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Call to Order — 8:00 a.m.
The Chair called to meeting to order at 8 a.m.

Announcements
The announcements were presented to the committee by the Chair.

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

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.

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.

Interpretations (Attachments 2 - 6)

IN13-0301 - Part 3, 3.2.2 ¢)SC on Repair and Alteration, - Question 1: Does Part 3, 3.2.2 ¢)
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 1?

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 V11|
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.
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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 111 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 €), 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 ¢) 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.
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10.

11.

NB14-0701 Part 3, 3.2.2 ¢) 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.

Future Meetings

July 15-18, 2014, Columbus, Ohio
January 19-22, 2015, Orlando, FL

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
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Attachment 1

Attendance List Subcommittee Repairs Alterations

Meeting Date: January 15, 2013
Paul Edwards William Vallance
: Attended: . Attended:
@SME Programs Ig;;"gﬂona Bgard
rupper Ave,
CBSI ™ Lol Hige Yes @ | Colimbus, OH 43229 Yes B
Construction Department
Power Sector No O No QO
150 Royall Street Ph: 614-888-8320
Canton, MA 02072 Fax: 614-847-1828 .
E-mail: imcgimp@natienalbeard=org M)
Ph: 617-589-5690 .
) BVAIlAdce@ e
Fax: 617-589-1792 S476 _,gr aTwowal poitd. &7 = 7
Email: Daul.edwards@ﬁﬁqég.com Initial Initial
; ¢ George W. Galanes, PE :
Mike Webb Attended: Metallurgical Consulting Engineer Attended:
Xcel Energy Ve N Diamond Technical Services, v ‘{
9500 Interstate 76 Inc./Lisle, IL Office
Henderson, CO 80640 No 0O No O
) Ph: 630-799-8162 Office
L 2 7Y / - -
Ph:303-628-2840 L §12.925 1341 Cel
Fax: 303-628-2928 Initial ax: . . . SO
— ggalanes@diamondtechnicalservices.c Initial
mike.webb@xcelenergy.com s
Bryan Schulte Attended: Jim Larson Attended:
NRG - One Beacon Insurance Company Yes QO
Energy Services e 2540 180" Street, East s
12307 Kurland Drive No O Port Lake, MN 55372
Houston, TX 77034
Ph: 952-226-2956
Ph: 713-795-1456 e Fax: 952-226-2957 ok
Fax: 713-795-1451 10/bal E-mail; imloghome@earthlink.net Initial
E-mail: bryan.
schulte@nrgenergy.com
James T. Pillow Attended: Edward Ortman Attended:
Commeon Arc Corporation E/ Alstom Power ;
67 Wyndemere Lane Yes 175 Addison Road Yes M
Windsor, CT 06035 Windsor, CT 06095
No O No 0O
Ph: 860-688-2531
Fax: 860-688-2531
E-mail: Ph: 860-285-2437 /Iéhd
Jpillow@commonarc.com Initial Fax: 860-285-3436. Initial
E-mail:
Edward.m.ortman@power.alstom.com
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Attendance List Subcommittee Repairs Alterations

Meeting Date:

January 15, 2013

Brian Boseo
Graycor Services LLC

Two Mid America Plaza, Suite 400
Oakbrook Terrace, IL 60181

Ph: 630-684-3016
Fax: 630-684-7116

E-mail: brian boseo@graycor.com

Wayne Jones

Arise Boiler Inspection and Insurance
Company

705 East 4! Street
Bay Minette, AL 36507

Ph: 251-937-6225
Fax:
E-mail: wayne.jones@ariseinc.com

James Sekely
Welding Services Inc.
716 Vanderbilt Drive
Monroeville, PA 15146

Ph: 412-389-5567
Fax: 724-327-7381
E-mail: jsekely@comcast.net
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Meeting Date:

January 15, 2013

Name: F,(‘w"/fk, TS’() Jl’\ﬂgf&’ Vl

company: [ fere/g Redinine Co
address: / 8/ T Wood yiited

crystaterzin: Oy oG 0 n, On A58 6
Ph:bf) G-TE6~§ L 50

Fax:

Ext.

E—mail:p’:"‘,oﬂ,aé'h\o },”1 SoM @P@@’ﬂf’/\?}/,cﬂﬁﬂ

Name: &mjmmv:\ gﬁ&-&/
Company: ':] com Gloedni ,%W

Address: ; /2, jorpois Plore

City/State/Zip,  (Stw b Ok “B2ix
Ph: Ext.

Clet- 4 - /43
broge 704 = LYY

E-mail: &dﬂa Loy i o carnm

ma

ax.

Name: P QAN MorEcacl
address: f.o_ o STy gsAap
City/State/zZip: MG feRTT [T Gl 2.
ph: A2%-222 (207 .

Fax:

E-mail; ,W,LE)CQ@@Q_?’{AAQH Lafa

Address: Y f’SQq‘f‘ﬁ}_ﬂ\

. Mfﬁl e NC 27608
City/State/Zip: -f\

ph: 419 €32 16062 Ext.

Fax:

St g roon@pe pasatoepr

Name: ﬂnge\u %—w«mutm
company: Wistoe fousec Tar.

Address: V11X {%’éébou) ‘Qé

City/State/Zip; Win (Vv 0085
Ph: &G0 LE3-ANT, Ext,

Fax:

m&nz\e\ or & \')Q‘BM Jtc‘. @ {‘)n\df’vf N "*“\\L\%Nr L

Name: £auny Crorfers
Company: AFCém poec. 1/C

Address: 2oz Grlear fonkis PR
City/State/ZIp: (o /mpsore., &7 060?5

h: 602653481 Ext,

|'U

T

ax.

E-mail: /M@A A {’M%°W@§'0W¢ Qéﬁmh

Neme: 3407 /45 I LTI
Company: /‘M‘{’——(S 4//;‘2'/:/

address:  SGZG 5 HARLS P 4145
City/State/ZIps Cpl1cq 60,72 (0635
Ph: 7TFASA. X707 Ext

Fa 773,754 0010

Emalls \ i g1 LUK N L

Neme:  Zpni Pucwnn

Company: 75 % 10

address: 2o S VA Luren AVEN
City/State/Zip: fn g6 erc7on, ON U203
Bh: 330 -840 -285L

ax:

E-mail: REP VLA Bakcocr . conhs

Ext.

-

%’

€D g,

Lon.



Attendance List Subcommittee Repairs Alterations
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Attendance List Subcommittee Repairs Alterations
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Attendance List Subcommittee Repairs Alterations

Meeting Date: January 15, 2013

HAROBIN-Active Documents\NBIC Secretarial Documents\Committees\Rosters\January 2013\Roster 8C on R and A 0113(Autosaved).doc
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Attachment2

PROPOSED INTERPRETATION

Inquiry No. IN13-0301

Source William Tillman
Subject Part 3,3.2.2 ¢)
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 Al: 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 Al 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 Al 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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|Attachment 3

PROPOSED INTERPRETATION

Inquiry No. | 14,0101

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------- T oF for alterations or re-ratings performed on a
Power Boiler constructed in
accordance with ASME Section [?

