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Have you walked through a body shop and looked at the quality of the MIG 
welds on vehicle repairs lately? This is usually not an easy task because many 
technicians that produce poor MIG welds are good at hiding their errors. Tech-
nicians who are less than great welders usually mask bad welds by immediately 
grinding them completely flat or covering them with seamsealer before anyone 
can do a useful quality control check. As a third party quality control inspector 
I can assure you this is more common than you may think. As a person that 
visits shops to administer welding tests, I can testify that there is a lot of room 
for improvement. 

Welding new panels or structural parts on the vehicle is probably the most 
critical operation during the repair process. If all aspects of the MIG weld prepa-
ration and the MIG welding are not virtually perfect, the vehicle may be unsafe 
when returned to the road. Most technicians have had very little formal welding 
training if they have had any at all. It’s ironic that in most States you a license is 
required to cut someone’s hair but there are no license or training requirements 
when welding a frame rail on a car and sending a family in that vehicle, down 
the road at 75 mph. It’s also ironic that before delivery, most shops stress out 
over dirt or swirl marks in the paint or panel gaps, but nobody is responsible for 
inspecting the quality of the welds during the repair. Ask yourself which of these 
issues is more critical?

The most common MIG welding flaw seen in the shops is the incomplete 
MIG plug weld which just happens to be the most utilized weld in the body 
shop. Many technicians have difficulty getting the entire circumference of the 
plug weld hole filled in. The two main causes for this are; the technicians can’t 
see well while they are welding and/or the weld flange wasn’t clean before 
welding. An incomplete plug weld can be equated to not replacing all the bolts 
on the car during assembly. Shops would never allow that to happen, so why 
are incomplete welds commonly overlooked or even accepted?  Keep in mind 
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Welding Woes
Many technicians still struggle with MIG welding
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Well it’s that time of the year when the kids to 
go back to school, the farmers will start pushing hard 
to get the crops out (what little there is , do to the 
drought) with all that we will be seeing an increase in 
deer hits. Let’s all hope everyone wears their seat belts 
and drives safely.  I hope everyone’s summer went well.             

 Our Association had a meeting on June 15TH and 
talked over many topics. The following topics seem to 
be the associations most concern at this time.  

1. Where do I buy my parts whether it is new 
OEM, aftermarket or used?   

2. Can insurance companies require our shops to 
do business with the vendors they feel is the 
least expensive, whether the vendor(s) are out 
of state or not?

3. If the vendor is out of state, and you have to 
wait on parts, who should pay for the addition-
al time a loaner vehicle is out and how does 
the affect your cycle time? 

Our association’s next meeting is scheduled for 
Wednesday November 14th, 6 PM at the Hillside 
Resort in Madison. I hope you can attend. There are 
many topics that need to be addressed. We need your 
input to decide on the topics our association wants to 
concentrate on. This would be a good time to set up 
committee’s for each topic to research and come up 
with real solutions that affect all of us. I look forward 
to seeing you at the November 14th meeting at the 
Hillside Resort in Madison at 6pm.  
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This article first appeared in the I-CAR Advantage On-
line, which is published and distributed free of charge. I-CAR, 
the Inter-Industry Conference on Auto Collision Repair, is 
a not-for-profit international training organization that re-
searches and develops quality technical education programs 
related to collision repair. To learn more about I-CAR, and to 
subscribe to the free publication, visit http://www.i-car.com.

The challenges for vehicle makers to make vehicles 
safe and strong as well as lightweight have resulted in ma-
terial variations. Many of today’s steel-structured vehicles 
use steel in the range of 0.70 mm thickness for the outer 
panels, and a thicker, and in many cases higher strength, 
steel for the structure. This has resulted in I-CAR revising 
its Steel GMA (MIG) Welding Qualification Test to more 
accurately reflect the thicknesses of steels being used.

The revised 
test was re-
leased on July 
30, 2012. It fea-
tures ten welds 
made on steel 
coupons in 
two thicknesses 
aimed at rep-
resenting steel 
thicknesses on 
today’s vehicles 
(see Figure 1).

