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1. Call to Order – 8:00 a.m. 
  The Chair called to meeting to order at 8 a.m.  
 
 2. Announcements 
  The announcements were presented to the committee by the Chair. 
 

3. Adoption of the Agenda 
  A motion was made to approve the Agenda as presented. The motion was unanimously approved. 
 

4. Approval of Minutes of July 17, 2013 
  A motion was made to approve the minutes of the July 17, 2013 minutes. The motion was unanimously 

approved. 
 
 5. Review of the Roster (Attachment 1) 
  Mr. Benjamin Schaefer is eligible for reappointment to the subgroups on Repairs and Alterations 
  General and Specific. A motion was made and was unanimously approved to reappoint Mr. 

Schaefer to the subgroups on Repair and Alterations, General and Specific. 
 
 6. Interpretations (Attachments 2 - 6)  
  IN13-0301 - Part 3, 3.2.2 c)SC on Repair and Alteration, - Question 1: Does Part 3, 3.2.2 c)  
  prevent an "R" Certificate Holder with the capabilities within his shop from rolling and welding a 
  shell or other such items as headers, nozzles,(flange to pipe) for replacement in a vessel or boiler  
  has is repairing or altering? Answer 1: No (Attachment 2, pp.14 - 16) 
 
  Question 2: If the answer is No to the above question, if the same Certificate Holder could not  
  fabricate the replacement items within his capabilities and received these parts from an outside  
  source then these items would have to be fabricated by an organization holding the appropriate  
  Code Certificate of Authorization. Answer 2: Yes.  

 
 January 2014 
 The action taken by the subcommittee was to recommend waiting on an answer to this 
 interpretation as item NB 14-0701 will address this concern.   
 

  IN14-0101 – Part 3, 5.7.5, SC on Repairs and Alterations - Question: Is it acceptable ti “NA” on 
  Name plates shown in Figures 5.7.5b) and 5.7.5 c)for the fields “AT____,____˚F” for alterations or 
  re-ratings performed on a Power Boiler constructed in accordance with ASME Section I?  
  Reply: Yes (Attachment 3, pp. 17-20) 
 
  January 2014 
  The action taken by the subcommittee was to recommend waiting on an answer to this   
  interpretation as item NB-14 1301 will address this concern. 
 

 IN14-0201 – Part 3, 1.8.5 q), SC on Repairs and Alterations - Question: If audit personnel are 
 qualified in accordance with the requirements of ANS/ASME N45.2.23, Qualification of Quality 
 Assurance Program Audit Personnel for Nuclear Power Plants may they perform the audits 
 specified in 1.8.5 q)? Reply: Yes.  NQA-1 is based upon ANSI/ASME N45.2-1977and the seven 
 daughter standards of N45.2 including ANSI N45.2.23, Qualification of Quality Assurance 
 Program Audit Personnel for Nuclear Power Plants.  The qualification requirements are equivalent. 
 (Attachment 4, pp. 21-24) 

 
  January 2014 
  The answer to this interpretation is No as the NBIC requires personnel to be qualified to NQA1. 
  There was a motion to approve this answer.  The motion was unanimously approved. 
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  IN14-0301 – Part 3, 3.3.2 d) 1), SC on Repairs and Alterations - Question: Is a standard threaded 
  fitting(such as depicted in ASME Section VIII Figure UW-16.2 sketch L) which is welded through 
  a vessel shell considered to be a nozzle as stated in Section 3.3.2 d) 1)? Reply: No (Attachment 5, 
  pp. 25-29) 
 
  January 2014 
  A task group of Marty Toth and Brian Morelock was assigned to the interpretation. 
 
  IN14-0401 - Part 3, 1.2 - Question 1: The NBIC Part 3 paragraph 1.2 states that a repair shall be  
  carried  out “insofar as possible to the section and edition of the ASME code most applicable to the 
  work planned.”  If a vessel is constructed using SA-517-E (P-11B) material to ASME Section VIII 
  Div. 1, where production and weld procedure impact tests were required during construction, would 
  a repair to a crack in the shell require production and weld procedure impact testing under the  
  NBIC? Proposed Reply 1: Yes. (Attachment 6, pp. 30-31) 
 
  Question 2: If the answer to Question 1 is yes and there was no SA-517-E material from the  
  original lot available, would the repair require the addition of new base material (e.g. a flush patch 
  around  the area of the crack) so that production impact tests could be performed with the original 
  base metal to the new base metal? Proposed Reply 1:Yes. 
 
  Question 3: If the vessel described in Question 1 was to be altered by adding an SA-675 (P-1)  
  pump flange to the shell, would production and weld procedure impact tests be required using the 
  same lot P-1 and P-11B base materials as used in the alteration? Proposed Reply 1: Yes. 
  

January 2014 
Bob Wielgoszinski presented a document request for interpretation associated with welded repairs 

 to UHT vessels. A task group of Walt Sperko, Bob Wielgoszinski (PM), and George Galanes will 
 work on this inquiry.   

 
  IN14-0501 - Part 3, Section  3.3.4.3 d)  Inquiry: Does the NBIC Part 3 in Section  3.3.4.3 d)   
  require  tubes below “t min” to be repaired?  Reply: No. The NBIC Part 3 does not provide rules for 
  determining when a repair must be performed. (Attachment 7, pp. 32-33) 
 
  January 2014 
  The Interpretation response was handled in the Subgroup R/A Specific.  There was a motion to  
  have the submitter see interpretation 98-5 for a response.   The motion was unanimously approved.  
 
 7. Action Items (Attachments 8-10) 
  

NB10-0110 - Part 3 S6.19.1 TG DOT- Combine and clarify requirements within S6.15 for TR  
  Forms, S6.18 Preparation of TR-Forms and S6.19 for Reports of Repairs, Alterations and  
  Modifications. (No attachment) 
   
  January 2014 
  Mr. Webb stated that a letter ballet that was sent out and was approved and this item should not  
  have appeared on the agenda. 
  
  NB11-1001 - Part 3, 3.3.4.9 SG R/A Specific- Tube plugging for fire tube boilers.  
  (No attachment) 
 
  January 2014 

 Mr. Bramucci presented a progress report. Further action will be required and presented to the 
 committee in July, 2014. 

 

bvallance
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    NB11-1201 - Part 3, 1.8, SG R/A General - Revise Part 3, 1.8 “NR” Accreditation requirements to 
    include repairs to ASME Section III stamped components. (No attachment) 
 
  January 2014 
  Mr. Edwards gave a report.  He stated that the task group has put together a proposal to send out as 
  a letter ballot to the subgroup and subcommittee. There seems to be acceptance of this proposal by 
  the NRC. 
 
   NB12-0403 - Part 3 R/A Specific CSEF Weld Repair Options (No attachment) 
  
  January 2014 
  Mr. Galanes indicated the wording in the title “using temper bead welding should be removed.  
  There was a motion to approve a letter ballot to be sent out to the Subgroup and Subcommittee for a 

 proposed new alternative welding method for welding of p-41 material.  The motion was 
 unanimously approved.  

