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1.0 INTRODUCTION

With over 35 years of experience as a world leader in design and manufacturing of earthmoving rims and
wheels, Rimex realizes the necessity of proper assessment and evaluation of products in the field. Once
in service, earthmoving wheels and rims must be maintained and inspected for maximum safety and
service life.

One of the best ways to do this is to conduct non-destructive testing and refurbishment of rim/wheel
assemblies. With the implementation of the Australian Standard AS 4457.1, earthmoving wheels and rims
have been given a set guideline for inspection and repair. Rimex has identified this Australian Standard as
a “best practice” and have implemented the guidelines throughout our Branch Network.

This manual is an attempt to addresses the issues of wear, reusability and inspection.

2.0 NOMENCLATURE OF A RIM ASSEMBLY

Range (x2)
F'Y
5 ° mownting taper

i

5 * mounting ager

Cenfreband
p Bead seal band
—#  Lock ring

Guttersact inn

Backsact lan

Ciring groove
Fim base

28 * mounting surace

A basic 5 piece rim/wheel assembly consists of a rim/wheel base, two side rings, a bead band and a
lock ring. In Rimex’s simple terminology, a rim mounts to the truck by the 28° gutter section taper and
independent clamps (E.g. 830E), while a wheel uses a welded in disc (E.g. Cat 789)
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2.1 LOCATION DESCRIPTION OF DEFECT/IDENTIFICATION

When reviewing a rim or wheel, the locality of the area of defect needs to be understood in order
to be able to describe what section is damaged and how to document its specific location on the
rim. To achieve this, the rim needs to be viewed from a certain position.

Start by positioning the rim on its side (center band). Standing in front of the rim, the gutter
section must be in the most forward position, making it the first part to be viewed. Finally, the rim
must be turned and stopped where the valve holes are at its highest circumference. From this
position (picture 2.01), the rim is now viewed as a clock, with the valve holes at twelve o’clock.
Each area of the rim can be described by its section and with a designation between one and
twelve o’clock. This is done to describe both the outside (OD) and the inside (ID) of a rim.

Example: Gutter Face - Mechanical damage @ 6:00

2.11

Rimex uses an ID Tag (picture 2.02) to identify all of our earthmoving wheel/rim bases. This tag is
stamped with a wide variety of information that helps us in guaranteeing the integrity and traceability of
our products. Typically other manufacturers stamp their identification on the gutter section or back section.

212

size part number

serial number month & year of mfg
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3.0 GUTTER SECTION

Below are the six components of a gutter section. Each area needs to be reviewed:

» Gutter Face

* Lock Ring Groove

* O-ring Groove

* Mounting Taper (MT) - ID of Gutter on a Rim
* Valve Locator

+ Gutter Circumference Weld (GCW)

3.1 Gutter Description

341 (RIM) GUTTER
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LOCK RING
SUTTER GROOVE
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3.2 Gutter Face

Under normal conditions, the face of the gutter will have few signs of wear. If damaged does
occur, it will be from mechanical, external impacts or damage from the spacer band (picture 3.21
- see next page). Each incident needs to be assessed individually. Magnetic Particle inspection is
recommended at specific sites where the inspector observes an area of concern. If the structural
integrity or roundness is ever in question, the gutter section should be replaced.
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3.21

3.3 LOCKRING / O-RING GROOVE

The lock ring and o-ring groove should be carefully reviewed 360° around the rim. Any visible
indications, mechanical damage, or excessive wear needs to be assessed. The o-ring groove is
a very critical area as any mechanical damage or excessive corrosion can cause air loss (picture
3.31).

3.31
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The best way to review the condition of the grooves is with a Rimex Gauge (part number 782 000
0025). Arim in excellent condition will show minimal gap between the gauge and the rim. (Picture
3.32) In the picture (3.33), the depth of the area eroded has exceeded 2 mm, resulting in a failure
of the section. Excessive mechanical damage, which cannot be smoothed out by grinding or
sanding of the surface can also result in a failure of the section. In the case where the integrity of
the grooves have been compromised, the gutter section must be replaced. Typically, after years
of service under normal operating conditions, a large diameter gutter section (ie.63”) will fail the
gauge exam before you will see a crack in the groove.