Based on 
a survey of some of the top-selling vehicles in North 
America, the two thicknesses selected are 22 gauge and 
16 gauge zinc-coated steel. 22 gauge coated steel var-
ies in thickness between 0.68–0.81 mm. 16 gauge zinc-
coated steel varies in thickness between 1.4–1.6 mm. 
The original test coupons were a single thickness, 18 
gauge steel. The two thicknesses selected not only rep-
resent the steel thicknesses found on current vehicles, 
but we feel the revised test requires a broader range of 
technician welding ability and verifies that the techni-
cian has the skills required to weld advanced structures.

We were especially motivated to include thin weld-
ing coupons in the test, based on several comments 
from test participants that they would like to test on the 
steel that is representative of the thin, exterior panels 
found on many vehicles.

Mild Steel vs. High-Strength Steel 
(HSS)

With the multitude of different steels used in ve-
hicles today, material selection and sourcing presented 
interesting challenges. Which steels do we use? If we 
select specific steel strengths that represent one vehicle 
or OEM, how does this compare to other steels on oth-
er vehicle makes and models? To maintain a focus on 
weld quality and a consistent student experience, both 
of the coupons used in the revised test are mild steel. 
We found little or no difference in welder settings when 
making GMA (MIG) welds on mild steel compared to 
welding on HSS, or even steel graded as UHSS.

There’s another reason we went with mild steel 
only, and that’s because of the experiences we were 
having with destructive testing. A successful plug weld 
twist test on two mild steel coupons will invariably twist 
a nugget out of the base metal, or bottom coupon that 
does not have the punched hole. Any flaw in the plug 
weld, such as a skip or one spot around the hole where 
there’s no fusion, results in a nugget twisting out of the 
top coupon instead.

On a plug weld where the base metal is a grade of 
HSS and the top coupon is mild steel, there’s the oppo-
site result. A successful plug weld twist test pulls a nugget 
from the top, mild steel coupon instead of the bottom 
coupon. It may be difficult to determine, then, whether 
the nugget twisted out of the top coupon because it’s 
weaker steel or because the weld is flawed in some way.

I-CAR Plug Weld Tests
For the I-CAR Steel GMA (MIG) Welding Quali-

fication Test, four of the ten required welds are plug 
welds (Download a list of the ten welds and visual and 

By I-CAR Advantage Online

Revised Steel GMA (MIG) Welding Qualification Test

Figure 1 - In the Steel GMA (MIG)
Welding Qualification Test, two of the

plug welds are made on 
two thicknesses of material.
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destructive criteria for each). These 
include a “thin-to-thin” plug weld 
(22 gauge to 22 gauge) in the verti-
cal position. The plug weld is made 
in a 6 mm hole punched out of the 
top coupon. This represents, for ex-
ample, plug welds on a pinchweld 
flange joining two exterior panels, 
such as along a wheelhouse open-
ing. It could also represent plug welds 
made into a butt joint backing piece, 
such as along a rocker panel.

There’s also a “thick-to-thick” plug weld (16 gauge 
to 16 gauge) in the vertical position. The plug weld is 
made in an 8 mm hole punched out of the top cou-
pon. This represents, for example, plug welds made 
into a butt joint with backing insert when sectioning a 
rail (see Figure 2).

For the destructive test on these two welds, I-CAR 
requires a tearout hole in the bottom, base metal cou-
pon at least 5 mm, but no greater than 10 mm. The 

I-CAR Steel GMA (MIG) Welding 
Qualification Test gauge can be 
used to measure the tearout hole. 
A tearout hole close to the size of 
the plug weld itself signifies a strong 
plug weld, but too large of a tearout 
indicates too much heat.

There’s also a 22 gauge to 16 
gauge, or “thin-to-thick” plug weld 

in both the vertical and overhead po-
sitions. These represent, for example, 
plug welds along a vertical pinchweld 

joining an outer B-pillar to a thicker reinforcement.
With this example, on a vehicle the thicker steel 

may be HSS or stronger, as is common on B-pillar re-
inforcements. Again, in the I-CAR test, we wanted a 
nugget to twist out of the bottom coupon, so both cou-
pons are mild steel.

We found in our research that the more heat ap-
plied when making the plug weld, the larger the tearout 
hole. Since excessive heat is something to avoid when 

Figure 2 - This technician is making
plug welds to hold an insert

on a rail sectioning joint.
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welding grades of HSS, we require a tearout hole from 
the bottom, thicker coupon, but that hole should be a 
maximum 5 mm, rather than a minimum 5 mm like 
the rest of the plug welds.