 
 NB12-0801 Part 3, SG R/A Specific Repair and Alteration of Gasketed PHE’s in the field.(No 
 attachment) 

 
  January 2014 
  Mr. Ortman gave a progress report. He is monitoring the possible ASME code revisions that could 

 affect the gasketed PHE’s information placed into the NBIC. Once the information is confirmed  he 
 will have a letter ballot sent. This is hoped to be prior to the July 2014 meeting. 

 
 NB13-0502 Part 3, 2.5.3 e), SG R/A Specific Clarify the wording in this section to state, “After the 
 finished weld has reached ambient temperature and when required by the specific welding method, 
 the surface temper bead reinforcement layer has been removed substantially flush with the surface 
 of the base metal, the weld shall be examined again by either of the above methods to determine 
 that no  defects exist using acceptance standards acceptable to the Inspector or original code of 
 construction. (Attachment 8, pp. 32-41) 

  
  January 2014 
  Mr. Pillow reported with proposed wording. A motion was made and unanimously approved to 

 forward this wording onto the main committee. 
 
  NB13-0503 Part 3, 5.7.2 c) and 5.7.3 SG R/A General Add wording in these sections to address 

 attaching nameplates. (Attachment 9, pp. 42 - 55) 
  
  January 2014 
  Mr. Miletti reported with proposed wording. A motion was made and unanimously approved to 

 forward this onto the main committee. 
 
  NB13-1401 Part 3, S.9.2, SG LB Add wording in this section regarding boiler tube welding. 

 (No attachment) 
 
  January 2014 
  Mr. Reetz gave a progress report. 
 
  NB13-0403 Part 3, S1.9.2 SG LB Installation of Boiler and Arch Tubes. (No attachment) 
 
  January 2014 
  Mr. Reetz gave a progress report. 
 
  NB13-1404-A Part 3 S1, SG LB Fillet welded staybolts. (No attachment) 
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  January 2014 
  Mr. Reetz gave a progress report. 
 
  NB13-1405 Part 3, S1.2.9 SG LB Throttle pipes, dry pipes, superheater headers and front end 

 steam pipes. (No attachment) 
 
  January 2014 
  Mr. Reetz gave a progress report. 
 
  NB13-1406 Part 3, S1, SG LB - Superheater units. (No attachment) 
 
  January 2014 
  Mr. Reetz gave a progress report. 
 
  NB13-1407 Part 3, S1 SG LB Bolts, nuts and studs. (No attachment) 
 
  January 2014 
  Mr. Reetz gave a progress report. 
 
    NB13-1408 Part 3, S1 SG LB- Threaded boiler studs-Taper thread and straight thread types.  
    (No attachment) 
 
    January 2014 
  Mr. Reetz gave a progress report. 
 

   NB14-0201 Part 3 RA Specific – Address tube plugging with weld metal.  A task group of T.  
  White (PM) and A. Bramucci has been assigned. (No attachment) 

  
 January 2014 
 The submitter of the inquiry, Mr. Brian Moore was at the meeting and the committee informed him we 
 will not pursue a revision to the code at this time. It is recommended a letter be sent to the requester 
 informing him of the decision and also in that letter to refer him to interpretation 98-35.  There was a 
 motion to close this item with no action taken.  The motion was unanimously approved. 
 

  NB14-0202 Part 3 RA Index – Review and update of Part 3 RA Index.  A task group of Brian Schaefer 
 (PM) and Jim Pillow has been assigned. (No attachment) 

 
  January 2014 
  Mr. Schaefer gave a progress report. 

  NB14-0301 Part 3, 3.3.3 and 3.4.2 SC Repairs and Alterations- This item is a result of IN13-0501 
             Write rules for encapsulation. (No attachment) 
 

 January 2014 
 A progress report was given. 

   NB14-0302 - Part 3, S6.15 SG on R/A Spec. – Development of TR Forms. (No attachment) 

   January 2014 
   Mr. Staniszewski gave a progress report. 

 

 



Page 6 of 6 
 

NB14-0701 Part 3, 3.2.2 c) SG on R/A Gen. This action item is a result of IN13-0301. The 
rationalization is to support an intent interpretation that addresses an R-Certificate holder's capability to 
fabricate ASME pressure parts to be used in a repair or alteration being performed by the same R-
Certificate holder who is fabricating the ASME pressure part. The current words in NBIC Part 3 do not 
support this. (No attachment) 

January 2014 
Mr. Wielgoszinski gave a progress report. 

  
 NB14-1301 Part 3, 5.2.2 b), 5.7.5 a) SG R/A Spec. - Revise the data field for temperature on the alteration 
 and re-rating nameplates. (Attachment 10, pp. 56-61) 
 
 January 2014 
 A motion was made and unanimously approved to add wording to Part 3 for design temperature field.  
  
10. Future Meetings 
  
  July 15-18, 2014, Columbus, Ohio 
  January 19-22, 2015, Orlando, FL 
 
11. Adjournment 
 
 Respectfully Submitted, 
 
 Bill Vallance, Secretary 
 :rh 
 
 H:\ROBIN-Active Documents\NBIC Secretarial Documents\Committees\SC on Repairs and Alterations\Agenda\Agenda RA  0713.doc  



7 of 61

RHeilman
Text Box
Attachment 1



8 of 61



9 of 61



10 of 61



11 of 61



12 of 61



13 of 61



PROPOSED INTERPRETATION 
 
 

Inquiry No. 
 

 
IN13-0301 

Source 
 

William Tillman 

Subject Part 3, 3.2.2 c) 
Edition 
 

 
2011 Edition  

Question  
 

1: Does Part 3, 3.2.2 c) prevent an "R" Certificate Holder with the 
capabilities within his shop from rolling and welding a shell or other such 
items as headers, nozzles,(flange to pipe) for replacement in a vessel or 
boiler he is repairing or altering?  
 
Q2: If the answer is No to the above question, if the same Certificate 
Holder could not fabricate the replacement items within his capabilities and 
received these parts from an outside source then these items would have to 
be fabricated by an organization holding the appropriate Code Certificate of 
Authorization.  

Reply  
 

A1: No 
A2: Yes 

Committee’s 
Question 

 

Committee’s 
Reply 

 

Rationale 
 

 

SC Vote 
 

Unanimous No. Affirmative No. Negative No. Abstain No. Not Voting 

NBIC Vote 
 

Unanimous No. Affirmative No. Negative No. Abstain No. Not Voting 

Negative Vote  
Comments 
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Background 
 
Interpretation 98-28 states that replacement parts requiring inspection by an AI must be 
fabricated by an organization holding the appropriate Code Certificate of Authorization.  Since a 
repair organization can replace a shell by making circumferential seams, it would seem logical 
that they can roll and weld a longitudinal seam in a shell if they have the capability.  
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To: Secretary NBIC Committee 
 The National Board of Boiler and Pressure Vessel Inspectors 
 1055 Crupper Avenue 
 Columbus, OH 43229 
 
Background 
 
Interpretation 98-28 states that replacement parts requiring inspection by an AI must be 
fabricated by an organization holding the appropriate Code Certificate of Authorization.  Since a 
repair organization can replace a shell by making circumferential seams, it would seem logical 
that they can roll and weld a longitudinal seam in a shell if they have the capability.  
 
Question 1 
 
Does Part 3, Section 3, Paragraph 3.2.2(c) prevent an “R” Certificate Holder with the capabilities 
within his shop from rolling and welding a shell or other such items as headers, nozzles (flange 
to pipe) for replacement in a vessel or boiler he is repairing or altering? 
 