3.33

3.4 MOUNTING TAPER (MT) - RIM ONLY, VALVE LOCATOR

A visual inspection of these areas should indicate no signs of mechanical damage, and or
scarring to the gutter ID surface. Usually, damage occurs to this region of the gutter when the rim
has not been properly secured, allowing the rim to rotate around the hub. This spinning of the rim
can damage the mounting taper (picture 3.42) and/or the valve protector. In extreme cases the
valve hardware can also be damaged leaving broken brass in the valve hole (picture 3.41). A mild
case of this spinning may only result in a damaged valve locator, which can be replaced. When
the mounting taper has been damaged, 95% of the time a new gultter is required.
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3.41 3.42

Spun Gutter- Removed Valve Protector Spun Gutter - Damage to Taper (Mount Taper)

3.43
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3.5 Gutter Circumference Weld (GCW)

The gutter section is secured to the rim (center band) at the gutter circumference weld (GCW).

If a GCW is going to crack, it will more likely occur on a rim then a wheel. This is due to the
mounting taper on a rim; more stress is place on the gutter section. For the visual inspection,
cracking and excessive corrosion should be looked for. If a rim is mounted to a tire without an
anti corrosive agent such as Rimexcel, extreme corrosion and injury to the metal can occur. After
time, if not corrected, this may lead to a crack in the GCW (picture 3.51) or o-ring groove.

3.51

3.6 MPI: Gutter Section

For MPI inspection, the LRG, ORG, mounting taper and the GCW should all be shot peened
(blasted) and sprayed with a white contrast paint. Any additional areas of concern can also be
prepped for examination. Next, a wet particle solution either be applied by either spray can or
squeeze bottle to these areas and magnetized with the yoke 360° around the rim. If properly
prepared, any metal indications or cracking will be observed. Pictures (3.61 thru 3.65) show the
basic presentation seen with the magnetic particle. Some experience is required when evaluating
the lock ring groove area. With age the gutter metal will fatigue and indications will develop

into cracks. Cracks deep in the groove (Picture 3.65) and on the lip of the groove (Picture 3.62)
are equally as dangerous. In picture 3.65, LRG is being pulled away from the rim and is near
catastrophic failure. Gutter indications which start in the grove, like picture 3.61, will proceed
over the lip to complete into an oval shape crack. These ovals will complete break out of the
LRG at the final stage. Once an indication has worked its way over the lip, the gutter section is
considered a failure and needs to be replaced.
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3.61

3.62

PP o T

Gutter: Indication has developed over the lip, section has failed and should be replaced. If minor
indications stay under the crest of the lip (as seen in the previous picture), the gutter is OK for service.

3.63

Gutter: Oval crack pattern complete in the gutter lip = failed section
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3.64

Gutter: Final stage - oval crack pattern breaking apart = failed section

3.65

Gutter: Crack deep within lock ring groove. This is not a minor indication but a long and deep
crack. LRG is separating from the applied force. Catastrophic failure is imminent - failed section.

RIMEX SUPPLY LTD. 9726 - 186th St, Surrey BC V4N 3N7 | P:: 604.888.0025



4.0 CENTER BAND

The center band is the middle section of a rim. It is secured to the rim at the forward end at the GCW

and at the rear position by the back circumference weld (BCW). This is the standard design for a Rimex
rim, while other rim manufacturers will have additional center band material and welds. For inspection
purposes, the OD of the center band is located within the tire. Overall, corrosion of the metal is the most
common condition found when improper maintenance has been done. The result of this condition will be
discussed in the Valve/De-Fuzer section (6.0). Since this is solid piece of metal, we do not MP inspect the
center band section. Only the welds and valve holes are MP inspected. Rarely do we see cracks in the
center band section. 4.01 is an example of a crack in the center of the CB, this is commonly seen from a
valve hole that had been filled.