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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IN14-0101

One State Street , 8" Floor
P.0.Box.299, Hartford, CT 06141-0299
Tel: (860) 722-5392

Jayaram_Vattappilly@hsbct.com
AUgUSt 23: 2013 www.hsbglobalstandards.com

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, | 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 |, the nameplate/stamping doesn’t
require any temperatures to be listed. Please refer to the sketch below from ASME Section |, 2013
Edition.

The Hartford Steam Boiler Inspection and Insurance Company of Connecticut
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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 27?

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------- , —mmm—-- °F 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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Attachment 4

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. 1 1N14-0201

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: If audit personnel are qualified in accordance with the requirements of ANS/ASME

Q i N45.2.23, Qualification of Quality Assurance Program Audit Personnel for Nuclear Power Plants

uestion may they perform the audits specified in 1.8.5.1 q)?

Committee’s No, the NBIC requires audit personnel to be qualified in accordance with NQA-1.

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 Part3,3.3.2d) 1)

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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IN14-0301

_ ENERGY James E. Dorwin
' Code Programs Engineer
NORTHWEST P.O. Box 968, Mail Drop PE27

Richland, WA 99352-0968
Ph. 509.377-8551 F. 509.377-4135
jedorwin @energy-northwest.com

November 19, 2013

Secretary, NBIC Committee

The National Board of Boiler and Pressure Vessel Inspectors
1055 Crupper Avenue

Columbus, OH 43229

Dear Sir or Ma’am:

Please consider my Code Interpretation inquiry question below at your earliest availability. | have
included a background paper (Enclosure 1) and a copy of the vessel's ASME Section VIII Code
Data Report (Enclosure 2) with this letter. Thank you for your support and consideration.

Subject: NBIC, 2011 Edition with no Addenda
Routine Repairs: Part 3, Section 3.3.2d) 1)

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.

Sincergly,

James E. Dorwin

Enclosures (2)
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ENERGY James E. Dorwin
Code Programs Enginee

NORT EST P.O. Box 968, Mail Drop PE27
Richland, WA 99352-0968

Ph. 509.377-8551 F. 509.377-4135
jedorwin@energy northwest.com

Background:

FOMATION WICH 1§ ¢ . . '
porem-bresieed Y 4% (e To feMove pNOLE
e . vy
3% - 8% 4
; th.mSASA-RF
. I' '|50 MA'” OUTLET
, OUTLET INLET
o g | e e S
U2 _
‘ /- ® \
$ t /
2
. . , l' \ .. s  S——
3878Vl gl vy - Vl1sOASA-RF
— WEADS COAPLES INLET

ASME Section VIl Heat Exchanger Vessel (1971 diton with Summer 19 3 Addend )

3/8" threaded fitting (drain) welded through the shell of the vessel (single fillet weld

from the exterior of the vessel shell). ** Note that the 3/8” fittings are not listed on the U-1 Code
Data Report under Nozzles. Only the two 1 1/2” and two 1’ nozzles are listed. (see Enclosure 2)

The single fillet weld developed a pinhole Ieak due to corrosion. The pinhole area
was excavated (via mechanical grinding) and then re-welded.
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Attachment 6

Page |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 VIl 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 (Cl) for all tubes that were less than “t min”
but greater than 80% and the Cl 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).

Page 2 of 2
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- m Fw: Question | asked George Galanes concerning temper bead welding
. Chuck Withers to: Robin Hough 04/12/2013 07:14 AM

History: This message has been replied to.
Robin,

Can you open a new action item o address this?

Chares Withers _
Assistant Executive Director -Technical
The National Board of Boiler
and Pressure Vessel Inspectors
1055 Crupper Ave.
Columbus, OH 43229-1183
Direct: 614.431.3201
Fax: 614.847.1828
cwithers@nationalboard.org
—-- Forwarded by Chuck Withers/NationalBoard on 04/12/2013 07:13 AM - — o7

From: John Hoh/NationalBoard

To: Chuck Withers/NationalBoard@NationalBoard

Date: 04/10/2013 12:08 PM

Subject: Question | asked George Galanes conceming temper bead welding

This is the question | asked George Galanes:

I am writing an article for the NB Bulletin dealing with the basics of
welding method 3 (2.5.3.3) but this gquestion would apply to any of the
welding methods when the reinforcement layer is removed after the weld has
cooled.

In 2.5.3 e}, it requires NDE in the form of MT or PT prior to welding and
after the finished weld has reached ambient temperature. In your opinion,
should the final NDE be performed prior to removal of the reinforcement
layer, after removal, or does it matter? I could see a valid argument for
performing the NDE after removal of the reinforcement layer when under-bead
cracking is a concern, but that's just my non-expert thoughts.

George's reply:

In my cpinion, when T re-worked this section of the NBIC

regarding welding methods, it was my intention that a final NDT would be
performed, and finished weld in this case means when the temper bead
reinforcement layer is removed AND after the weld has been substantially
ground flush (for examination). For a conventional weld, the finished weld
would be no further work (including grinding if required t¢ better interpret
the surface} other than NDT.

Chuck,

| used Methad 3 when writing my article, but Methads 2, 3, and 4 all share the same last step - the surface
temper bead reinforcement shall be removed substantially flush with the base metal surface.

Maybe 2.5.3 €)1) could be clarified to state "After the finished weld has reached ambient temperature and,
when required by the specific welding method. the surface temper bead reinforcemenit 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

10f8
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{inspector or original code of construction.

John Hoh
Senior Staff Engineer
National Board
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5) Thetermt, 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.

253 ALTERNATIVE WELDING METHODS WITHOUT POSTWELD HEAT TREATMENT

a)

b)

c)

d)

e) Nondestructive Examination of Welds

f)

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.

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.

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.

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

haca matal that ic ininad to an avictanitico otoaol Tovanaor boaodaualdina nrocadiivo noamonolatiiea ic daofinod

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,

bead welding in ASME Section [X. The Welding Pro¢edure 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.

elding shall be examined using either the Magnetic Particle (MT)
or the Liquid Penetrant (PT) examinafion 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.

Prior to welding, the area prepared for

Methods that may be used as alternatives to postweld heat treatment are described in the following sub-
sections.
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2.5.31 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;

¢) 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;

¢) 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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e)

1) For P-No. 1 Groups 1, 2, and 3 and P-No. 3 Groups 1, 2, and 3, the minmmorm prereat termpeTraure
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.

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

thatmateriatorfrom another acceptable source (see NBIC Part 3, 2.5.3) may be used for the base metal

g)

h)

)

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),” but in no case shall the material be lower in strength.

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

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;

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;

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;

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

The IIW Carbon Equivalent Formula is CE= C+ Mn/6 + (Cr+Mo+V)/s5 + (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);

I) 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.

N
4
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2.53.3 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)?
as the material being repaired, but in no case shall the material be lower in strength;

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

PART 3 — REPAIRS AND ALTERATIONS |5EET@%%6é| 53



Jim
Text Box
NB13-0502


SECTION 2

ZC|13|NATIEINAL BOARD INSPECTION CODE

A13

NB13-0502

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.

2534 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.

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;

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;

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)® as
the original material used for construction, and in no case shall the material be lower in strength;

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

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

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
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2) For the welding processes in NBIC Part 3, 2.5.3.4 ¢), 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;
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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).

2.53.5 WELDING 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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babcock & wilcox construction co.