Proposed answer:   No 
 
Question 2 
 
If the answer is No to the above question, if the same Certificate Holder could not fabricate the 
replacement items within his capabilities and received these parts from an outside source then 
these items would have to be fabricated by an organization holding the appropriate Code 
Certificate of Authorization. 
 
Proposed answer: Yes 
 
 
Patrick J. Hennessey 
Senior Director 
OneCIS Insurance Company 
A Bureau Veritas Company 
390 Benmar Drive, Suite 100 
Houston, TX 77060 
Phone: (281) 986-1364 
patrick.hennessey@onecis.com 
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PROPOSED INTERPRETATION 
 
 

Inquiry No. 
 

 
IN14-0101 

Source 
 

Jay Vattappilly 

Subject Part 3, 5.7.5 
Edition 
 

 
2011 Edition  

Question  
 

Is it acceptable to list “NA [ Not Applicable ]” on Name Plates shown in 
Figures 5.7.5‐b and 5.7.5‐c for 
the fields “AT‐‐‐‐‐‐‐, ‐‐‐‐‐‐‐ oF for alterations or re‐ratings performed on a 
Power Boiler constructed in 
accordance with ASME Section I? 

Reply  
 

Yes 

Committee’s 
Question 

 

Committee’s 
Reply 

 

Rationale 
 

 

SC Vote 
 

Unanimous No. Affirmative No. Negative No. Abstain No. Not Voting 

NBIC Vote 
 

Unanimous No. Affirmative No. Negative No. Abstain No. Not Voting 

Negative Vote  
Comments 
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The Hartford Steam Boiler Inspection and Insurance Company of Connecticut 

August 23, 2013 
 
Secretary, NBIC Committee  
The National Board of Boiler and  Pressure Vessel Inspectors 
1055 Crupper Avenue 
Columbus, OH 43229 
 
Dear Secretary : 
 
 On behalf of HSB Global Standards, I am requesting a Code Interpretation and a possible revision to the  
Specific Requirements for Stamping and Nameplates, 5.7.5, Section 5, Part 3, NBIC 2011 Edition  
 
a) Purpose :   Request for Code Interpretation / revision of present Code rules  
b) Background  : The  required markings on  the nameplates  for alterations and  re‐ratings with use of 

National  Board  Form  R‐2  show  a  temperature  to  be  listed  regardless  of  the  type  of  pressure 
equipment  being  altered  or  re‐rerated.  Please  refer  to  the  sketches  shown  below  from  Part  3, 
Section 5 of NBIC Code 2011 Edition.  
 

                   
 
For a power boiler,   constructed  in accordance with ASME Section  I, the nameplate/stamping   doesn’t 
require  any  temperatures  to  be  listed.  Please  refer  to  the  sketch  below  from ASME  Section  I,  2013 
Edition.  

                                             

 
One State Street , 8th Floor 
P.O.Box.299, Hartford, CT 06141‐0299 
Tel: (860) 722‐5392 
Jayaram_Vattappilly@hsbct.com 
www.hsbglobalstandards.com 
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In  light  of  the  two  facts  stated  above,  it  is  unclear what  temperature  needs  to  be  recorded  on  the 
nameplate required by NBIC subsequent to performing an alteration or re‐rating on a power boiler built 
to ASME Section  I. Common  sense  suggests  that  this  field  could be marked as  “Not Applicable  (NA)” 
because  the  original  code  of  construction  doesn’t  have  any  requirements  to  list  a  temperature.  
However the Q&R2 of the NBIC Interpretation appended below seems to rule out that possibility.  
 
 
 
 

    
Interpretation: 

    
(NBIC) 95-24 

Subject: Appendix 2, 1995 Edition 
Date Issued: N/A 

File: N/A 
 
 

Question 1: Are nameplates required to have the same lay-out as the figures shown in 
Appendix 2? 
 
             Reply 1: No. However, all information shown in the figures must be included 
on the stamping or nameplate and the National Board Certificate number must appear 
directly below the symbol stamp. 
 
             Question 2: Are the instructions (MAWP, ° F, etc.) shown in the figures in 
Appendix 2 required to be included on the stamping or nameplate? 
 
             Reply 2: Yes. However, the words “Certificate Holder” and “National Board “R” 
Certificate Number” may be omitted. 

 
                                
 
 
c) Inquiry  

 
Subject:  Specific  Requirements  for  Stamping  and  Nameplates,  5.7.5,  Section  5,  Part  3,  NBIC  2011 
Edition  
 
Question: 
 
Is  it acceptable to  list “NA [ Not Applicable ]” on Name Plates shown  in Figures 5.7.5‐b and 5.7.5‐c for 
the  fields  “AT‐‐‐‐‐‐‐,  ‐‐‐‐‐‐‐  oF  for alterations or  re‐ratings performed on a Power Boiler  constructed  in 
accordance with ASME Section I?  
 
Proposed Reply: Yes  
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Kindly send me confirmation of the receipt of this inquiry. Please also feel free to contact me if you need 
any additional information.  
 
 
Sincerely,  
 
 

 
 
Thanks & Regards 
Jay Vattappilly, P‐Eng,  
Senior Engineer, Codes & Standards 
HSB Global Standards 
Jayaram_Vattappilly@hsbct.com 
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PROPOSED INTERPRETATION 
 
 

Inquiry No. 
 

 
IN14-0201 

Source 
 

Marshall Mlachak 

Subject Part 3, 1.8.5 q) 
Edition 
 

 
2013 Edition  

Question  
 

Question: If audit personnel are qualified in accordance with the 
requirements of ANS/ASME N45.2.23, Qualification of Quality Assurance 
Program Audit Personnel for Nuclear Power Plants may they perform the 
audits specified in 1.8.5 q)?  

Reply  
 

Yes.  NQA-1 is based upon ANSI/ASME N45.2-1977and the seven daughter 
standards of N45.2 including ANSI N45.2.23, Qualification of Quality 
Assurance Program Audit Personnel for Nuclear Power Plants.  The 
qualification requirements are equivalent. 

Committee’s 
Question 

 

Committee’s 
Reply 

 

Rationale 
 

 

SC Vote 
 

Unanimous No. Affirmative No. Negative No. Abstain No. Not Voting 

NBIC Vote 
 

Unanimous No. Affirmative No. Negative No. Abstain No. Not Voting 

Negative Vote  
Comments 
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PROPOSED INTERPRETATION 
 
 

Inquiry No. 
 

 
IN14-0201 

Source 
 

Marshall Mlachak 

Subject Part 3, 1.8.5 q) 
Edition 
 

 
2013 Edition  

Question  
 

Question: If audit personnel are qualified in accordance with the 
requirements of ANS/ASME N45.2.23, Qualification of Quality Assurance 
Program Audit Personnel for Nuclear Power Plants may they perform the 
audits specified in 1.8.5 q)?  

Reply  
 

Yes.  NQA-1 is based upon ANSI/ASME N45.2-1977and the seven daughter 
standards of N45.2 including ANSI N45.2.23, Qualification of Quality 
Assurance Program Audit Personnel for Nuclear Power Plants.  The 
qualification requirements are equivalent. 