4.01

®
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5.0 BUTT WELD

The Butt Weld is seen as the horizontal weld which completes/secures the individual section. For Rimex
products, the center band butt weld is the only one which is visible. Issues with this weld are uncommon,
but occasionally a crack will occur so it should be included in the MP Inspection. An example of such a
crack at the junction point between the GCW and Butt Weld of the center band can be seen in picture
5.01 and 5.02.

5.01

5.02
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6.0 VALVE/DEFUZER HOLE

All Rimex valve and DeFuzer holes are threaded to NPT standard ANSI / ASME B1.20.1 - 1983 (R 1992).
The standard NPT hole sizes are a V%" for the valve system and a %" for the De-Fuzer Valve. This critical
area must be properly maintained. To conduct a proper inspection, all valve hardware should be removed.
If the brass is damaged within the hole, it must be removed and the threads checked. If no anti corrosive
agent is used or improperly administered, the integrity of the metal can be compromised. It is sometimes
seen in extreme cold climate where corrosion can eat through at the valve holes. This results in air

loss and can create a center band section failure (6.01). In addition, NPT valve holes should never be
completely threaded through the centre band (picture 6.02, 6.03) as this may lead to cracking and/or valve
sealing issues (picture 6.02 - 6.04).

6.02
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6.03

6.04

7.0 DISC SECTION

The mounting disc is used to bolt the wheel to the hub. Failure to properly mount the disc to the hub is
the most common reason for damage. The result is the irregular shaping of the OD of the stud holes.
Most of the time, only certain sections of the disc will be affected. In more severe cases, threads from
the studs may be embedded into the stud holes (picture 7.01). Replacement of the disc section is usually
required.
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7.01

8.0 BACK SECTION

Below are the four components of a back section. Each area needs to be reviewed:
» Back Circumference Weld

» Back Tire Bead taper

» Back lip (MES & TSR)

» Back face

8.1 Back Circumference Weld (BCW) - picture 8.11, 8.12

The Back section is secured to the rim (Centreband) at the Back Circumference Weld (BCW).
The OD of the BCW is within the tire itself, so it is exposed to the elements within. Corrosion can
be an issue, but is not common. Less wear is present on this weld because there is no bead band
placed over it, except in the IGLR/DGS design. If any situation is to occur with the BCW, most
likely it would be a crack. This occurs more in a wheel than rim, but overall it is rare.

(14
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8.11

8.12

8.2 Back Section Taper (BT) - Picture 8.21

The back tire bead taper is the area in which the tire bead contacts the rim. If the tire slips on
the rim, a 360 wear mark will develop on this section of the back. The tire bead with time will
erode the metal and a cause a change in the contact surface. This will eventually decrease
the performance of the tire and rim. If a 360° groove around the BT has been observed, the
maximum allowance of the change to the surface of the BT is 2 mm. Any measurement taken
beyond the 2 mm, at any point within the erosion area, should result in a failed back section.
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8.21

8.3 Back Lip (BL) Description - MES & TSR

The Back Lip (BL) is the area where the Side Ring (Flange) secures to the rim. A back section
has no bead band to assist in securing the side ring. When inflation occurs, the back lip holds the
side ring, while bracing the tire in place. Rimex manufactures two basic types of back sections,
the Machine Extreme Service (MES) (picture 8.31) and Taper Secure Radial (TSR) (picture
8.331). The MES is similar to a standard OEM back sections, except with more material, while
the TSR revolutionized the industry with its 360° tapered design.

8.31
BACK SECTION - MES
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8.32 MES Back Section - Picture 8.321 thru 8.324

The MES/Standard design has the flange and back lip securing at approximately a ninety
degree angle. This design applies a significant amount of force to the lip and flange. Over
time, the back lip will compress and fold downward. In addition, under inflation or

material within the BL and flange can create extreme galling (metal to metal wear). This
wear will affect the performance of the rim to secure the tire. When visually inspecting the
rim, one needs to assess the amount of wear and compression to the back lip. It is critical
to understand that cracks unseen to visual inspection, may be present. If the compression
or galling within the lip itself is greater than 2 mm, the back section should be replaced
(8.321 + 8.322).

8.321

8.322
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8.323 + 8.324 are examples of a failed back lip section from cracking, only visible by MPI
inspection.

