. After use, waich for cracks at edpe of D!

(+4) Drive chaft rivets should be adequately headed.
(533} Irive staps should nob show signs of buckling,
(<) - Hickz-should be dressed down at the anayp corners of the

hay o "3 »
intermediate plale drive pad slots. Vateh for crackin~ in

.
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300, Transminasion

i

he enly modivicoiion necded feor Uhe transmiszsion is to drill
the gmuare of ithe drain plups to accept wiring in conformance
with CLAMLS. repulations.

Ghock the ratic of first pear by marking the tailshaft with




chalk and counting the number of engine revolutions (using =
the timing marks as reference) for one turn of the tailshaft,
This should be 2.5u,

31A. Propellor Shaft

To comply-with C.A.M.S, regulations, a tai}shaft safety strap
must be fitted. This can be made of 1" x 7/8" steel strip °

drilled i'or and bolted to the centre floor seat belt anchor-

ages. Allow a sag of 1" under the shaft for clearance,

31B. Rear Aixle
=gl _axle

The use of the optional 3,5 axle is recommended for all tracks
other than Bathurst, where the 3.43 is superior. The oil fil1
plug and the bottom bolt on the rear cover must be drilled and

wired together, Use only Caltex TL 3450 lubricant, and change
before every meeting,

/ ‘ Axle - Option Code Part Number
' 3.50:1 . D56 3539376
3.23:1 . D53 365088,

Inspect fillets on inner face of axle shaft flanges. Radius of
outermost fillet should be 0.18" and be smooth,

- Diff case screws can be %loctited to reduce risk of them slack-
ening., Ensure that there are washers under them and under the

bearing cap screws, The bearing cap screws can also be loctited
as added insurance,

Thé crown wheel Screws have LH threads and use 'stud lock! grade
loctite. Check them for torque retention during service, and
also check diff case screw torque,

After considerable use, watch for cracks in the axle shaft both
halfway along and at erds of serrations. (If the sure grip unit
loses its torque capacity, then the side gear serration loads its
section of shaft very severely, )

32A. Front Suspension

No special preparation other than that detailed in the "Pre-Race
Preparation" sheet is necessary,

33B. Rear Suspension

It is generally recommended that the front spring eye is in the
top or "oversteer" position for short circuit work and sprint
— races, tut this is subject to driver preference,

= " 33C. Shock Absorbers

For races demanding "standard type" shoeck absorbers, use original

equipment (tan colour) front shock absorbers, and Armstrong Aoad
holder rear.

Otherwise, Armsﬁrong "7 ¢lick" adjustables are preferred, Starting
point for Setting is W4M fropt mngn rear. Stiffening front increases
steady understeer but gives more initial bite and vice versa. o!

-35A,  TFront Wheel Brakes

The only material recommended ie Hardie-Ferodo HF569, and this
should be on the 0.2" thick back plates and be well slotted to
avoid taper wear, Check cerefully disc runout ang replace any
disc over 0,006" runout. Use only the thick wall "Track Pack"

discs Part No.3540425 , Check alignment of the brake anchop
with the disc and reetifuv ¢ . o 9418 PR £
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entire'p]ane of its abutments.

35B. Féar Vheel Frakes

35C, Master Cylinder

Use only Hardie Ferodo rear liner set HFD 2059A, with
materials_HSQ—E112. These are to be bonded and rivetted
to the standard shoes.

N.B. Both front and rear brakes rneed slow and careful
becdding in to acrieve good results. An initial burnishing
proceedure of 1C0 stops at 0,5G from 60 m,.p.h. is recommended
for disc, drum and lining life,

These cars, with the correct lining materials will have a
heavy brake pedal effort. This is a compromise made necessary
for long life under competition conditions and is a safety
facteor against front wheel locking and consequent tyre flat
spotting,

36A. Wheels and Tyres

The wheels used shculd be crack tested after five tyres have
been worn out on each. e«Useage should be logged.by rarking

the individual wheel when each tyre is used. The expected
life of the cast wheel is ten to twelve tyres, and they chould
be replaced after this amount of use.

Tyres are an individual choice, and clearance checks should be
carried out before use, especially with "baggy" high profile
types.