Committee’s 
Question 

 

Committee’s 
Reply 

 

Rationale 
 

 

SC Vote 
 

Unanimous No. Affirmative No. Negative No. Abstain No. Not Voting 

NBIC Vote 
 

Unanimous No. Affirmative No. Negative No. Abstain No. Not Voting 

Negative Vote  
Comments 
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PROPOSED INTERPRETATION 
 
 

Inquiry No. 
 

 
IN14-0301 

Source 
 

James Dorwin 

Subject Part 3, 3.3.2 d) l) 
Edition 
 

 
2011 Edition  

Question  
 

Is a standard threaded fitting(such as depicted in ASME Section VIII 
Figure UW-16.2 sketch L) which is welded through a vessel shell 
considered to be a nozzle as stated in Section 3.3.2 d) 1)? 

Reply  
 

No 

Committee’s 
Question 

 

Committee’s 
Reply 

 

Rationale 
 

 

SC Vote 
 

Unanimous No. Affirmative No. Negative No. Abstain No. Not Voting 

NBIC Vote 
 

Unanimous No. Affirmative No. Negative No. Abstain No. Not Voting 

Negative Vote  
Comments 
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P a g e  | 1 
1/9/14 

IN14‐0401 

 

Request for Interpretation 
Robert V. Wielgoszinski 

Hartford Steam Boiler of CT 
 

Item  IN 14‐0401 

Purpose  Code Interpretation & possible revision to present Code rules 
 

Scope:  Repairs and alterations to vessels constructed of ferritic materials with tensile 
properties enhanced by heat treatment, i.e. Part UHT material. 

Background  During the construction of liquid propane vessels it is typical to use SA‐517 Gr. E (P‐ 
No. 11B) for use as heads and shells for propane transport tanks.  The ASME Code 
requires the base materials, welding materials, and the WPS’s to be qualified with 
impact tests.  Also, the Code requires production impact testing to be performed.  
This is where the actual vessel material, actual filler materials, are welded with the 
actual WPS to be used in production, and the weld coupon is impact tested to meet 
the specified results of Section VIII.  To do so, the Manufacturer of the vessel is sure 
to purchase enough extra base and filler material to perform these tests.   
 
When repairs / alterations are made to these vessels the NBIC requires the rules of 
the original construction Code to be followed.  As such, any new material to be 
added to a vessel or any WPS’s used or any filler metal used for the repair must 
then be impact tested and meet the results stated in Section VIII.  Also, production 
impacts must therefore be made since this is a mandatory Section VIII requirement.  
This is usually accomplished by making a weld coupon out of existing material cut 
from the vessel and welding it to the new material to be added to the vessel, and 
then impact testing specimens from that coupon.  But, not all repairs / alterations 
lend themselves the ability to take existing material from the vessel.  If a small 
nozzle is added to the vessel, only a few inches of material is taken from the vessel.  
Or say a crack is to be weld repaired or there is weld metal build up to be made on 
some worn or wasted area.  Then there is no extra material to be taken away from 
the vessel to run coupons for production impacts.  Strict interpretation of the ASME 
Code would now require a piece of steel to be removed to run production impacts 
and then a flush patch installed over the area removed.   
 
Some individuals look at the words in NBIC, Part 3, Section 1, paragraph 1.2, where 
it says, “…the standard governing the original construction shall conform, insofar as 
possible…” gives one the leeway to not require production impacts because it’s not 
possible.  Others indicated that it is possible but not practical to cut perfectly good 
material out of a vessel when there is no need to.  And others will say that the 
ASME clearly requires existing material to be removed to run impact tests.  One 
thing is clear though, and that is there is lack of uniformity in applying these rules. 
So we are looking to the NBIC to provide some guidance in this matter.  The 
Jurisdiction in this case is the US DOT, and 49CFR Chapter 1 § 180.413(a)(1) states 
that the NBIC is to be followed for repairs and modifications.  DOT is also looking to 
the NBIC for clarification. 
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Depending on the responses to the inquiry it may be prudent revise the Code to be 
more specific in this area of UHT materials. 

Proposed 
Questions 

Question 1: The NBIC Part 3 paragraph 1.2 states that a repair shall be carried out 
“insofar as possible to the section and edition of the ASME code most applicable to 
the work planned.”  If a vessel is constructed using SA‐517‐E (P‐11B) material to 
ASME Section VIII Div. 1, where production and weld procedure impact tests were 
required during construction, would a repair to a crack in the shell require 
production and weld procedure impact testing under the NBIC? 
Proposed Reply 1: 
Yes. 
 
Question 2: If the answer to Question 1 is yes and there was no SA‐517‐E material 
from the original lot available, would the repair require the addition of new base 
material (e.g. a flush patch around the area of the crack) so that production impact 
tests could be performed with the original base metal to the new base metal? 
Proposed Reply 1: 
Yes. 
 
 
Question 3: If the vessel described in Question 1 was to be altered by adding an SA‐
675 (P‐1) pump flange to the shell, would production and weld procedure impact 
tests be required using the same lot P‐1 and P‐11B base materials as used in the 
alteration? 
Proposed Reply 1: 
Yes. 
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Code Interpretation 

Inquiry: Does the NBIC Part 3 in Section  3.3.4.3 d)  require tubes below “t min” to be repaired?   

Reply: No. The NBIC Part 3 does not provide rules for determining when a repair must be performed.  

Background Information:  In this particular case, a boiler tube failed due to OD corrosion in a division 

wall near the crouch area.  Upon review, it was found that several tubes exhibited corrosion due to 

waterwall washing and migration of the water through the insulation to the tube surface over the 

course of 60 years of operation.  Several wall thickness readings were taken in areas where this 

corrosion was visually detected and several areas were found below “t min”.  Many areas were weld 

repaired restoring wall thickness in these corrosion areas to at least 80% of “t min”.  

The boiler OEM previously issued a bulletin which allowed the owner‐operators to operate boilers with 

tube wall thicknesses down to 70% of “t min” if certain conditions are met in the bulletin. These are 

presented in the OEM bulletin (attached) and all conditions have been met in this bulletin. The owner 

presented this information to the Commissioned Inspector (CI) for all tubes that were less than “t min” 

but greater than 80% and the CI referred to the Jurisdictional authority.   

The jurisdiction interprets this section as,  

The owner‐user believes the intent of this section includes conditions where wall thicknesses are less 

than t‐min.  This is further confirmed by the last sentence in this section, “This may be necessary when 

considering such items as size limitations of repaired areas, minimum tube thickness to be repaired, tube 

environment, location of tube in the boiler, and other similar conditions”. The owner believes “minimum 

tube thickness” applies to conditions where actual wall thickness is less than “t min” and continued 

operation of this boiler where tube thicknesses meets 80% t min and is based on reasonable analyses 

meets the intent of this section of the code.    See interpretation 98‐05 
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INTERPRETATION 98-05 

Subject: Foreword 

1998 Edition with the 1996 Addendum 

Question: Do the rules of the NBIC require the repair of a pressure-retaining item when 

the pressure-retaining item no longer complies with the original code of 

construction? 

Reply: No, the NBIC does not provide rules for determining when a repair must be 

performed. (See RB-3180 and RB-3280). 