Other Test Welds
In addition to plug welds, there are open butt 

joints, butt joints with backing, and fillet, or lap welds 
required in 
the qualifica-
tion test. All 
of these welds 
are done on 
the same thick-
ness materials 
(see Figure 3).

There’s a 
vertical open 
butt joint using 
two thin cou-
pons, which 
represents a 
common joint 

required on pillars and rocker panels on Toyota vehi-
cles, for example. There’s an overhead butt joint with 
backing using three thick coupons. This represents, 
for example, a common joint when sectioning a front 
lower rail on a Chrysler vehicle. There are two thin-to-
thin fillet welds required, both a vertical and overhead. 
These represent the joints where an exterior panel is 
lapped over another exterior panel.

The Test Site is Your Site
As has been the case for several years, an I-CAR 

test administrator will administer the test at your repair 
facility using your own welding equipment. This helps 
ensure you’re familiar with the equipment and sur-
roundings. Also, the tips on maintenance and tuning the 
welder will give you intimate knowledge of your weld-
ing equipment. The test administrator provides the test 
coupons and a weld positioner for making the welds in 
the vertical and overhead positions. A check-off form, 
given to the repair facility prior to the test day, ensures 
that the facility has the right equipment and materials 
for the test. As an example, a large vise is required 

for destructive 
testing of the 
welds (see Fig-
ure 4).

Like any 
I-CAR event, 
the Steel 
GMA (MIG) 
Welding Quali-
fication Test is 
administered 
in a supportive 
and friendly 

learning environment. The test administrator leads 
a practice session, as much as is required, and offers 
guidance throughout to help ensure all of the techni-
cians making the welds are successful. It is a guarantee 
that by the end of the session, everyone participating in 
the event will know more about GMA (MIG) welding 
and be a better welder.

Conclusion
The I-CAR Steel GMA (MIG) Welding Qualifi-

cation Test has been revised to better represent the 
steel thicknesses being used by the vehicle makers. Ten 
welds are required to be made on 22 gauge and 16 
gauge coupons, in a combination of vertical and over-
head positions. An I-CAR test administrator holds the 
test at the repair facility using the repair facility’s weld-
ing equipment.

Major collision damage requires a greater level of 
expertise to repair, and welding is one of the most criti-
cal skills necessary in completing that repair safely. Poor 
welds can lead to part failure and reduced protection 
for the occupants in the vehicle. How well a techni-
cian performs welds, even the condition of the welding 
equipment, impacts not only the structural integrity of 
the vehicle, but safety, as well. 

To learn more about the Steel GMA (MIG) Welding 
Qualification Test (WCS03), or to request a welding event 
in your area, visit the I-CAR website.

Figure 3 - Fillet weld lengths are 
25–38 mm. The short length allows the 

weld to be destructively tested easily.

Figure 4 - A large vise is required for 
destructive testing.
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these welds don’t just need to withstand body torque, 
vibration and corrosion; they might have to endure an-
other severe collision. Imagine a frame rail or B pillar 
with several incomplete welds during a severe collision. 

The best way to avoid incomplete MIG welds is to 
ensure that the weld zone is completely clean before 
welding. This means that not only paint, primer, adhe-
sive residue, corrosion and dirt need to be cleaned, it 
also means that any weld-through primer needs to be 
removed from the immediate weld zone surface. Many 
technicians are under 
the impression that be-
cause it’s called “weld-
through primer” that you 
can weld right on top of 
it without removing it. I 
can understand the con-
fusion but none of the 
OEM car makers recom-
mend welding through 
weld-through primer. 
They all recommend removing it from the weld zone 
and consider these coatings weld contaminates. Often 
times, if a weld has been made without cleaning these 
primers from the weld zone, you can see that the weld 
is not completely filled in because a small splash of ma-
terial has been ejected from the edge of weld puddle 
before it solidifies. If you observe the weld arc when 
welding through weld-through primer you will see that 
when the electrode wire strikes the coated steel in the 
plug weld hole, it doesn’t want to jump or arc onto the 

surface. Instead, it forms a small ball of molten steel 
and bounces off or rolls down the steel until it finally 
is attracted to the surface. This causes a poor start to 
the weld and it’s difficult for even the best welder to 
recover and make an acceptable weld. However, if you 
observe the same process with clean bare steel in the 
plug weld hole, you will see the electrode wire strike 
a solid arc across to the steel and the molten electrode 
wire will seem to jump to the surface, making a quality 
weld much more probable. 