» 74 robinson avenue » p.o. box 802 » barberton, oh 44203-0802 usa
» phone 330.753.9750 » www.babcock.com

Robin Hough October 4, 2013
NBIC Committee Coordinator

The National Board of Boiler and Pressure Vessel Inspectors

1055 Crupper Avenue

Columbus, OH 43229

Robin,

Please include this proposed Code revision (seen below) on the R&A Subcommittee
agenda for the January, 2014 meeting.

A progress report was given at the July, 2013 meeting under new business (NB13-0503).

Sincerely,

Ray L. Miletti

Quality Assurance Manager

Babcock & Wilcox Construction Company
rimiletti@babcock.com

Office: 330-860-2589

Mobile: 330-289-1931
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Subject: Request for Code Revision
Reference: NBIC (2013), Part 3, Section 5, Paragraphs 5.7.2(c) & 5.7.3

Background Information:

During the January, 2013 SC meeting, an Interpretation (IN13-0201) was submitted by Mr.
John Hoh (Senior Staff Engineer) and reviewed by the SC. Mr. Hoh questioned why the
Code was silent regarding the method of attaching both Repair and Alteration nameplates
(attachment #1).

The SC reviewed Mr. Hoh’s question and proposed reply related to the attachment of a
Repair or Alteration nameplate using welding, soldering, brazing or by mechanical
fasteners. The SC felt that currently no words exist in the NBIC text that specifies or
requires the method of attachment. The SC decision was to request withdrawal of the
Inquiry by Mr. Hoh and instead, address this issue as an action item to revise the Code to
include Repair and Alteration nameplate attachment requirements (attachment #2).

Statement of Need:

By not having established requirements in the Code for nameplate placement (attachment
#3), it may lead to nameplates being attached by methods that will not assure permanent
placement. NBIC shall state that it requires nameplate to be attached by permanent means
that will prevent/minimize the willful destruction of the nameplate or its attachment
mechanism.

Proposed Revision:
The following is a proposed revision to the paragraphs in question. There was no need to
efiminate any text but only add text as noted below in red and italicized.

Reasoning:
In an attempt to give direction regarding the placement of nameplates, | have researched

the ASME Code in an attempt to provide consistency with other construction codes. The
only written direction found in Section |, PG-106.5 and PG-111.13, states that the
nameplates are to be “securely attached” (attachment #4 & #5). Additionally, in Section
IV, HG-530.1, states that the nameplates shall be “permanently fastened or attached”
(attachment #6). However, Section VIil, UG-119 (attachment #7) does provide more
detail for directing nameplate placement. | have tried to capture the text from Section
VilI within the subject revision.
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5.7.2 STAMPING REQUIREMENTS FOR REPAIRS
a) Pressure-retaining items repaired in accordance with the NBIC shall be stamped as required by this

section.

b) Subject to the acceptance of the Jurisdiction and the concurrence of the Inspector, nameplates and
stamping may not be required for routine repairs (see NBIC Part 3, 3.3.2). In all cases, the type and extent of
repairs necessary shall be considered prior to waiving the requirement.

¢) Stamping or nameplate shall be applied adjacent to the original manufacturer's stamping or nameplate. A
single repair nameplate or stamping may be used for more than one repair to a pressure-retaining item,
provided each is carried out by the same certificate holder. The date of each repair, corresponding with the

date on associated Form R-1, shall be stamped on the nameplate.

The subjectnameplate-shall be-securely aliached-by-a-method-that will notalfew for easy remeval: Rev.1i
Fhe-metheds-mayinclude; butnetimited-to: / Additionto ¢
—Welding

supporting the nameplate—Please-nete-that this-method mayrequirewelding:- brazing-or soldering

d) The subject nameplate shall be securely attached using a method compatible with the structure
or standoff-bracket supporting the nameplate, in a manner that will impede easy removal. The

method of attaching this nameplate, as permiited by the original Code of construction, may Rev.2

inciude, but is nof limited to: Revised Rev.1

- Welding text to read as
' . itern “d” now

- Bonding or cementing

- Tamper-resistant mechanical fasteners of suilable metal construction
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5.7.3 STAMPING REQUIREMENTS FOR ALTERATIONS
a) Pressure-retaining items altered in accordance with this Code shall have a nameplate or stamping applied

adjacent to the original manufacturer's stamping or nameplate in accordance with this section. For an
alteration

where physical changes are made to the pressure-retaining item, the “R” Certificate Holder responsible for the
construction portion of the alteration shall apply the stamping or nameplate. For an alteration where no
physical changes are made to the pressure-refaining item (e.g., a re-rating) the “R” Certificate Holder,
assuming responsibility for the design, shall apply the stamping or nameplate.

The-methods-mayinclude but notlimited to: Rev.1

Waeldi Addition
A/

h) The subject nameplate shall be securely atlached using a method compatible with the siructure or
standoff-bracket supporting the nameplate, in a manner that will impede easy removal. The

method of aitaching this nameplate, as permitted by the original Code of construction, may

include, but is not imited to: Rev.2
. ; Revised Rev.1
Welding text to read as
- Bonding or cementing item “b® now and
- Tamper-resistant mechanical fasteners of suitable metal construction ggtf;, existing text
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IN13-0201

November 8, 2012
X ‘ , . NOV 0 8 2012
’ ' THE NATIONAL BOARD OF
: . : BOILER & PRESSURE VESSEL
Secretary, NBIC Committee o INSPECTORS
The Nationa! Board of Boiler and Pressure Vessel Inspectors .
1055 Crupper Ave,

ColumbUS oH 43229

Please accept this !etter as 8 reguest for 1nterpretatlon of NBIC Part 3, 5.7.2c} and 5 7.3
regarding attachment of a nameplate for repalrs and alterations, .

QuestIOn L : .

In atcordance with Part 3, 5.7.2¢), Is the attachment of a repalr nameplate to be by a
method such as welding; brazing, soldering, or tamperuresistant mechanical fasteners
whlch will not aifow easy removal ofthe nam eptate?

Proposed Reply 1 .
" Yes. A o

Questlon 2:

sInaccordance with Part 3, 5.7.3, Isthe attachmentof an a!teraﬂon nameplate to be by a
methad such as welding, brazing, soidering, ortamperrresistanrmechan!caifasteners
_Wwhich wili not allow easy remova} of the nameplate? .
Proposed Reply 2:

Yes,

.Background

. Thee NBIC does not appear to estab!ish requ!remants for namep!ate attachment methods.
This has led to nameplates belng attached by hpn-permanent methods such as SErews or
bolts. To remain consistent with construction codes such as the ASME Boller and Pressure

,'Vessel Code, a nameplate should be attached by a method which will requf?e Ihe wlllfu!
destruction of the nameplate or its attachment sVstem. N

Respectfully submitted, S L

John Hoh .
Senfor-Staff Engineer

' Aitachment: Photograph of nameplate with screws

-
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i Arr¥L

PR13-0221 Part 3, Table 4,4.2 Delete this table. It should be identical to Table 4.4.1.4, Alsothe math

symbgls in Table 4.4.2 need corrected, The slash through the equal slgn means not equal.
The correct symbol for less than or equal js <=, There is no slash in the symbol.

Jantiary 2013
A motion was made and unanimously approved 10-0-0-0 to provide a response of #3-

(Accepted in principal) with the action; correct version of revision will be in the 2013
Editlon, .

g

PR13-0222 Part 3: 4,4.1.3,4 SC Repair and Alteratlon Delete grade70 from the SA-515 reference.