Some wheel nut toraue less rmay cccur the first time a wheel is
used. This should be rechecked after the first few laps cn a
new wheel,

36E, Fxhaust

CONCLUSICN

For open exhaust races, the following system is recommended:-

Pemove entire standard system from where the first small “ ,
muffler bolts to the ernzine headers. Use two 135° 2w pipe- ) i
bends to carry exhaust past the gearbox cross member, then '
into two 3" pipes carried straight out under the left hand

s11l and cut off parallel with the car's side. A slight kick

up will assist in not raising dust. Support securely on a

bolt through the floor ran, with coil springs above and telow

a2 plate welded across both pipes.

These instructions are derived from many hours testing on the dynamoueler
and the track and should, if carried out competently, result in a perfermance
equal to our own cars, Any further points will be advised as they become

known,

P




CAMCHAFT

Camsnafls for these enginas have teen designed 10 best suil the conditions
untar whicn these vaniclas are oparated. The £ camcheft is designad for
a Lalante of ariveability and perfurmance whioreas tne E48 camshalt produces
manuin werque 3 a hugner engine spoad.

The most significant aspsct of valve timing is the period during which the
exhaust valve . g thentake valvs are bativ open. Tris over'ap is degrees
for the £ and 83 degrees lor the E49 This atizcts the dnveabu:ty of the

E4QCAMSHAFT
CAMSHAFT TIMING DIAGRAM FiG. 3

car and the rev range for maximum torque. When the exhaust valve is
open al the sarne time as the inlet, the piston is close to lop dead centre
and the inccming charge fills the small clearance volume and actually loses
soma of the charge through the exhaust, thus complelely displacing the
residual sgent gas in the cylinder. However, there 1s a critical engine speed
for any overlap under which the reverse eflect occurs. Thal is. the incoming
charge does not have the momentum to displace the gas in the cylinder and,
in fact, instead of the spent gas being pumped through to the exhaust, soma
is aclually puinped back into the inlet port. For this reason engines with
high overiap have a rougher idle.

HYDRAULIC VALVE LIFTER

The adoption of tha hydraulic valve liiter (Figure 4) has led 1o increased
valve life due to the reduction in shock toading. The hydraulic tappet works
¢n the principle that oil from the gallery efiters the cam fobhower tnrough a
small oil bleed port during the valve clos2d curnced. A ins feaced piston
in the cam follower lakas up any civarance in tne valve eun e =il from
the gallery filling the clearance volume areLnd tne siston, In the vory short
lime whea the camshall iifts the foilower, tag ¢il has no charce of bleeding
back through the one way valve and so the force is trarsimitted 1o lift the




€49
Intzke Valve Opens 40°* BTDC
Clcses &8> ABDC
Duration 308°
Exhaust Valve Opens &Q° BBDC
Closes 48° ATDC b
Duration IpORP
Rocker Ratio l.'P .
Lift at Valve .42
Compression Ratio 100:1
Compression Pressure: with enging
warm, spark plugs removed, wida
open throttle 150 - 210 psi
Maximum variation between cylinders 25 psi
Carburetiors 3x2 barrel Weber
Maximum BHP and rpm 280 @ 5C00
Maximum Torque Ib-Il. and rpm 318 @ 3700

Clutch
Type

Transmission — Manual

Prassure Plate with diaphtiragm
spring driving Repco 9%” (238
mm) dual dry plates

Type Four speed Synchromesh and
reverse

Ratios st . . . . . 282
2nd . ., 1. 84
3rd th - . . |- 32
Revérsa . ., | LioO

Tyres 2-56

Typs E70 HR

Pressures Use the same pressures quoted in the Operalor's Manual for use

with 185 St 14 tyres,

Rear Axla Ratio 327,
[ SN —— - et i
SPECIFICATIONS

Engine Option E,

Displacement ~— cubic inches (cc) 265 (4340 cc)
Bore and Stroke — inches 3.94 x 3.68
Taxable Horsepower (Aust.) 36.7 )
Recommended Fuel Premium .
Spark Plug Size N-9-Y Champion
Gap .035

Firing Order 1-5-3-6-2-4
Distributor

Centrifugal Advance

Vacuum Advance (inches of mercury)

Dwell (Fixed by contral urit)

Basic Timing
Timing Mark

Coil Test

Ballast Resistor -
Tappels

Air Cleaner

Choke
Exhaust System

-~

NN taw g e aeme s

0° @ 320-480 rpm

§* @ 630-590 rpm

10* @ 1700-2540 fpm

0* @ .2”-2.1~ : '

5* @ 2.27-4.2" :
10° @ 4.67-6.8"