8.323

8.324

®

RIMEX SUPPLY LTD. 9726 - 186th St, Surrey BC V4N 3N7 | P:: 604.888.0025



8.331
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8.33 TSR Back Section

The TSR back section has a fully machined taper thru to the lip. The TSR flange, with

its fully machined taper, matches perfectly with the TSR back and bead band. With this
design and increase material over the MES, the TSR provides a superior rim system.
Overall, the tire is better secured within the rim and the stresses placed on the parts are
evenly spread out. As a result, the wear presented is minimized. After years of service, a
properly maintained TRS back may show no signs of wear.

When visually inspecting a TSR back, the taper wear needs to be examined. If galling or
mechanical damaged to the taper exceeds 2mm, the section is subject to failure. If the
wear to the taper is 360 around, with 1.5 mm or greater depth, the section has failed and
needs to be replaced. In addition, the flange should never touch the lip of a TSR Back.
Therefore, any mechanical wear close to the lip need to be carefully examined. Finally,
after 5 or more years of service (577/63”), the roundness of the back section may be in
question. The inspector should take a cross measurement of the back section ID. If the
measurements show a difference of +/ - .075mm, the back section should be replaced.

8.4 Back Section Face

The face is the outer most area of the back section. The most common damage to this section
comes from mechanical damage. If damage has occurred, the inspector needs to evaluate the
integrity and roundness of the section. If the structural integrity of the back is in question or its
circumference, the section should be replaced.

®
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9.0 PARTS: SIDE RING (SR) / BEAD BAND (BB) / LOCK RING (LR)

Components parts should be visually inspection and contact areas cleaned during each tire change.
Periodically, parts should be set aside for a complete inspection. Parts which pass a complete visual
inspection, should be blasted (Shot peened), and the critical areas MP inspected. After passing inspection,
parts should be painted, and returned to service. We will review the inspection steps for each part below.
Please note that parts can take excessive amount of time and energy to conduct a Magnetic particle
inspection. The ability to conduct a proper visual inspection with a side ring OD gauge and caliper can
reveal failure points early in the process.

9.1 SIDE RING (Flange) (SR)

9.11
SIDE RING: MES
rllr? 2 Ul I (I
' 5, .\.'. :
- 1/ .
A N "- . Pt /
9.12

SIDE RING - TSR
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l I. : - le' : §

o~ )

20)
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Each Rim/Wheel assembly consists of 2 side rings (picture 9.11, 9.12). The purpose of the side
ring is to hold the tire bead in place. Once inflation occurs, the side wall of the tire will force
outward against the side rings, thus sealing and securing the tire. When inspecting a side ring, the
most important areas to evaluate is the level of wear from the metal to metal contact between the
SR and the Bead Band/Back Lip. Once the depth of the material in the inner lip has eroded to a
level of 2 mm, the SR must be removed from service. On the MES design, this inner lip will be the
critical area to inspect; a digital caliper can be used to measure the change in wear.

With the TSR design (picture 9.12), metal to metal wear is spread across the tapers and thus
will not show in the same presentation as the MES. First, the inspector needs to examine for any
mechanical wear or galling present into the taper. Any damage to the taper which exceeds 2 mm
needs to be replaced. In addition to the visual inspection, a cross measurement will need to be
taken of the inner lip from the OD side of the taper. An allowance of only +/- .075 mm is allowed
before the SR must be replaced.

Next is the level of wear to the OD of the SR where contact is made with the tire. The outer
diameter (OD) of the SR contacts the tire and holds its bead while inflated (picture 9.13). With use,
the tire will wear a 360 mark along the OD of the side ring (picture 9.14, 9.15). With time the metal
will erode and loose its ability to secure the tire. The maximum allotment for erosion to the OD of
the side ring is 2 mm.

Furthermore, any mechanical damage to a side ring which places the integrity or roundness in
questions should be replaced.