There ate grades 55, 60, and 65 in additlon to grade 70, The table should apply to ali.

January 2013
A motlon was made and unanimously approved 10-0-0-0 to provide a response of #4

(Accepted, changes re incorporated) with the Action; Correct version of revision wil be in
the 2013 Edition.

TR13-0223 Part 3¢ 5.5a) SC Repalr and Alteratlon-Why are R forms exempt from reglstration? Itis

expected and many jurisdictions require registration of pressure vessels. Itis not logleal to
register other organizations paper, but not your own, Registration is also a safety issue,
There should be cradle to grave documentation for vessels. There is a considerable market
in used vessels, and the documentation does not go with the vessels. All repalrs and
alterattons should be registered,

Januaty 2013
A motion was made and unanimously approved 10-0-0-0 to provide a response of #6
(Rejected) with the Action; Committee prevlously constdered, Action not warranted,

Interpretations (Attachment 3, page 12)

arbe 5 ._..{,-::;5.1 !'sfr%f‘i%’li‘i’%
E£551IN13-0201 "Paﬂﬁb’, 3.2.2 ¢), SC on Repair and Alteration, - Question 1: In accordance with Part3,

5.7.2 ), is the attachment of a repair nameplate to be by a method such as welding,
brazing, soldering, or tamper-resistant mechanical fasteners which will not allow easy
removal of the nameplate?

January 2013

The SC revlewed the Inquirers question and reply related to attachment of & repair or
alteration nameplate using welding, soldering, brazing or by mechanical fasteners, The SC
folt that there are no current words in the NBIC text that specifies or requires the method
of attachment, The 8C declded to propose that the Secretary go back to the National Board
staff member who subinitted the Inquiry and ask if they would withdraw the item and in-
turn the SC would take out a new Action Item to address a code revision for speciflc
attachment requirements of repair or alteretion nameplates. There was a motlon and the
motlon was unanimously approved gReMiléttl will:be the Project Manager for this item,
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6.7.2 STAMPING REQUIREMENTS FOR REPAIRS

a) Pressure-retalning items repaired in accordance with the NBIC shall be stamped as required by thls sec-
tion,

b) Subject to the acceptance of the Jurisdiction and the concurrence of the Inspector, nameplales and stamp-
Ing may not be required for routine repalrs (see NBIC Part 3, 3.3.2). In all cases, the type and extent of
repairs necessary ghall be considered prior to waiving the requirement.

) Stamping or nameplate shall be applied adjacent fo the original manufacturer's stamping or nameplate. A
single repalr nameplate or stamping may be used for mors than one repalr to a pressure-retaining item,
provided each Is carried out by the same certificate holder. The date of each repalr, corresponding with
the date on assoclated Form R-1, shall be stamped on the nameplate.

6.7.3 STAMPING REQUIREMENTS FOR ALTERATIONS

Pressure-retaining ltems alterad in accordance with this Code shall have a nameplate or stamping applied
adjacent to the original manufacturer's stamping or nameplate In accordance with this section, For an altera-
tion where physlcal changes are mads to the pressure-retaining item, the "R Certificate Holder responsible
for the consfruction portion of the alteration shall apply the stamping or nameplate. For an alteration wherse
no physlcal changes are made fo the pressure-retaining item (e.g., a re-rating) the *R" Certificate Holder, as-
suming responsibllity for the deslgn, shall apply the stamping or nameplate.

By
HZ5
E
A
iy

6.7.4 STAMPING REQUIREMENTS FOR PARTS

Stamping or nameplate shall be applied In a conspleuous location on the part.

6.7.6 SPECIFIC REQUIREMENTS FOR STAMPING AND NAMEPLATES

a) Required data ehall be in characters of at least 5/32 in. (4 mm) high, except that characters for prassure
relief valva repalr nameplates may be smaller. Markings may be produced by casting, etching, embossing,
debossing, stamping, or engraving. The selected method shall not result in any harmful contamination, or
sharp discontinultles to, the pressure-retaining item. See NBIC Part 3, Figures 6.7.6-a through 6.7.5-¢.

b) The Natlonal Board Code Symbols ('R","VR", and *NR") are to be stamped; Do Not Emboss.

¢) Stamping directly on items, when used, shall be done with biunt-nose continuous or biunt-nose [nterrupted
dot dle stamps. If direct stamping would be detrimental to the item, required markings may appear on a
nameplate affixed to the item,

d) The certificate holder shall use its full name as shown on the Cerlificata of Authorization or an abbreviation
acceptable to the Natlonal Board.

@) The lotters “RP” shall ba stamped below the “R* Symbol Stamp to Indicate organizations accredited for
performing repalrs or alterations to fiber-relnforced plastic ltems.

f) The letter "G* shall be stamped below the "R" Symbot Stamp to indicate organizations accradited for
performing repalrs or alterations to graphite pressure equipment.

PART 3 — REPAIRB AND ALTERATIONS lBEBTIDN 5| 93
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whichever Manufacturer [see PG-104, Note (1)] has the
responsibllity for assurance of Gode certification for a
completed boller unit, that Manufacturer shall provide a

. master stamping for the complete unit which shall show

the maxtmum alldwable worklng (minfmum design)
pressure at the superheater outlet as determined by the
Manufacturer ‘as item PG-106.4.1(c). In no case shall the
master stamping pressure be more than the maximum
aliowable working pressure of any part of the unit,
excluding the steam piping between the boiler and the
prime mover, The master stamping shall be located as
required jn PG-111.5.2.

PG-106.4 In addition to the Certification Mark, the
following {tems shall also be stamped with letters and
figures at least 54 fn. (8 mm) high [z in. (4 mm) on
minfature bollers if necessary], arranged as shown
In Fig. PG-106.

PG-106.41 ltems on Bollers,

(a) Manufacturer’s serfal number

(D) certlfied by {name of Manufacturer)

{¢) maximum altowable working pressure when bulit

{d] heating surface {or power input for electric botlers)

(e} year built

{7 maximum deslgned steaming capacity (or, for high-
temperature water botlers, maximum designed output)

PG-106.4.2 (tems on Waterwalls, Superheaters, or

Economizers.

({a) Manufacturer’s serial number

(B certified by (name of Manufacturer)

(c) maximum allowable working pressure when butlt

{d] heating surface (not required for integral super-
heaters) (rated absorption for an iselable economlzer)

(e} for Isolable or nonintegral separately fired super-
heatets, heating surface or the minimum pressure relief
valve discharge capacity calculated fromn the maximum
expected heat absorption (as determined by the Manu-
facturer)

Figure PG-108
Form of Stamping

Certified by

...............................................