IN14-0501 

Page 2 of 2 
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5)	 The term t, as used above to determine SB, HB and GCB shall be the nominal thickness of either a full 
penetration weld, or the groove weld depth of a partial penetration repair weld. If a fillet weld is used 
in combination with a groove weld, the nominal thickness for PWHT shall be the depth of the groove 
weld.

2.5.3	 alternative Welding Methods without postWELD heat treatment

a)	 Under certain conditions, postweld heat treatment, in accordance with the original code of construction, 
may be inadvisable or impractical. In such instances, the following alternative methods may be used. 

b)	 Competent technical advice shall be obtained from the manufacturer of the pressure-retaining item or from 
another qualified source, such advice being especially necessary if the alternative is to be used in highly 
stressed areas, if service conditions are conducive to stress corrosion cracking, if materials are subject to 
hydrogen embrittlement, or are operating at temperatures in the creep range, or if the alternative is being 
considered for “on-stream” repairs or “hot tapping” on piping systems. Selection of the welding method 
used shall be based on the rules of the original code of construction together with the above mentioned 
advice concerning the adequacy of the weld in the as-welded condition at operating and pressure test 
conditions. 

c)	 When reference is made in this Section to materials by the ASME designation, P-Number and Group Num-
ber, the requirements of this Section apply to the applicable materials of the original code of construction, 
either ASME or other, which conform by chemical composition and mechanical properties to the ASME 
P-Number and Group Number designations. 

d)	 The detailed welding methods listed in the following subsections may be used as an alternative to post-
weld heat treatment (PWHT). NBIC Part 3, 2.5.3.1 is a method in which the welding procedure requires 
an elevation of the preheat temperature. In contrast, NBIC Part 3, 2.5.3.2 thru 2.5.3.5, are methods in 
which the welding procedure requires the use of a temper-bead welding technique. In 2.5.3.5 is a method 
in which the welding procedure used for joining dissimilar materials requires either an elevation of the 
preheat temperature or a temper-bead welding technique, depending on the chemical composition of the 
base metal that is joined to an austenitic steel.  Temper-bead welding procedure nomenclature is defined 
in Section IX of the ASME Boiler and Pressure Vessel Code.  Typically, this technique minimizes heat 
input of the initial beads, thus limiting heat beyond the weld heat-affected zone (HAZ) of the base metal. 
Heat input shall be increased for successive beads in accordance with the rules of QW-290 for temper 
bead welding in ASME Section IX.  The Welding Procedure and Welder Performance Qualifications shall, 
in all cases, be in accordance with the requirements of the latest Edition of Section IX of the ASME Boiler 
and Pressure Vessel Code.

e)  Nondestructive Examination of Welds

	 Prior to welding, the area prepared for welding shall be examined using either the Magnetic Particle (MT) 
or the Liquid Penetrant (PT) examination method to determine that no defects exist. After the finished weld 
has reached ambient temperature, the weld shall be examined again by either of the above methods to 
determine that no defects exist using acceptance standards acceptable to the Inspector or original code 
of construction. In addition, welds greater than 3/8 in. (9.6 mm) deep or welds in a boiler, pressure vessel, 
or piping system that were originally required to be radiographed by the rules of the original code of con-
struction, shall be radiographically examined. In situations where it is not practical to perform radiography, 
the accessible surfaces of each non radiographed repair weld shall be fully examined using the MT or PT 
method to determine that no defects exist and the maximum allowable working pressure and/or allowable 
temperature shall be re-evaluated to the satisfaction of the jurisdiction at the location of installation.

f)	 Methods that may be used as alternatives to postweld heat treatment are described in the following sub-
sections.
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2.5.3.1	 WELDING METHOD 1 

When using this method, the following is required:

a)	 This method may be used when the applicable rules of the original code of construction did not require 
notch toughness testing;

b)	 The materials shall be limited to P-No. 1, Groups 1, 2, and 3 and to P-No. 3, Groups 1 and 2 (excluding 
Mn-Mo steels in Group 2), as permitted for welded construction by the applicable rules of the original code 
of construction;

c)	 The welding shall be limited to the Shielded Metal-Arc welding (SMAW), Gas Metal-Arc Welding (GMAW), 
Fluxcored Arc Welding (FCAW), and Gas Tungsten-Arc Welding (GTAW) processes;

d)	 The Welders and Welding Operators, Welding Procedures Specifications shall be qualified in accordance 
with the applicable rules of the original code of construction, except that no postweld heat treatment shall 
be applied to the test coupon; 

e)	 The weld area shall be preheated and maintained at a minimum temperature of 300˚F (149˚C) during
	 welding.  Alternatively, for P-No.1, Groups 1, 2 and 3 materials, the preheat may be reduced to 175˚F 

(79˚C) provided:
1)	 Provided the carbon equivalent of the base material to be welded is determined to be 0.40 or less.

2)	 The electrodes and filler metals are classified by the filler metal specification with a diffusible –
hydrogen designator of H4 or lower.

3)	 When shielding gas is used, it shall have a dew point that is -60˚F (-50˚C) or lower.

f)	 The preheat temperature shall be checked to assure that 4 in. (102 mm) of the material or four times the 
material thickness (whichever is greater) on each side of the groove (or full thickness of joint for a groove 
weld) is maintained at the preheat temperature during welding.  When the weld does not penetrate through 
the full thickness of the material, the preheat need only be maintained at a distance of 4 in. (102 mm) or 
four times the depth of the repair weld, whichever is greater, on each side of the joint.

2.5.3.2	 WELDING METHOD 2 

When using this method, the following is required:

a)	 This method shall be used when the applicable rules of the original code of construction required notch 
toughness testing or shall be used when the applicable rules of the original code of construction did not 
require notch toughness testing provided the adequacy of the notch toughness of the weld, including the 
heat-affected zone, in the as-welded condition at operating and pressure test conditions is verified;

b)	 The materials shall be limited to carbon and low alloy steels permitted for welded construction by the applicable 
rules of the original code of construction, including those materials conforming to any of the following ASME 
P-No. designations: P-No. 1, Groups 1, 2, and 3; P-No. 3, Groups 1, 2, and 3; P-No. 4; P-No. 5A; P-No. 9A; 
P-No. 10A; P-No. 10B; P-No. 10C; P-No. 11A; or P-No. 11B;

c)	 The welding shall be limited to the Shielded Metal-Arc Welding (SMAW), Gas Metal-Arc Welding (GMAW), 
Fluxcored-Arc Welding (FCAW), and Gas Tungsten-Arc Welding (GTAW) processes.

d)	 The Welding Procedures Specifications shall be qualified  in accordance with the temper bead procedure 
qualification requirements in QW-290 of ASME Section IX, and shall include the following additional re-
quirements:
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1)	 For P-No. 1 Groups 1, 2, and 3 and P-No. 3 Groups 1, 2, and 3, the minimum preheat temperature 
shall be 350°F (177°C), and the maximum interpass shall be 450°F (232°C).

2)	 For P-No. 9A, P-No. 10A, P-No. 10B, P-No. 10C, P-No. 11A, or P-No. 11B, the minimum preheat 
and interpass temperature requirements shall be in accordance with the guidelines in NBIC Part 3, 
2.5.1. 	