9.13

9.14
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9.15

MPI SIDE RING (Recommended for 49” to 63”)

If the side ring passed the visual inspection, a MP inspection of the ID should be conducted. This
step will insure no cracks are present. After blasting (shot peened), spray the contrast paint to the
ID side only. Allow to dry, then magnetize the metal while applying the particle solution. Any cracks
present will be observed (picture 9.16). If no cracks are found, side ring should be painted and
returned to service.

9.16

@
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9.2 BEAD SEAT BAND (BB) - Picture 9.21 thru 9.25

9.21 BEAD BAND - MES
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For the basic rim design, the tire bead sits on the OD of the bead band and the back section
taper. Basically, the bead band acts as a removable back section. When inflated the tire will force
the side ring into the lip of the BB and secure it against the lock ring. For visual inspection, the
two areas which are critical for review are: the BB taper, where the tire bead rests and at the
location of the o-ring. Any excessive wear (2 mm), cracks, mechanical damage or corrosion to the
BB would result in a failure. For MPI inspection, the Lip (Taper), Face and ID to o-ring area need
to be contrast sprayed and magnetized. Any cracking found would result in an immediate failure.
A bead band which has passed inspection can be painted and returned to service.

9.23

®
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9.24

9.25

9.3 Lock Ring (LR) - Picture 9.32 thru 9.35
1 LOCK RING HDT

LS R BEPREE (Rl WO

The Lock Ring is the final part added to secure the Rim/Wheel assembly, holding the assembly
together. To secure all the components and minimize the friction between parts of the tire
assembly, the lock ring must be elastic to expand then contract into place within the LRG of the
gutter section. A new lock ring in will have an overlap of 3 to 4 inches (57" & 63”) (picture 9.32)
between its tips before mounting. With time, the lock ring will lose its ability to hold its original
form. When inspecting a lock ring, the distance between the ends of it and the overall condition
of the taper area must be reviewed. When the LR is not installed, the ends of the tips should
overlap (picture 9.32). Once a lock ring loses its ability to bounce back to its origin form, distance
between the tips will widen and the LR will no longer be usable (picture 9.33).

24
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9.34 9.35

®

RIMEX SUPPLY LTD. 9726 - 186th St, Surrey BC V4N 3N7 | P:: 604.888.0025



10.0 REPAIR PROCESS

See flow chart for process

10.01

Example of a two sections failed inspection.

2¢)

RIMEX SUPPLY LTD. 9726 - 186th St, Surrey BC V4N 3N7 | P:: 604.888.0025



HIWOLSND OL AINANLIY LINA0Ud 9

Q3INYNLTH 38 TT1M
SW3ALI G371V 'SLSINTIY YINO0LSNO dI

JLIS"NO dvdIs

NOILDIJSNI DD
AININd /ONINI3d LOHS /030Na0Hd ©v1 dl
a73Mm FONIFIIAWNDHID HO LYY I
TN AN8YL NeNg

ALMIDYS HIVd3Y 'S

ANIVG /A30NA0HA O¥1 Al /1S¥1EIH

ATNO INIVd

(10°01 94n301d) (3ddVHOS ANV HIVd3d HLHOM
1ON JFW33a §t 38vE IHL 'ATT¥NSN ‘NOILD3AS
SNIWHOANODNON INO NYHL HOW WY JH3IHL. Al