The solution to this problem is simple; clean the 
weld zone of everything but bare steel before welding. 

Of course you still spray 
or brush on the zinc 
weld-through primer to 
the weld flanges before 
welding, but once you 
install the new panel 
with plug weld holes, 
you then remove the 
weld-through primer 
from the plug weld hole 
and preferably from the 

outside edge of the punched hole in the top panel. 
There are several ways to do this, some technicians use 
a flat bottom drill bit but this may remove steel from 
the panel, thinning the metal, which you should avoid.  
Other methods include; spot blasting with sand or 
other blasting media, which is very messy, or scratch-
ing the coating out with a tool, or using a wire brush. 
These may work to some extent but the better solution 
is the 3M™ Scotch-Brite™ 1 inch 50 grit Bristle Disc. 
This bristle disc when used on a small angle die grinder 

Welding Woes continued from cover

Poor plug weld Proper plug weld
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cleans down into the bottom of the plug weld hole and 
also cleans around the edge of the hole on the replace-
ment panel.  This disc is an abrasive mineral with a 
plastic coating so it will not thin the steel while at the 
same time, cleans the weld zone to allow the welding 
electrode to jump onto clean bare steel. 

The next time you walk through the shop, take a 
close look at the welds that hold the car together. Con-
sider that in the next collision these welds may be the 
difference in whether the occupants escape with minor 
injuries or are severely injured or worse. Also consider 
a “weld quality control inspection” before the techni-
cian has the opportunity to hide the welds under seam 
sealer or can grind them flat to make them appear bet-
ter than they really are. After all, the welds are the 
foundation on which the entire structure of the vehicle 
depends. Paint flaws and swirl marks are also important 

to ensure your customer will someday decide to return 
to your shop for additional work, but weak, inferior 
welds may mean the customer never gets the chance 
to make that decision. 

Shawn Collins is currently a Senior Technical Service 
Engineer with 3M’s Automotive Aftermarket Division. He 
worked 26 years as an ASE Master, I-CAR Platinum col-
lision technician. He has been an I-Car instructor for 19 
years and received awards as Instructor of the Year in 2009 
and the Tech Center Award in 2011 for his work as a pilot 
class instructor and on new class development. He is also an 
administrator for the I-CAR Steel and Aluminum Welding 
Qualification Test. He has written articles for trade publica-
tions such as Edmunds, Auto Body Repair News, and Auto 
Body Journal. He is a frequent speaker at industry events 
such as NACE, SEMA, AASP, and ARA conventions. 

Article submissions to the Winter 2012 issue of the SDABA Collision Craftsman 
need to be sent to nate@daves-collision.com by December 1, 2012
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PAMs Auto Selected Small Business 
of the Year 2012

Congratulations to Pat and Mike for being selected 
small business of the year 2012 by the St. Cloud Cham-
ber of Commerce!  It took 21 years to build their busi-
ness into one of the largest late model auto recyclers in 
the Midwest,  proving that hard work and persistence 
does pay off.  The St. Cloud Chamber seeks out local 
businesses who have shown consistent growth,  excel-
lent employee retention, and superior customer CSI rat-
ings.  Way to go guys!

PAM’s Auto Facts –
•	 PAM’s Auto is “Pat and Mike’s Auto”
•	 Consists of 56 acres with 80,000 sq. ft. facility
•	 Employees - 60 full time
•	 Over 1,700 cars are processed yearly
•	 Mostly 2002 and newer inventory
•	 50/50 mix of import and domestic
•	 Over 2,100 vehicle hulks in the yard
•	 Largest OE take-off inventory in MN
•	 Parts are off the vehicle, tested, and ready to 

ship
•	 Next day shipping to the Five state area

In memory of Pierre Jean Forrette
March 14, 1936 - June 23, 2012

Pierre Jean Forrette was born to Aloysius and Flor-
ence (White) Forrette on March 14, 1936 in Sioux Falls, 
SD. He passed away on Saturday, June 23, 2012 from 
Leukemia at Avera McKennan Hospital in Sioux Falls, 
SD.