3)	 For P-No. 4 and P-No. 5A materials, the minimum preheat, interpass temperature, and technique 
shall be in accordance with NBIC Part 3, 2.5.3.4. The repair depth for temper bead repairs to pres-
sure retaining items of P-No. 4 and P-No. 5A materials is limited to welds not penetrating through full 
thickness.

4)	 For ASME Section VIII, Division 2 pressure vessels, where application of PWHT on in-service ves-
sels has been demonstrated to cause harm to vessel material, full thickness temper bead repairs are 
permitted to pressure-retaining items of P-No. 4 and P-No. 5A materials. They shall be completed per 
NBIC, Part 3, 3.3.5 with the following requirements:

	 	 a) The full thickness repair weld shall be verified as being the full penetration.
		  b) Volumetric examination of the full thickness weld shall be performed.

e)	 The test material for the welding procedure qualification shall be of the same material specification (in-
cluding specification type, grade, class, and condition of heat treatment) as the material being repaired.  
In the event that the notch toughness of the material to be repaired is unknown, evidence from tests of 
that material or from another acceptable source (see NBIC Part 3, 2.5.3) may be used for the base metal 
notch toughness when qualifying the WPS as required in NBIC Part 3, 2.5.3.2(h).  In the event that the 
original material specification is obsolete, the test material used should conform as closely as possible 
to the original material used for construction based on nominal composition and carbon equivalent (IIW 
Formula),7 but in no case shall the material be lower in strength.

f)	 The qualification thickness for the test plates and repair groove depths shall be in accordance with ASME 
Section IX;

g)	 The organization making the repair shall include, when qualifying its WPS, sufficient tests to determine 
that the notch toughness of the weld metal and the heat-affected zone of the base metal in the “as-welded” 
condition is adequate at the minimum operating and pressure test temperatures (including start-up and 
shutdown). If for reasons of corrosion resistance, special hardness limits are necessary, such limits shall 
be included when qualifying the WPS;

h)	 Notch toughness shall be determined and evaluated by Charpy impact tests in accordance with the provi-
sions of the original code of construction at the temperature determined in accordance with NBIC Part 3, 
2.5.3.2(d). Exemptions from impact testing described in the original code of construction are not applicable;

i)	 For the welding process in NBIC Part 3, 2.5.3.2(c), use of austenitic or ferritic filler metals is permitted. For 
ferritic filler metals, use only electrodes and filler metals that are classified by the filler metal specification 
with a diffusible-hydrogen designator of H8 or lower.  When shielding gases are used with a process, the 
gas shall exhibit a dew point that is below -60°F (-50°C).  Surfaces on which welding will be done shall 
be maintained in a dry condition during welding and be free of rust, mill scale, and hydrogen producing 
contaminants such as oil, grease, and other organic materials; 

j)	 After the weld has been deposited flush with the base metal, a surface temper reinforcing weld layer shall 
be applied;

7	 The IIW Carbon Equivalent Formula is CE= C+ Mn/6 + (Cr+Mo+V)/5 + (Ni+Cu)/15.  Elements are expressed in Weight Percent Amounts.
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k)	 For welds made by SMAW and FCAW, after completion of welding and without allowing the weldment 
to cool below the minimum preheat temperature, the temperature of the weldment shall be raised to a 
temperature of 450°F (232°C) minimum for a minimum period of two hours.  This hydrogen bake-out 
treatment may be omitted provided the electrode used is classified by the filler metal manufacturer with a 
diffusible-hydrogen designator of H4 (e.g., E7018-H4);

l)	 After the finished repair weld has cooled to ambient temperature, the surface temper reinforcing layer shall 
be removed substantially flush with the surface of the base material.

2.5.3.3	 WELDING METHOD 3 

When using this method, the following is required:

a)	 This method may be used when the applicable rules of the original code of construction did not require notch 
toughness testing;

b)	 The materials shall be limited to any P-No. 1 or P-No. 3 material as permitted for welded construction by 
the applicable rules of the original code of construction;

c)	 The welding shall be limited to the SMAW,  FCAW, and GTAW processes;

d)	 The test material for the welding procedure qualification shall be of the same P-No. and Group No. as the 
base material specification of the repair.  In the event that the original material specification is obsolete, 
the test material used should conform to the nominal composition and carbon equivalent (IIW Formula)8 
as the material being repaired, but in no case shall the material be lower in strength;

e)	 If for reasons of corrosion resistance, special hardness limits are necessary, such limits shall be included when 
qualifying the WPS;

f)	 The qualification thickness for the test plates and repair groove depths shall be in accordance with ASME 
Section IX;

g)	 The WPS shall be qualified in accordance with the temper bead procedure qualification requirements in 
QW-290 of ASME Section IX, and shall include the following additional requirements:

	
1)	 The minimum preheat temperature for welding shall be 350°F (177° C) and the maximum interpass 

temperature shall be 450°F (232°C);

2)	 For the welding processes in NBIC Part 3, 2.5.3.3 c), use of austenitic or ferritic filler metal is permit-
ted. For ferritic filler metals, use only electrodes or filler metals that are classified by the filler metal 
specification with a diffusible-hydrogen designator of H8 or lower may be used. When shielding gases 
are used with a process, the gas shall exhibit a dew point that is below -60°F (-50°C). Surfaces on which 
welding will be done shall be maintained in a dry condition during welding and be free of rust, mill scale, 
and hydrogen producing contaminants such as oil, grease, and other organic materials; 

3)	 After completion of welding using SMAW and without allowing the weldment to cool below the mini-
mum preheat temperature, the temperature of the weldment shall be raised to a temperature of 450°F 
(232°C) minimum for a minimum period of two hours. This hydrogen bake-out treatment may be omit-
ted, provided the electrode used is classified by the filler metal manufacturer with a diffusible-hydrogen 
designator of H4 (e.g., E7018-H4);

8	 The IIW Carbon Equivalent Formula is CE= C+ Mn/6 + (Cr+Mo+V)/5 + (Ni+Cu)/15.  Elements are expressed in Weight Percent Amounts.
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4)	 After the finished repair weld has cooled to ambient temperature, the final temper bead reinforcement 
layer shall be removed substantially flush with the surface of the base material.

2.5.3.4		 WELDING METHOD 4 

When using this method, the following is required:

a)	 This method is limited to repair welds in pressure retaining items for which the applicable rules of the 
original code of construction did not require notch toughness testing.  The repair depth for temper bead 
repairs to pressure retaining items is limited to welds not penetrating though the full thickness.

	 For ASME Section VIII Division 2 pressure vessels, where application of PWHT on in-service vessels has 
been demonstrated to cause harm to vessel material, full thickness temper bead repairs are permitted.  
They shall be completed per NBIC Part3, 3.3.5 with the following requirements:

	 1)	 The full thickness repair weld shall be verified as being full penetration.