‘HI¥d3d J04 JOHS NOILLDNAO™Ed 3HL QL LN3S SI LI
‘037Iv4 SYH 38vd FHL 40 NOILDIS INO AINO 3|

NOLLIOIJSNI 03SSYd

SWIL! ONIWHOINOO-NON

SWILI ONINKOINCGD-NON NV 35vH 40 SCLCH TY.LIOIa 7|
MIYHD A3 HLIM QIXHYN 38 TT1IAM SvIHY DNIWHOINOI-NON TV -

WHOS NOLLOISSNI NO SONIANIH INIJNNDO0d -~
3S8vE 40 NOILO3dSNI LdvLS -
NOILNTOS FIVILIEVd L3 M JuvdIud -

WHO4 NOILOIdSNI AN0 114 'NOILYWHOAN] HLEA
38vE WOYL NOILLYWHO4N] LNSNLLE3d TV 3A3-KLaY -

H
3]
d
3
S92M1d 1nd ‘a
o]
d
v

3ISVE HOWE OL (1-JH38WNN HSYO ¥ NEISSY -

NOILJ3dSNI ITDI1HVYd DILINDVIN ¥

1 LHYHD MO divd3ad X3aWi

{Q343A00 2AHAMNOILDTILSNI 1211HVd DILIFDVN H0d vEuY AILVYNDISIa
OL QaNHNLIY 39 1M LoNAOH ‘ONIAVHES 10 NOILLITdWOD H3ALdY D
"QINNILNODSIA 39 AVW LHvd/Ar3dY SHL 40 DNIAYHCS '3HNIvL 8v310 v §I
NOILDAS THL 1 "a3NIT HO 3TOID 39 TNA SvIHY ONIWHOINOD-NON ANV '8
SYEYIN NOILYOILNIAI 3HNLOVIVNNYIN /OVL aI
Y34V ITOH IATVA
(v3dv 281 I1AQUW-NOILDAS OSIa
{(dI7 ¥owa)-NOILOAS MOvE
(MO MOVE B MD ONYEHILNID ‘073M IONIHIINNTHID HILLND)
-5073M IDNIHIINNDEID Al B QO HLOE
{2A00HD ONIH-O 'SAQQYD SNIEMDOT) ¥ LLND
BMOTIOH SY IuV SYIMVY §383HL
LNIYd LSYHINOD HLIM G3AYHAS 38 TUM LONAOH 3HL 20 SYEHY IWIILIMN0 TV 'V

- ONILNIVd AVHdS 1SVHLNOD '€

{@3Y3A0D ANY AYA) -¥IHY OILYNOISIA NI LONA0Hd JHOLS "2
510N3CHd NO d2gWNN GOr/00 '8 Qud A1idMad NOILRTdWOD H3aLldy 'd
SISNYLISENS HIHLO ANY LNIWd T JA0WIY O 12N30Hd N33d LOHS 'Y

ONIN33Ad LOHS °Z

ONIINF3d LOHS HOd SH30HO HYOM INSSI HO AJILON '3
LONA0Hd 4C SOLOHd TYLIDId IMvYL a

LINJ0Nd NO SHIGWNN /800 ONY Gud 3LI-M D

SHIGWNN G000 /AHY NDISSY B SINIWN20A 1T IAZ03H '8
YIHY ILYNDISIA NI 30Y7d ANV LONJ0Yd OYOTINN 'Y

19Nao¥d 40 TvARIEY I

LJAVHI MOT4 HIVd3d X3WIE Lol

RIMEX SUPPLY LTD. 9726 - 186th St, Surrey BC V4N 3N7 | P:: 604.888.0025



11.0 CONCLUSION

The purpose of this guide is to assist the mine site and or off site inspectors in having a better
understanding of MPI interpretation and wear requirements concerning the evaluation of Rim/Wheel
assemblies. Safety is the top concern and this information should make the processes of evaluating
easier. Our basic guidelines can be noted in the below summary.

Rimex Supply Ltd.

9726 - 186" Street

Surrey, British Columbia R I M E x
CANADA V4N 3N7

Phone: (604) 888-0025 Buiding better wheels
Fax: (604) 888-0020

RIMEX
INSPECTION GUIDELINE SUMMARY

Visual, Magnetic Particle & Circumferential Roundness inspection

(Conforms to AS 4457.1-2006)