--------------------- tetsssasussevsssursnsanny

{Max. aliow. working pressira when bullt
“lHaxfing surizce, bolfsr and waterwalls)
“Maximum destgred steaming sapecityl

P L P P P P P PR P

Manufaciurst’s -
sgrial number

asescassenes desemriran P LI LTTE LI

Year buiit

PG-108.5 For bollers with no pressure retaintng part
larger than 16 in. (400 mm) 0D, or for equipment
operating at temperatures above B00°F (425°C), a cast,
etched, or stamped metallic nameplate may be used-to
provide the data required by PG-106 Instead of stamping
divectly on the pressure retaining materlal, This plate shall
be sgcurel to the jtem it describes. I the
attachiment is by welding the welding shall meet the
requitements of this Sectlon. The Authorized Inspector
shall witness the stamping of the Certification Mark and
verlfy that the nameplate has been attached.

sPG-106.6 Each Manufacturer shall furnish, in addi-
tion, a metallic plate or plates on which the above data are
reproduced for all the tems manufactured by him, except
when the original stampings are so located on the
completed (or assembled) boller wnit that all will be
readily visible from one place on the opersting floor or
platform, These plates, if used, shall be located as specifled
fn PG-111.18, All data on such additional plates, Including
the Certification Mark, shall be gast, etched, or stamped
and thls marking need not be witnegsed by an Authorlzed
Inspector, The letters and figures on these nameplates
shall be not less than %2 in. (4 mm) high.

PG-106.7 When the Manufacturer {s an Bngineering
Contractor [see PG-104, Note (1)), elther of the sequences
specifled in PG-106.7.1 and PG-106.7.2 may be selected for.
the certification and stamping of the completed bofier.

PG-106.7.1 Certiflcation of Fleld Assembly Pilor
to Certifleatlon of Englneering Contractor,

(a) The Englneerlng Contractor shall prepare
a Form P-3A Master Data Report with the Certlfication
of Engineering Contractor portion remaining blank. This
Master Data Report, induding all assoclated Partlal Data
Reports shali be forwarded to the Assembler,

{b) After the required inspectlons and the hydrostatic
test have been performed, the Assembler and his Author-
tzed Inspector shall certify the fleld assembly portion
of Form P-3A. The Assembler shall then forward the
completed Porm P-34, fncluding all assoclated Partial Data
Reports, to the Engineering Contractor,

(¢} The Englneering Contractor shall provide a metallic
master stamping plate or plates, The lettors and figures on
this plate shall be not less than %z in, (4 mm) high, This
plate shall include, in addition to the Certification Mark, all
the data required by PG-106.4. Such data, except the
Certiflcation Mark, may be cast, etched, or stamped on this
plate. The Certification Mark shall be stamped. The
stamping of the master stamping plate shall be In the

~ presence of the Engineering Contractor’s Authorized

a2

Inspector after the Inspector has examined the Design
Specification for the complete boller unit, verified the
plate datg, and s satisfled that the Engineering Contractor
has provided for the construction of the complete boilsr
unit, The Erigineerlng Contractor and his Authorlzed
Inspector shall then sign the Certiflcation of Engineering
Contractor portion of Form P-3A. ’
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PG-111,5,2 Porced-flow steam generator with no
fixed steam and waterline « the master stamping
(PG-106.3) shall be located on m major pressure part,
located near the maln operating floor where readlly
visible, The Data Report Form shall record the locatlon
of the master stamping,

PG-111.6, Scotch marine boilers -—— on elther side of
the shell near the normal water level line and as near as
practical to the front tubesheet.

PG-111,7 Economic bollers — on the front head,
above the center row of tubes.

PG-111.8 Miniature and electric bollers — on some
conspicuous and accessible place on the boller proper, or
onh & stamping plate at least ¥4 in. (1.2 mm) thick,
permanently fastened (adhestves prohibited) to the boler,

PG-111.9 Onany ofthe above types where there Is not
sufficient space in the place designated, and for other
types and new designs — In a consplcuous place on the
boiler proper. The Data Report Form shall record the
location of the required stamping.

PG-111.10  Superheaters -~ on superheater header
near the outlet. Other headers shall carry identifying
marks.

PG-11L11  Economizers — at a handy location on
water Inlet header or drums. Other headers shall carry
{dentifylng marks.

PG-111,12 Waterwalls — on one end of a jower
header, Other headers shall canty ldentifylng marks.

PG-111.13  When requived by PG-106,6 and PG-106.7,
the Manufacturer [see PG-104, Note (1)] shall furnish a
nameplate or plates on which the appropriate Certification
Mark and design data for the scope of his responsibility
are permanently {mprinted. The nameplate shall be
securely attached to the front of the boiler, its setting or
casing, ata place readily visible from the operating floor or
platform.,

PG-112 MANUFACTURER'S PATA REPORT
FORMS

PG-1121 Ten types of Manufacturer’s Data Repott
Forms are shown In the Appendix under the heading “Data
Report Forms and Guides® at the end of thls Section, These
forms shail be used by the Manufacturer [see PG-104, Note
(1)] to record all the ftems of a complete boller unit, in
accordance with the provisions of PG-112.2, When the
cettification of the complete boller unit is accomnplished by
more than one Data Report, the princlpal Data Report (F-2,
P-2A, P-3, or P-3A) shall be designated as the Master Data
Report (see PG-113).

For forced-flow steam generators with no fixed steam
and watetline consisting of groups of pressure parts or
components deslgned at several different pressure levels,
a separate Manufacturet’s Data Report shall clearly
{dentify the pressure parts at each pressure level and

86

show the maximum allowable working pressure. These
several Data Reparts shall be attached to a Master Data
Report (PG-113) that shall clearly identify each compo-
nent as part of the compiete unit. .

PG-112,2 Types of Data Report Forms, The types of
Data Report Forms and the purposes for which they ave to
be used ave specified in PG-112.2.1 through PG-112.2.8.

*PG-112,21 Form P-2, Manufacturer’s Data Report
for All Types of Boilers Except Watertube and Electric,
shall be used -to record all types of bollers other than
watertube boller units and parts thereof, which are

‘fncluded under Form P-3,

PG-112.211 Form P-2A, Manufacturer's Data
Report for All Types of Electric Boilers, shall be used to
record all types of electric boflers,

PG-112,2,1,2 Form P-2B, Manufachuwrer's Data
Report for Electric Superheaters and Reheaters, shall be
used to record electric superheaters and reheaters
installed external to the boller setting.

PG-112.2,2 Form P-3, Manufacturer’s Data Report
for Watertube Bollers, Superheaters (except electric),
Waterwalls, and Economizers, shall be used to record all
of the {tems comprising a watertube boiler,

The Form P-3 shall also be used to record a superheater,
waterwall, or economizer when the design of such an item
fa certified by a manufacturer other than the boller
Manufacturer, or when such an ftem is to be added to an
existing boller. The Item shall be stamped with the
Certification Mark with the "S° Deslignator and the
additional Information, as applicable, shown
in PG-1064.2,

Ttem 10 on Form P-3 shall be used to record ather parts
connected at the openings listed in ltem 11 {f such parts
are fabricated of materlals or by processes that require
Code inspection. If such parts have not been connected
prior to the hydrostatic test, a notatlon shall be made
under ftem 10 reading: "No parts connected to the
openings listed in Item 11 sxcept as noted.”

PG-112,23 Form P-34, Bnglneering-Contractor
Data Report for a Complete Boiler Unit, shall be used
when such an organization assumes the Manufacturet’s
Code responsibility as provided for by PG-104, Note (1),
This form shall be used to certify Code responsibility for
the design specification of the complete boller unit, of
which the components are individually certlfied by their
individual manufacturers in accordance with the Code
rules, This form also provides for field assembly certifica-
tion.

Form P-3A shall not be used by a Manufacturer to
provide Code certification for only a portion of the
complete boiter unit.