	 2)	 Volumetric examination of the full thickness weld shall be performed.

b)	 The materials shall be limited to P-No. 4, Groups 1 and 2, and P-No. 5A steels as permitted for welded 
construction by the applicable rules of the original code of construction;

c)	 The welding shall be limited to the SMAW, FCAW, GMAW or GTAW processes using low-hydrogen elec-
trodes and filler metals classified by the filler metal specification with  a diffusible-hydrogen designator 
of H8 or lower, and suitably controlled by maintenance procedures to avoid contamination by hydrogen 
producing sources.  The surface of the metal prepared for welding shall be free of contaminants;

d)	 The test material for the welding procedure qualification shall be of the same P-No. and Group No. as the 
original material specification for the repair.  In the event that the original material specification is obsolete, 
the test material used shall conform to the nominal composition and carbon equivalent (IIW formula)9 as 
the original material used for construction, and in no case shall the material be lower in strength;

e)	 If for reasons of corrosion resistance, special hardness limits are necessary, such limits shall be included 
when qualifying the WPS;

f)	 The qualification thickness for the test plates and repair groove depths shall be in accordance with ASME 
Section IX;

g)	 The welding procedures (WPS) shall be qualified in accordance with the temper bead procedure qualifica-
tion requirements in QW-290 of ASME Section IX, and shall include the following additional requirements:

1)	 The minimum preheat temperature for welding shall be 300°F (150°C) for P-No. 4 material and 400°F 
(200°C) for P-No. 5A material. The preheat temperature shall be checked to ensure that 4 in. (102mm) 
of the material or four times the material thickness (whichever is greater) on each side of the groove 
(or full thickness of joint for a groove weld) is maintained at the minimum temperature during weld-
ing. The interpass temperature shall not exceed 800°F (430°C). When the weld does not penetrate 
through the full thickness of the material, the minimum preheat and maximum interpass temperature 
need only be maintained for 4 in. (102mm) or four times the depth of the repair weld (whichever is 
greater) on each side of the joint;

9	 The IIW Carbon Equivalent Formula is CE=C+ Mn/6 + (Cr+Mo+V)/5 + (Ni+Cu)/15. Elements are expressed in Weight Percent Amounts

A13

For NBIC Committee use only

40 of 61

Jim
Text Box
NB13-0502

GM4
Text Box
7 of 8



55

NATIONAL BOARD INSPECTION CODE

SECTION 2

2013

S
E
C

T
IO

N
 2

Part 3 — REPAIRS AND ALTERATIONS

2)	 For the welding processes in NBIC Part 3, 2.5.3.4 c), use of austentic or ferritic filler metal is permit-
ted. For ferritic filler metals, use only electrodes or filler metals that are classified by the filler metal 
specification with a diffusible-hydrogen designator of H8 or lower. When shielding gases are used with 
a process, the gas shall exhibit a dew point that is below -60°F (-50°C). Surfaces on which welding 
will be done shall be maintained in a dry condition during welding and be free of rust, mill scale, and 
hydrogen producing contaminants, such as oil, grease, and other organic materials;

3)	 After the weld has been deposited flush with the base metal, a surface temper reinforcing weld layer 
shall be applied.;

4)	 For welds made by the SMAW and FCAW processes, after completion of welding and without allowing 
the weldment to cool below the minimum preheat temperature, the temperature of the weldment shall 
be raised to 450°F (232°C) minimum for a minimum period of two hours. This hydrogen bake-out treat-
ment may be omitted, provided the electrode used is classified by the filler metal manufacturer with a 
diffusible-hydrogen designator of H4 (e.g., E7018 H4);

5)	 After the finished repair weld has cooled to ambient temperature, the surface temper reinforcing weld 
layer shall be removed substantially flush with the surface of the base metal (and for a fillet weld to 
the required size and suitable contour of the toes).

2.5.3.5	w elding method 5 

When using this method, the following is required:

a)	 This welding method may be used when the applicable rules of the original code of construction or the 
construction standard or code selected permit joining dissimilar materials used in pressure-retaining items; 

b)	 The materials shall be limited to ASME P-No. 1, Groups 1, 2, and 3, P-No. 3, Groups 1, 2, and 3, P-No. 
4, P-No. 5A, P-No. 9A, P-No. 10A, P-No. 10B, P-No. 10C, P-No. 11A, P-No. 11B joined to either P-No. 
8, P-No. 42, P-No. 43, or P-No. 45, as permitted for welded construction by the applicable rules of the 
original code of construction;

c)	 The welding shall be limited to the SMAW, FCAW, GMAW and machine or automatic GTAW processes. 
The filler metal used for joining the dissimilar materials shall be either A-No 8 or Nickel-Chrome alloy clas-
sification (F-No 43). When selecting a filler metal for dissimilar metal weld joints, determine if the weld joint 
will be exposed to elevated temperature service. A-No 8 filler metals exposed to service temperatures 
greater than 800°F (427°C) will exhibit reduced creep life along the fusion zone of the ferritic material due 
to carbon diffusion. Instead, a low hydrogen, Nickel-Chromium alloy classification filler metal shall be used 
for dissimilar weld joints exposed to service temperatures at or above 800°F (427°C); 

d)	 The WPS shall be qualified in accordance with the temper bead rules of QW-290 in ASME Section IX;.

e)	 If the original code of construction did not require notch toughness testing, qualification of welding proce-
dures (WPS) for joining ASME P-No. 1, P-No. 3 ferritic materials to either P-No. 8, P-No. 42, P-No. 43, 
or P-No. 45 materials shall be in accordance with requirements in either NBIC Part 3, 2.5.3.1, Welding 
Method 1 or in NBIC Part 3, 2.5.3.3, Welding Method 3.

f)	 If the original code of construction did not require notch toughness testing, qualification of welding proce-
dures (WPS) for joining ASME P-No. 4, P-No. 5A ferritic materials to either P-No. 8, P-No. 42, P-No. 43, 
P-No. 45 materials shall be in accordance with the requirements in NBIC Part 3, 2.5.3.4, Welding Method 
4;
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Action Item NB13‐503 – NAMEPLATE ATTACHMENT REV.3 ‐ Miletti 
 

 

 

g) The subject nameplate shall be securely attached using a method compatible with the structure or 

stand-off bracket supporting the nameplate, in a manner that will impede easy removal. The method of 

attaching this nameplate, as permitted by the original Code of construction, may include, but is not 

limited to: 

- Welding 

- Adhesive, bonding or cementing 

    - Tamper-resistant mechanical fasteners of suitable metal construction  
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      Date: August 26, 2013 
The National Board of Boiler 
And Pressure Vessel Inspectors 
1055 Crupper Avenue 
Columbus, Ohio 43229-1183 
 
Attention:   Secretary, NBIC Committee 
Subject:  Request for Code Revision or Addition 
 
Re:  NBIC Part 3 Edition 2011, Paragraph: 5.2.2 b), 5.7.5 a) Figure: 5.7.5-b, and 5.7.5-c 
 
Proposed Revision/Addition: 
This proposed Revision/Addition to the Code is directed at the data field for Temperature on the Alteration 
and Re-rating nameplates. 
 
5.2.2 PREPARATION OF FORM R-2 (ALTERATIONS) 
b)  The information describing an alteration to a pressure-retaining item shall be identified on Form R-2 with a 
complete description of the scope of work for physical or non-physical changes. When the scope of work 
represents a change that will increase the Minimum Required Relieving Capacity (MRRC) of a pressure-
retaining item, such as a change in heating, surface, Maximum Designed Steaming Capacity (MDSC), or 
BTU/hr (W) heating capacity, the new MRRC shall be documented on the R-2 and indicated on the 
appropriate nameplate of NBIC Part 3, Figure 5.7.5-b of NBIC Part 3, Figure 5.7.5-c.  
 