11.8%-14* @ 8~

36° - 40°
5° BTDC
Timing Chain Cover

17/32 spark when primary
current is adjusted to 1.7 amp

5 10..6 ohms @ nil amp(to coil)
4.5 10585 ohmg o) Nil amp (s 8.CU

Hydraulic (Seil-adjusting)
Replaceable papor element

Manuat
Extraclors with
Dual Exhaust System

————e— e -

)




CHRYSLER AUSTRALIA LUITED . l .
ENGINEERING DIVISION T

‘ EERTORMANCE. STANDARD STANDARD NO. DG
Vi SPECGIFICATION : DISTRIBUTOR. GOVVERNOR. ADVANCE <9
- T T T T e T S TR T T T T T T T T
o ! ’ .‘-J ’L'""_' 111" "JP._‘J‘ ‘“I" =1 A T T R S St et Tt "“""“"’_:V“; 'm":’"'h;"“—' -L’—:" :-:
“,[R'ERFCN?%‘J{; EL O T e R A e e A A
"T"T"LT ‘ - \ - - - - - ARNENS
CiY [ HONSTRIZUTOR | NI QSRS L E e T LT
ot B g ?-li'li-i’I?k:S‘L, aach T Lo | [isade rraddid | 14dHdd ma b |
|R= REER A A R T AT TR R AT
RN AR T e e e e e AT
ST NERRN SHHEAEE AT 0 A 41
N =14~ - - - 111 T - 11
) N I T AT L i :.}“_-_.—;;'— bopobelo )
? e =R S A Tt A e IRNNEREN ;LF‘TTF';:: Rus
¥ - - g -fd— - - -t [ T - ;—‘-4'*-.---—7 - —f—t—p - N
L:J) o | | _ e O N N SO O O - _4[,‘.1““/ S e EESE B S Y B 7 o B A A 2
- - INNE A AL R D VT =T T 1T T T NRNNS -
Lﬁ-é y UL TR ‘;é-f:"ftwa F: 1 ,Jj T SRR
LDJ © = 1 Ly -} :-“'17:4,4;-""""')'\»»4» - Attt e T - A4
o S (ARERNRR RN =N N R A e
\ S A FH =T LA R R
L | 2071 A4 -F L L - N et f R e
U® - . o . -.,,,.‘-4'?., l’ _._.._4 - -3~ 4 -} ] e nde -
:_) - } // e --‘A’:A . »[> — - — - i ¥ - R I o - -
41 S - 4 |- 0 N N 0 0 O Y O
@) | SV { T At - - -4 -
< ’ SN % SN N N B O 3. - —} - T IO A L - . - - ]
. NN ’ /_-' L TR T AT R SRR T
“< o »‘;-’ (- i 7
g LY if 1A '_f_:'_‘.l'_ T ;;“T“i AT T e
3 l - - T e T B O O O O O O o
0y 400 60D  B0OD- 1000 1200 1400 1600 1BUO 700D 1200 2400 600 2800 3000
coxTROL  DISTRIBUTOR = RPM, |
' 1. - A Vendor shall not commence supply of material to this Specification until sample'
are approved by the Chrysler Australia Limited Enginecering Division. ‘
2. The Vendor shall not change the compounding or formulation of the material with-
out due notification being given to the Chrysler Engineering Materials Department
3. - The material shall be purchased ounly from sources that appear on the Chrysler
Approved Source List. This information can be obtained from Chrysler Australiz
Limited Purchasing Department. &
THIS SPECIFICATION IS CONFIDENTIAL AND SHALL NOT BE REPRODUCED
WITHOUT THE AUTHORITY OF THE CHRYSLIER AUSTRALIA LIMITED
ENGINEERING DIVISION
vuolris of teas starriaea snould dete oL LS current validity pricr to uge
* Denotes area of change from previous issuc. T
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CONTROL

1. - A Vendor shall not commence supply of material to this Specification until s
are approved by the Chrysler Australig Limjited Engineering Division.

4 S e 7 & 1O

VACUUM = [N, HG.
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2. - The Vendor shall not change the compounding or formulation of the material wit
.out due notification being given to the Chrysler Engineering Materials Departme
3. - The material shall be purchased only from sources that appear on the Chrysler

. Approved Source List.
Limited Purchasing Department.

This information can be obtained from Chrysler Austral

THIS SPECIFICATION IS CONFIDENTIAL AND SHALL NOT BE REPRODUCED

WITHOUT THE AUTHORITY OF THE CHRYSLER AUSTRALIA LIMITED
ENGINEERING DIVISION
of wnis stardard snould determine its current valiaiiy pricr to use
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* Denotes area of change from previous issue.
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