PE-112.2.4 Form P-4, Manufacturer’s Partial Data
Report, shall be used to record boller parts requiring
inspection and stamping under this Section which are
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FIG. HG-530.1 OFFICIAL SYMBOL FOR STAMP
TO DENOTE THE AMERICAN SOCIETY OF
MECHANICAL ENGINEERS’ STANDARD

HG-520.3 Supplementary Sheet, Form H-6, Manufac-
turer’s Data Report Supplementary Sheet, shall be used to
record sdditlonal data where space was Insufficient on
a Data Report Form. This Manufacturer’s Data Report
Supplementary Sheet will be attached to the Manufactur-
er's Data Report Form where used. 1f Form H-6 is used
in conjunction with Form -5, the Authorized Inspector’s
certification is not applicable,

HG-530 STAMPING OF BOILERS

HG-530,1 Stamping Requirements for Bollers Other
Than Those Constructed Primarlly of Cast Iron or Cast
Aluminum (See HG-530.2)

(a) Allboilersto whichthe Code Symbolisto be applied
shall be built according to the rules of this Section by a
manufacturerwho is in possesston of a Code Symbol Stamp
and a valid Certificate of Authorization. Bach boller shall
be stamped with the Code Symbol shown in Fig. £1G-530.1
and with the following data:

(1} the boiler manufacturer’s name, preceded by the
words “Cerlified by"

(2) maximum allowsble working pressure

(3) safety or safety relief valve capacity (minimum},
as determined according to HG-400.1(d) and HG-400.2(¢)

(4) heating surface, as determined according to
HG-403 (or power input for electric boilers)

(5) manufacturer's serial number

(6} year built

(7) maximum water temperature

NOTR: The year bullt may be incorporated Into the sedal number 83 &

. puefix conslsting of the Jast two digits of the year,

(b} Iiems (1) through (7) listed in (a) sbove, wlth the
markings arranged substantially as shownin Fig, HG-530.2
or Fig. HG-530.3, shall be stamped with letters at least

%4 in. (8 mm) high {except as permitted in HG-530.1(d)] .

and in some conspicuous place on the boiler proper or on
a nameplate at least %. In. (1.2 mm) thick permanent!
fastened to the boiler proper. The location of the stamping
shali be as follows:

(1) Horizontal Tubular Flue Type Boilers: on the
front head above the central rows of tubes or flues,
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FIG. HG-530.2 STEAM AND WATER BOILERS
FORM OF STAMPING ON COMPLETED.BOILERS.OR
THEIR NAMEPLATES, .*.

{Not Applicable for Bollers Gons

. Primartly of Gast Iron) -

{Nams of Manufactul

IMAWR, Stoam

TMAWE, Wai

., TMaximum Water Tern

Heating surface < - boile
IHeating surface =0

3Hesting surlace —_

34kt HS gonerating cap

Mintmum relief valve capacity |

Manufacturara sarjal no.

SYear bullt ~__..__ "

GENERAL NOTE: A:ceptgb:ie‘A‘Bb.r'eviai!nns to
wording may be used. e

NOTES: L

{1} For steam only botlers, MAWP, Wat
Temperature markings are optlonal

{2) Kilowali power loput for electflé bol

{3} List each type of surface s¢
surface Is not present, ' i3

{4) Generating capacity for extended

{(5) May be omlited when |
HG-530.1). i

tube Type Boilers: oye,
or washout plug opéning
(3) Watertube 1¥p.
outlet drum, Waterwalls and h
markings,
(4) Split-Section an
Boilers: over or near the fir
plug opening on the fror
carry identifying markings
(5) Scotch Type:

sheet, .
(c) On any of the aho
sufficient space in the pla
and new designs of bo
in & consplenous place..::
(d) When there i3 insuffi i

2

1l Pa
requlred above, smaller letter. dimensio
provided

(1) statnping shali be.as required |
(b) above, and
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F1G. HG-530.3 BOILERS SUITABLE FOR
WATER ONLY
FORM OF STAMPING ON COMPLETED BOILERS OR
THEIR NAMEPRLATES
{Not Applicable for Potlers Constructed
Primarily of Cast Iron}

Cortified by
{Name of Manufacturer}
TMAWE, Water
TMeximum Water Temp,
?Heating surface boiler
Hesting surface water wall
*Heeting surface extandad

34Ext HS genarating cap

Minlmum relief velve capacity
Meanufecturar's serlal na.

SYoar bullt

GENERAL NOTE: Acceptable abbreviations to any of the stamp

wordlng may be used,

NOTES:

{1) For steam only bollers, MAWP Water and Maximum Water
Temperature markings are optional.

{2} Kilowatt power Input for electric bollers. .

{3} List each type of surface separately, May be omitted If type heating
surface is nol present.

(4) Generating capacity for extended heating surface [see HG-403(d)3.

(5) May be omitted when year bulit Is prefix to serial numbar (see
HG-530.1}.

{2) character size shall be no smaller than %, in.
(4 mm)
{e) ‘The stamping or nameplate on the boiler proper shall
not be covered with insulating or other material unless
(1) the required markings are duplicated and stamped
directly on the boller casing in some conspicuous place
using letters and numerals at least %4 in, (8 mm) high
{2) an opening with a removable cover is provided
in the jacket or other form of casing so that, when removed,
the stamping or nameplate on the botler proper can be

) viewed

(3) the required data are dupiicated by stamping or
marking with letters at icast ¥ in, (3 mm) high on & nonfer-
rous nameplate at least 3 in, X 4 in. (75 mm X 100 mm)
size and permanently aliaching the nameplats to the casing
in some conspicuous place by mechanical means or by an
adhesive system meeting the requirements of Appendix 3

{f) The Code Symbol may be preapplied to a nameplate.
The nameplate may be attached Lo the boiler afier the
final fabrication and examination sequence but before the
hydrostatic test, provided the procedure for sequence of
stamping is deseribed in the manufacturer’s accepted qual.
Ity control system. The Code Symbol and manufacturer's
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FIG. HG-530.4 STEAM AND WATER BOILERS
FORM OF DATA CAST ON CAST IRON BOILER

SECTIONS
Certified by
{1} {6}
Name of Manufacturer for
MAWP, Steam
MAWP, Water {2
) 13)

{Pattern humber}

{]
{Casting date}

HNOTE: (1) throuph {5} refer to HG-530.2{a}{1}-{a)}(5); (5} Is
optional,

serial number shall be stamped on nameplates but the other
data may be stamped, etched, cast, or impressed therzon,

{g)" The ASME Code Symbo! Stamp(s) shall not be used
by an organization to which it was not issued,

HG-530.2 Marking Requirements for Cast Iron or
Cast Aluminum Bollers

{a) All boller paris or sections to which the Code Sym-
bol is to bo applied shall be built according to the rules of
this Section by a manufacturer’ who is in possession of a
Code Symbol Stamp and a valid Cenificate of Authoriza-
tion. Bach boiler section, including end and intermediate
cored sections, shall be cast with the Code Symbol shown
in Fig, HG-530.1 and with the following data cast In letters
or numerals at least % in, (8 mm) high:

(1) the boiler or parts manufacturer's® name or
acceptable abbreviation, preceded by the words *Certified
by:* (or “Cext. by" on cast boiler sections only where space
for marking is jimited; the abbreviation “Cert, by” shall
not be used on nameplates)

(2) maximum allowable working pressure*

{3) pattern number

{4) casting date

{5) theshop assembler's’ name oracceptable abbrevi-
ation (if diffecent from manufacturer)®

Amangement of data cast on sections shall be substan-
tially as shown in Fig. HG-530.4 for cast jron steam or
hot water heating boilers or Fig. HG-530.5 for cast iron
or cast aluminum hot water heating bollers.