Pierre was the youngest 
of five children. As a young 
child, he shined shoes in 
downtown Sioux Falls dur-
ing World War II. After the 
war, he sold papers at 8th 
& Phillips. As a young teen-
ager, his father worked at 
Billion Motors and Pierre 
hung around the body shop and the mechanical depart-
ment and learned his trade by watching others work. At 
age 15, Henry Billion hired Pierre to work in the used 
car department. At age 19, he worked full time in the 
Billion Body Shop. During high school, he worked on 
friends’ cars, painting and customizing them. He gradu-
ated from Cathedral High School in 1955. Pierre was 
honorably discharged from the US Naval Reserve in 
January of 1962 after eight years of service.

On November 5, 1955, Pierre married Nancy 
Grevlos, and to this union four daughters were born. In 
1956 and 1957, he worked for KELO TV. On January 
1, 1958, Pierre and Pete Page opened Flame Service 
together doing mechanical and body repair. On April 
1, 1964, Pierre founded Pierre’s Body Shop at 1304 S. 
Cliff Ave. in Sioux Falls, SD. In 1970, he was the prima-
ry founder of the South Dakota State Auto Body Asso-
ciation. Pierre liked shooting archery and bow-hunting 
deer. He belonged to the Minnehaha Archery Club and 
shot competitively for many years.

On August 24, 1975, he married Audrey (Quaal) 
Henslin in Huntington Beach, CA. Pierre then became 
a step-father to Chad. In 1985, Pierre sold his business 
and he and Audrey started spending winters in Arizona 
until 2008 when Pierre was diagnosed with leukemia 
and needed to stay in Sioux Falls, close to his medical 
care. During his retirement, he enjoyed restoring Whizz-
er motorbikes. At an auction, he was lucky enough to 

Member News
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find his original Whizzer that he bought in 1949. He 
also restored three airplanes they owned and enjoyed 
flying for many years. He restored and collected sev-
eral antique cars. Pierre and Audrey played golf for 
many years until they had to quit for health reasons.

He is survived by his wife, Audrey; daughters, Julie 
(Dick) Schulte, Jane (Sam) Kuhn, Janet (Joey) Rokusek 
and Jackie (Don) Bietz; and step-son, Chad (Annette) 
Henslin; grandchildren, Ashley and Alex Schulte, Piper 
Kuhn, Josh and Justin Rokusek, Carter Henslin, Taylor 
and Dawson Bietz; sister Joan Middendorff; nephews, 
Chuck Hummel, Gary & Tony Middendorff; niece, 
Joyce McDaniel; sister-in-law, Sandy (Chuck) Tatge, 
and their families. He was preceded in death by his 
parents; brother, Eugene; sisters, Grace Hummel and 
Genevieve Entringer; and four brothers-in-law, Gilbert 
Hummel, Clarence Entringer, Cotty Middendorff and 
Gordy Quaal. The family would like to thank Dr. Vinod 
Parmeswaran and his staff, and also the staff at Avera 
McKennan Hospital.

In lieu of flowers, the family requests memorials 
be given to the South Dakota Auto Body Association, 
The Leukemia and Lymphoma Society, or Brandon 
Lutheran Church.

Funeral services were held Thursday, June 28, 2012 
at Brandon Lutheran Church, 600 E. Holly Blvd, in 
Brandon, SD. Burial at Woodlawn Cemetery in Sioux 
Falls, SD.

In memory of Jason D. Lee
May 31, 1971 - July 15, 2012

Jason D. LeeJason D. 
Lee, 41, died Sunday, July 
15, 2012 due to injuries 
sustained in a motorcycle 
accident.

Jason was born May 
31, 1971 in Brookings, SD 
to Doyle Elston and Con-

Mankato, MN
1302 1st Ave.

(507) 345-3820
1-800-658-7078

Watertown, SD
300 East Kemp Ave.

(605) 882-9404
1-877-658-5066

Sioux Falls, SD
4710 N. Westport Ave.

(605) 336-1606
1-800-658-3571

Mitchell, SD
711 N. Main Ave.
(605) 996-1070
1-800-658-3519

 Brookings, SD
114 W. 6th Street
(605) 692-1448
1-800-658-3527

Our Customers Success is Our Success! 

Quality Products & Service Since 1950
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nie Lee. He attended school in Flandreau, SD and 
graduated from Flandreau High School in 1989. Jason 
attended Southeast Vocational in Sioux Falls receiving 
a degree as an auto body specialist. He worked at Pros-
trollo Motors in Madison, SD for many years. Jason 
also custom painted motorcycles. He was a member of 
the Clark County Riders and Lake ABATE.