Requested Addition: When the Alteration or Re-Rating nameplate (NBIC Part 3, Figure 5.7.5-b of NBIC Part 
3, Figure 5.7.5-c.) is for use on an ASME Section I pressure-retaining item (boiler) the _______°F field shall 
be indicated as N/A (Not Applicable). 
 
FIGURE 5.7.5-b 
Required Markings for alterations, with use of National Board Form R-2 
 
ALTERED BY    

“R” STAMP 

CERTIFICATE HOLDER  

M.A.W.P. P.S.I.
 
AT **          °F

 
 * Minimum Required Relieving Capacity  
   
NATIONAL BOARD “R”  
CERTIFICATE NUMBER 

 DATE ALTERED 

 
FIGURE 5.7.5-c 
Required Markings for re-ratings, with use of National Board Form R-2 
 
RE-RATED BY    

“R” STAMP 

CERTIFICATE HOLDER  

M.A.W.P. P.S.I.
 
AT  **         °F

 
 * Minimum Required Relieving Capacity  
   
NATIONAL BOARD “R”  
CERTIFICATE NUMBER 

 DATE ALTERED 
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* NOTE: 
a) Not required when the scope of work does not change the Minimum Required Relieving Capacity. 
 
b) If the line identifying the Minimum Required Relieving Capacity is represented on the nameplate and the 
scope of work does not affect the Minimum Required Relieving Capacity , the line shall be “X’d” to represent 
“no change”. 
 
c) Minimum Required Relieving Capacity may be abbreviated to M.R.R.C. 
 
** Note: 
a) When the Alteration or Re-Rating nameplate (NBIC Part 3, Figure 5.7.5-b of NBIC Part 3, Figure 5.7.5-c.) 
is for use on an ASME Section I pressure-retaining item (boiler) the _______°F field shall be indicated as N/A 
(Not Applicable). 
 
 
 
Statement of Need: 
 
The NBIC does not indicate what temperature is to be placed in the field on the nameplate. 
Temperature is not required on the OEM ASME Section I Boiler Nameplates. (ASME PG-106.4) 
Please note that there are multiple temperatures and pressures in a power boiler, different components have 
different design and operating temperatures and pressures. 
 
Placing a temperature on the Nameplate without identifying what the temperature represents is an opportunity 
for misinterpretation and could possibly lead to calculating incorrect tube minimum wall thickness and 
incorrect material specifications for boiler components which could lead to catastrophic failure and lose of life 
and property. 
 
This request is for the NBIC to clarify that temperature is not applicable on the nameplates when the scope is 
ASME Section I Boilers.  
 
 
 
 
 
 
 
 
 
       Regards, 
 
       Babco ck & Wilcox Power Generation Group, Inc 
 

         
       ____ ____________________ 
        
       Cod e Data Coordinator 
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NB 14‐1301 NAMEPLATE TEMP REV.1 
 

Re: NBIC Part 3 Edition 2011, Paragraph: 5.2.2 b), 5.7.5 a) Figure: 5.7.5-b, and 5.7.5-c 
 
Proposed Revision/Addition: 
This proposed Revision/Addition to the Code is directed at the data field for Temperature on the Alteration 
and Re-rating nameplates. 
 
5.2.2 PREPARATION OF FORM R-2 (ALTERATIONS) 
b) The information describing an alteration to a pressure-retaining item shall be identified on Form R-2 
with a complete description of the scope of work for physical or non-physical changes. When the scope of 
work represents a change that will increase the Minimum Required Relieving Capacity (MRRC) of a 
pressureretaining item, such as a change in heating, surface, Maximum Designed Steaming Capacity 
(MDSC), or BTU/hr (W) heating capacity, the new MRRC shall be documented on the R-2 and indicated 
on the appropriate nameplate of NBIC Part 3, Figure 5.7.5-b of NBIC Part 3, Figure 5.7.5-c. 
 
Requested Addition:  
 
Note (1): When temperature limits are not required to be placed on the manufacturer’s 

nameplate in accordance with the original code of construction, the temperature field for 

Figures 5. 7. 5 b) and 5.7.5 c) may be indicated as N/A. 

 
NOTE (2): 
a) Not required when the scope of work does not change the Minimum Required Relieving Capacity. 
 
b) If the line identifying the Minimum Required Relieving Capacity is represented on the nameplate and 
the scope of work does not affect the Minimum Required Relieving Capacity, the line shall be “X’d” to 
represent “no change”. 
 
c) Minimum Required Relieving Capacity may be abbreviated to M.R.R.C. 
 
 
 
 
 
 
Statement of Need: 
The NBIC does not indicate what temperature is to be placed in the field on the nameplate. 
Temperature is not required on the OEM ASME Section I Boiler Nameplates. (ASME PG-106.4) 
Please note that there are multiple temperatures and pressures in a power boiler, different components 
have different design and operating temperatures and pressures. 
Placing a temperature on the Nameplate without identifying what the temperature represents is an 
opportunity for misinterpretation and could possibly lead to calculating incorrect tube minimum wall 
thickness and incorrect material specifications for boiler components which could lead to catastrophic 
failure and lose of life and property. 
This request is for the NBIC to clarify that temperature is not applicable on the nameplates when the 
scope is ASME Section I Boilers. 
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NATIONAL BOARD INSPECTION CODE

SECTION 5

2013
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Part 3 — REPAIRS AND ALTERATIONS

f)	 The letter “G” shall be stamped below the “R” Symbol Stamp to indicate organizations accredited for 
performing repairs or alterations to graphite pressure equipment.

FIGURE 5.7.5-a
Required markings for repairs, with use of National 
Board Form R-1

R
R

REPAIRED BY

CERTIFICATE HOLDER

DATE REPAIREDNATIONAL BOARD “R”
CERTIFICATE NUMBER

FIGURE 5.7.5-b
Required markings for alterations, with use of Na-
tional Board Form R-2

CERTIFICATE HOLDER

DATE ALTEREDNATIONAL BOARD “R”
CERTIFICATE NUMBER

M.A.W.P. P.S.I.

AT °F

R
R

ALTERED BY

* Minimum Required Relieving Capacity

* NOTE: 
a) 	 Not required when the scope of work does not change the Minimum Required Relieving Capacity.

b) 	 If the line identifying Minimum Required Relieving Capacity is represented on the nameplate and the scope 
of work does not affect the Minimum Required Relieving Capacity, the line shall be“X’d” to represent “no 
change”.

c) 	 Minimum Required Relieving Capacity may be abbreviated to M.R.R.C. 

FIGURE 5.7.5-d
Required markings for parts fabricated by welding, 
with use of National Board Form R-3

CERTIFICATE HOLDER

YEAR BUILTNATIONAL BOARD “R”
CERTIFICATE NUMBER

M.A.W.P.

°FR
R

PART

P.S.I. AT

MANUFACTURER’S SERIAL NO.

FIGURE 5.7.5-c
Required markings for re-ratings, with use of Nation-
al Board Form R-2

CERTIFICATE HOLDER

DATE ALTEREDNATIONAL BOARD “R”
CERTIFICATE NUMBER

M.A.W.P. P.S.I.

AT °F

R
R

RE-RATED BY

* Minimum Required Relieving Capacity
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