3 The foundry that casts the boller paris or scetions and that may shop
essemble.

1 May be stamped,

$The shap that assembles sections Into botlera and thatlsin possession
of & Coda Symbo! Stamp and valid Certificats of Authorizston,

¢ optional,
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UG-117(g)(2) The activity Js in conformance with
the applicant’s Quality Control System,

UG-117(g)(3) The item is stamped with the appro-
priate Code Symbol and certified once the applicant
receives his Certificate of Authorization from the Society,

UG-118 ﬂMETHODS OF MARKING

UG-118(a) The required marking shall be stamped
directly on the vessel as provided in (b) and (c) below or
shown on a separate nameplate as provided in UG-119,

UG-118(b)' When the marking required by UG-116 1s
applied directly to the vessel, It shall be stamped with
letters and figures at least %¢ in. (8 mm) high. Unloss the
requlrements of (b)(1) or (2) below are met, such stamping
shall not be used on vessels constructed of steel plates less
than ¥ in. (6 mm) thick or of nonferrous plates less than
%1n, (13 mm) thick but may be used on vesssls constructed
- of thicker plates. The character size may be reduced as
shown below for small diameter vessels with space limita-
tions,

MNominal Qutside Vessel Diameter Character Size,
Min,, in, {mm) Max., in. (mm) _Min,, in, {mm)
3% (39) %50
>3% (89) 4% (114) Y6 O
>4% (114) 6% (168) %©

UG-118(b)(1) For ferrous materlals:

{a) the materlals shall be limited to P-No. 1 Gr.
Nos. 1 and 2;

(6) the minimum nominal plate thickness shall be
0.1875 in. (5 mm), or the minimum nominal pipe wall
thickness shall be 0.154 in. (¢ mm);

(c) the minlmum design metal temperature shall
ba no colder than —20°F (~29°C);

UG-118(b)2) For nonferrous materials:

{a) the materials shall bs limlted {0 dlumlnum as
follows: 8B-209 Alloys 3003, 5083, 5454, and 6051;
$B-241 Alloys 3003, 5083, 5086, 5454, 6061, and 6063;
and SB-247 Alloys 3003, 5083, and 6061;

(b) the minimom nominal plate thickness shall be

, 0.249 in. (6.30 mm), or the minimum nominal pipe thick-
ness shall be 0.133 in. (3,38 mm),

UG-118(c) The stamping shall be arranged substantially
as shown in Fig, UG-118 when space permits and shall be
located In a consplcuous place on the vessel [see
UG-116(1)1.

UG-119 NAMEPLATES

(a) Nameplates shall be used on vessels except when
markings are directly applied in accordance with UG-118,
Nameplates shall be metal suitable for the Intended service
and shall bear the mackings called for in UG-116. The

FIG. UG-118 FORM OF STAMPING

Certtfled by

{Name of Manufacturer}

(Pressure).___at {tamperature)__.,
Max, alioveshle working pressure

{Pressura).___at {tamperature}—
Max, sfiowabls extarnal working rressura

[ specifed; see Mots (1)
W iifarcor
. gaswelded)  (Temperature) . at {pressura)....
“RT (it radiographed) Min, desfgn rnatalumpnrglura
HT {if postweld
heat treated)

Menufacturer’s sars! number

Yaar bullt

GENERAL NOTE! Information within pareniheses Is not part of the

required marking, Phrases ldentifying data may be abbreviated;

mialmum abbreviations shall be MAWP, MAEWP, MDMT, &/N, and

year, respectively,

NOTE:

(1) The maximum ailewable external working pressure I required onfy
when specified as a design condition,

marking arrangement shall be substantially as shown in
Fig. UG-118. Required nameplatos shall be located in a
conspicuous place on the vessel [sce UG-116(j)].

(b) The nameplate thickness shall be sufficient to resist
distortion due to the application of the marking and to be
compatible with the method of attachment, The nameplate
nominal thickness shall not be less than 0.020 in.

{c) Nameplates may have markings produced by either
casting, etching, embossing, debossing, stamping, or
engraving, except that the Code Symbol shall be stamped
on the nameplate,

{1) The required markings on a nameplate shall bo
in characters not less than %z in, (4 mm) high, except
that characters for pressure relief device markings may be
smaller,

{2) Characters shalt be either Indented or raised at
least 0.004 in. (0.10 mm) and shall be legible and readable,

{d) The nameplate may be marked before it Is affixed
to the vessel, in which case the Manufacturer shall ensure
that the nameplate with the correct marking has been
applied to the proper vessel, and the Inspector shall satisfy
himself that this has been done.

(e) The nameplate shall be attached to the vessel or to
a pad, bracket, or structure that Is welded, brazed, soldered,
or attached with mechanicel fasteners directly to the vessel,
Mechanical fasteners shall be of a material and design that
is compatible with the vessel, bracket materials, and the
vessel service, After installation of the pad, bracket, or
structurs, the heads of the fasteners shall be welded, brazed,
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or soldered to the pad, bracket, or structure that supports
the nameplate. The nameplate sfxall be located within 30 in.
(760 mm) of the vessel. Removal shall require the willful
destructlon of the nameplate, or its attachment system.
(See M-3)

(1} Nameplates may be attached either by welding,
brazing, ofsoldering.

{2) Nameplates may be attached by tamper-resistant
mechanical fasteners of suitable metal construction,

(3) Nameplates may be attached with pressure-sensi-
tive acrylic adhoslve systems provided that, In addition to
the requirements of this paragraph, those of Appendix 18
are met,

(f) An additional nameplate 1n accordance wlth (a)
through (d) may be installed on the skirt, supports, jacket,
or other permanent attachment fo a vessel, Afl data on the
additional plate, including the Code Symbol, shall be as
required for the mandatory nameplate. The marking need
notbe witnessed by the Inspector. The additional nameplate
shall be marked: "DUPLICATE.”

{g¢) When a nameplats is employed, the Manufacturer’s
name or identifying trademark, and vessel serfal number
(or National Board Number, if applicable,) may also be
marked directly on the vessel in close proximity to the
nameplzate attachment. The marking shall be of a visible
permanent type that is not detrimental to the vessel, and
itz location shall be indicated on the Data Report.

"(1) If the thickness Hmitations of UG-118 preclude
mazking directly on the vessel shell or heads, it may be
applied to the skirt, supports, facket, or other permanent
attachment to the vessel.

UG-120  DATA REPORTS

{a) A Data Report shall be filted out on Form U-1 or
Form U-1A by the Manufacturer and shall be signed by
the Manufactucer and the Inspector for each pressure vessel
marked with the Code U Symbol.