Jason is survived by two children, Linnae and Jacob 
Lee; his mother, Connie (Richard) Popejoy, Dimock, 
SD; grandparents, Robert and Darlene Lee, Flandreau; 
one sister, Deaun Perez, Flandreau; two nieces, Paige 
and Cayla Perez; aunts and uncles, Bill and Dawn Lee, 
Colman, Sheila Kruse, Sioux Falls, Dan Elston, Sioux 
Falls, Del and Vada Elston, Harmony, MN, DeMaris 
Hopfenspirger; and two special friends, Myrna Hueb-
ner, Brookings and Jamie Oehler, Sioux Falls. He was 
preceded in death by his father, Doyle Elston.

Funeral services where held Saturday, July 21, 2012 
at Skroch Funeral Chapel, Flandreau, with burial in 
Colman Cemetery.

The Next SDABA Meetings....

Wednesday, Nov. 
14 at 6pm 

Hillside Resort
Madison, SD

Meeting for all 
Members 

and Non-Members 



❖  Collision Craftsman - Newsletter serving the SDABA, published 4 times a year. 
• The newsletter is mailed to all body shops in South Dakota as well as to related businesses in our geographic region.            

The newsletter includes SDABA and industry news, a complete membership listing, updates on legislative and environmental 
issues and lots of other interesting and useful information.  

• SDABA also accepts articles submitted by our members.  This is a great opportunity to communicate your message to fellow 
shops and associated businesses. Inclusion in newsletter subject to approval by SDABA staff. Articles should be e-mailed to 
nate@nate@daves-collision.com

❖  SDABA Website -  www.sdautobody.org
• Listing of SDABA Offi cers and Area Representatives. 
• Archives of the Collision Craftsman newsletters
• Membership information including an online membership application form.
• Links to local and national organizations, associations, and government agencies.
• Links to vehicle and insurance information resources.

❖  SDABA Education and Training Opportunities.
• SDABA provides educational programs, email blasts, social and networking events which allows you to share and learn 

from other shops.  Including I-Car training and Seminars & Webinars arranged by SDABA or affi liates.

❖  SDABA Annual Events.
• Convention
• Golf Tournament
• Fishing Tournament

❖  Having an active presence in Pierre for legislative action - In Numbers There Is Strength
• SDABA membership means fellowship with other body shops and an exchange of ideas. In addition, through member-

ship in one state trade association, shops have strong representation before government agencies, the consumer, and the 
industry at large. All shops are encouraged to join SDABA and make a difference by getting involved. Support your state 
association and reap the many benefi ts of membership.

South Dakota Auto Body Association

Membership Application
Name _________________________________________________________________________________________________

Business Name _________________________________________________________________________________________

Business Address ________________________________________________________________________________________

City, State, Zip __________________________________________________________________________________________

Telephone: _________________________________________Fax:________________________________________________

Toll Free:  ___________________________________________Number of Years in Business  _________________________

E-mail: _____________________________________________

Web: ______________________________________________

How does being a member of the 
South Dakota Auto Body Association 

benefi t you or your business?

ENCLOSED IS MY SDABA MEMBERSHIP CHECK:  

❒ $250.00* Shop Membership 
*Note:  If you own multiple shop locations 
each shop needs to pay $250.00

❒ $100.00* Allied Membership 
*Note:  Allied membership is reserved for 
vendors and insurance companies.

Our membership year runs from 
January 1 – December 31.

Rates are based on annual membership.

Please return this form with your 
membership check to: Pierre’s Body Shop
 Attn:SDABA
 1304 South Cliff Avenue
 Sioux Falls, SD 57105 

All SDABA communications with member will be through e-mail.
It is very important that we have updated e-mail addresses.  

Without renewal you will NOT receive notifi cations.

ALL PAID MEMBERS WILL RECEIVE A NEW SIGN AT CONVENTION
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Quality Parts Guaranteed!
FREE LIFETIME WARRANTIES
Never buy that part again!

Call 800.560.7336
Shop online at 
www.pamsauto.com

PAM’s Auto specializes in low mileage, late model, foreign and domestic auto parts.

We also carry a HUGE Inventory
of OE Factory Over - Run Parts

Largest New OE Pickup Box Inventory in MN

Awards & RecognitionAwards & Recognition

Largest New OE Pickup Box Inventory in MN