Test specification: AS1171-2005 Surface preparation: Grit blasted — class 2.5
Magnetising method: Magnetic flow technique Equipment: A.C. Yoke
Media/viewing condition | Black magnetic ink on a | Material to be tested: See Model No. above
white background.
Test materials: ELY- Parker B-300, MAXIFLUX- Magnalux — | Wet application
White contrast paint Black magnetic particle - Kerosene based
Item demagnetised: Not req. Check roundness of rim: Round within .075mm
SECTION AREA VISL | MPI | G CRITERIA
AREA SHOULD HAVE NONE OF THE FOLLOWING
GUTTER
FACE X CRACKED OR MECH. DAMAGE
LRG X X X | CRACKED, + 1.5mm WEAR, MECH. DAMAGE
ORG X X X | CRACKED, + 1.5mm WEAR, MECH. DAMAGE
MT X X TAPER DAMAGE, CRACKED
GCW X X CRACKED, CORROSION
VP X X CRACKED, BENDED OR REMOVED
CB
SURFACE X CRACKED, EXCESSIVE CORROSION
CBCWI1 X X CRACKED, CORROSION
CBCW2 X X CRACKED, CORROSION
VH/DFH X X BROKEN BRASS, BAD THREADS, CRACKED
DISC ID WELDS X X CRACKED
STUD HOLES X X CRACKED, OVAL STUD HOLES
BACK BCW X X CRACKED, CORROSION
BT X 2mm OF MATERIAL WEAR PRESENT
BL X X CRACKED, COMPRESSION
FACE X CRACKED, MECH. DAMAGE
PARTS SIDE RING X 49-63 | X CRACKED, WEAR 2mm, OOR
BEAD BAND X 49-63 | X CRACKED, WEAR 2mm, OOR
MECHANICAL DAMAGE, CRACKED,
LOCK RING X ENDS DO NOT TOUCH
ROUND M IF IN QUESTION OR 6YRS OLD
GUTTER X X TOLERANCES +/-.075mm
DISC X X TOLERANCES +/-.075mm
BACK X X TOLERANCES +/-.075mm

1. MPI areas include: All welds / Valve hole / Lock ring & O’ring groove / Back lip / Mounting disc weld & disc surface.
All wheels/rims s/blasted to Class 2.5 & viewed with the Gutterband facing the inspector with the Valve hole at the 12 o’clock position.

3. Abbreviations: CB=Centre band / LRG=Lock ring groove / ORG=0’ring groove / VH=Valve hole / BL=Back lip / G = Gauge /
VISL= Visual inspect / CW=Circumferential weld / BW=Butt weld / MD=Mounting Taper / W=Weld / M= Measure
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Rimex Supply Ltd.
9726 - 186" Street

Surrey, British Columbia

CANADA V4N 3N7
Phone: (604) 888-0025
Fax: (604) 888-0020

RIMEX

Building better wheels
| Ref: |

RIMEX INSPECTION REPORT

Visual, Magnetic Particle & Circumferential Roundness inspection

(Conforms to AS 4457.1-2006)

Client Rim / Wheel Size Serial No.
Contact Tire Size Hours
Client PO No. Manufacturer Inspector Tim
RRD No. Manufacture date Date
Model No. Machine Signature Tim Beardall
SECTION AREA LOC DISCONTINUITY ACTION REQUIRED
GUTTER
FACE
LRG
ORG
MT
GCW
VP
CB
SURFACE
CBCW1
CBCW2
VH/DFH
DISC
ID WELDS
STUD HOLES
BACK
BCW
BT
BL
FACE
PARTS
SIDE RING
BEAD BAND
LOCK RING
ROUND
GUTTER
DISC
BACK
Notes:
Final Disposition: Est. Total cost: $0.00
Test specification: AS1171-2005 Surface preparation: Grit blasted — class 2.5
Magnetising method: Magnetic flow technique Equipment: A.C. Yoke
Media/viewing condition Black magnetic ink on a | Material to be tested: See Model No. above
white background.
Test materials: ELY- Parker B-300, MAXIFLUX- Magnalux — Wet application
White contrast paint Black magnetic particle - Kerosene based
Item d gnetised: Not req. Check roundness of rim: Round within .075mm

N —

MPI areas include: All welds / Valve hole / Lock ring & O’ring groove / Back lip / Mounting disc weld & disc surface.
All wheels/rims s/blasted to Class 2.5 & viewed with the Gutterband facing the inspector with the Valve hole at the 12 o’clock position.

3. Abbreviations: CB=Centre band / LRG=Lock ring groove / ORG=0’ring groove / VH=Valve hole / BT= Back Taper/BL=Back lip / G =
Gauge / VISL= Visual inspect / CW=Circumferential weld / BW=Butt weld / MT=Mounting Taper / W=Weld / M= Measure
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