(1) Same day production of vessels may be reported
on & slngle Form provided all of the following requirements
are met:

{a) vessels must be identical;

(b) vessels must be manufactured for stock or for
the same user or his deslgnated agent;

{c) serlal numbers must be in uninterrupted
sequence; and

(d) the Manufacturer’s written Quality Control
Systern includes procedures to control the development,
distribution, and retention of the Data Reports,

(2) The number of lines on the Data Report used to
describe multiple components (e.g., nozzles, shell courses)
may be increased or decreased as necessary to provide
space to describe cach component. If addition of lines used
to describe multlple components results in the Data Report

exceeding one page, space must be provided for the Manu-
facturer and Authorlzed Inspector to initlal and date each
of the additional pages. Horfzontal spacing for information
on each line may be altered as necessary. All information
must be addressed; however, foolnotes described in the
remarks block are acceptable, e.g., for multiple cases of
“none” or “not appHcable.”
7 (3) The Manufacturer shall:

(a) furnish a copy of the Manufacturer’s Data

Report to the user and, upon request, to the Inspector:

. {b) submit a copy of the Manufacturer's Data

" Report to the appropriate enforcement authority in the jurts-

87

diction in which the vessel is to be installed, where required
by law;

fc) keep a copy of the Manufacturer's Data Report
on file in a safe reposltory for at least 3 years.

In lieu of (¢} above, the vessel may be reglstered and
the Data Repori filed wlth the National Board of Botler
and Pressure Vessel Inspectors, 1055 Crupper Avenue,
Columbus, Ohio 43229, Where acceptable to the appro-
priate enforcement authorty in the jurisdiction in which
the vessel 1s to be Instalfed, the vessel may be reglstered
and the Data Report filed with the National Board of Boiler
and Pressure Vessel Inspectors in lieu of () above,

4) A Manufacturer’s Certificate of Compllance on
Form U-3 shali be completed and slgned by the Manufac-
turer for ¢ach pressure vessel marked with the Code UM
Symbol. This Certificate shall be maintained by the Manu-
Tacturer for 5 years and a copy made available upon request,
or the vessel may be registered and the Data Report filed
with the Natlonal Board of Boller and Pressure Vessel
Inspectors, 1055 Crupper Avenue, Columbus, OH 43229,
Where acceptable to the appropriate enforcement authority
in the jurisdiction in which the vessel is to be installed,
the vessel may be registered and the Data Report filed
with the Natlonal Board of Boller and Pressure Vessel
Inspectors, Identical vessels up to 1 day’s production may
be recorded on & single Certificate of Compllance.

{0) Both chambers of comblnation units must be
described on the same Data Report This includes the fol-
lowing as applicable:

{1) for differential pressure deslgn, the maximum dif-
ferentlal design pressure for each common element [see
UG-19(2)(2) and UHX-19.3] and the name of the higher
pressure chamber

{2) for mean metal temperature deslgn, the maximum
mean metal design temperature for each common element
[ses UG-19(a}(3) and UHX-15.3]

(c) Fartial Data Reporis. Data Reports for pressure ves-
sel parts requiring inspection under this Divislon which
are furnished by other than the location of the Manufacturer |
responsible for the vessel to be marked with the Code
Symbol shall be executed on the applicable Partial Data .
Report, Form U-2 or Form U-2A, by the parts Manufacturer
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: 57.5 SPECIFIC REQUIREMENTS FOR STAMPING AND NAMEPLATES

a) Required data shall be in characters of at least 5/32 in. (4 mm) high, except that characters for pressure
relief valve repair nameplates may be smaller. Markings may be produced by casting, etching, embossing,
debassing, stamping, or engraving. The selected method shall not result in any harmful contamination, or
sharp discontinuities to, the pressure-retaining item. See NBIC Part 3, Figures 5.7 5—a through 5.7.5-g.

b) The National Board Code Symbols (“R”,*VR", and “NR”") are to be stamped; Do Not Emboss.

c) Stamping directly on items, when used, shall be done with blunt-nose continuous or blunt-nose interrupted
dot die stamps. If direct stamping would be detrimental to the item, required markings may appear on a
nameplate affixed to the item.

d) The certificate holder shall use its full name as shown on the Certificate of Authorization or an abbreviation
acceptable to the National Board.

e) The letters “RP” shall be stamped below the “R” Symbol Stamp to indicate organizations accredited for
performing repairs or alterations to fiber-reinforced plastic items.

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.

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

Action Item NB13-503 — NAMEPLATE ATTACHMENT REV.3 - Miletti
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NB14-1301 Attachment 9

» 20 south van buren avenue » p.o. box 351 » barberton, oh 44203-0351 usa
» phone 330.753.4511 » fax 330.860.1886 » www.babcock.com

DU04047 Page 1o0of2
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 | 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
CERTIFICATE HOLDER
M.AW.P. P.S.I.
“‘R” STAMP
AT *x °F

* Minimum Required Relieving Capacity

NATIONAL BOARD “R” DATE ALTERED
CERTIFICATE NUMBER
FIGURE 5.7.5-c
Required Markings for re-ratings, with use of National Board Form R-2
RE-RATED BY
CERTIFICATE HOLDER
M.A.W.P. P.S.1.
“‘R” STAMP
AT ** °F

* Minimum Required Relieving Capacity

NATIONAL BOARD “R” DATE ALTERED
CERTIFICATE NUMBER

babcock & wilcox power generation group, inc., a Babcock & Wilcox company
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DU04047 Page 2of2

*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”.

¢) 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 | 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 | 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 | Boilers.

Regards,
Babco ck & Wilcox Power Generation Group, Inc
Cod e Data Coordinator

babcock & wilcox power generation group, inc., a Babcock & Wilcox company
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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 | pressure-retaining item (boiler) the °F field shall
be indicated as N/A (Not Applicable).
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** 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 | pressure-retaining item (boiler) the °F field shall be indicated as N/A

(Not Applicable).
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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”.

¢) 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 | 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 | Boilers.

NB 14-1301 NAMEPLATE TEMP REV.1
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SECTION 5

ZE|‘I:3|NATIEINAL BOARD INSPECTION CODE

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

FIGURE 5.7.5-b

tional Board Form R-2

ALTERED BY

r‘"R')%

Required markings for alterations, with use of Na-

CERTIFICATE HOLDER

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

AT 1) °F

2) —1O
@ Minimum Required Relieyi adity

REPAIRED BY
((\ ,)% CERTIFICATE HOLDER
NATIONAL BOARD “R” DATE REPAIRED

CERTIFICATE NUMBER

NATIONAL BOARD “R”

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

RE-RATED BY

CERTIFICATE NUMBER

DATE ALTERED

CERTIFICATE HOLDER

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

R
AT 1) °F

(2)\-’_}®V|inimum Required Relieving Capagity

NATIONAL BOARD “R” DATE ALTERED
CERTIFICATE NUMBER

FIGURE 5.7.5-d

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

Note (2) %

CERTIFICATE NUMBER

PART
r(\ o CERTIFICATE HOLDER
R P.S.I. AT °F
( . \)’) M.AW.P.
MANUFACTURER’S SERIAL NO.
NATIONAL BOARD “R” YEAR BUILT

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

b) Ifthe 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.

Note (1): When temperature limits are not required to be placed on the manufacturer's nameplate in accordance
with the original colde of construction, the temperature field for Figures 5.7.5b) and 5.7.5c) may be indicated as

"N/A".

94 | SECTION 5 PART 3 — REPAIRS AND ALTERATIONS
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