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Certified Welding

Qualified Procedures/Qualified Welders

The term certified welding is often used in the trade
without knowledge of its meaning.

The contractor is required to certify that the welding
procedure and the welder are qualified in accordance
with the requirements of Section IX of the American
Society of Mechanical Engineers (ASME) Boiler and
Pressure Vessel Code.

This is where the term “certified welder” came into
use. It is the contractor, certifying that the work will
be done according to qualified welding procedures by
welders who have been tested, and whose qualification
test sheets are available, attesting to their ability to
weld in accordance with the contractor’s Welding
Procedure Specifications. Responsible contractors will
provide their certified Welding Procedure
Specifications and qualification test records attesting
to the welder’s ability to perform in accordance with
code requirements.

What is a Welding Procedure?

A procedure is the description of the technique
adopted to perform quality welding as required by the
applicable code.

Through the years, standards have been established for
pipe dimensions, flange and fitting dimensions or various
pressures, pipe thread dimensions, and pitch. The tool
industry has provided cutting and threading tools for these
standards, and everyone in the industry accepts them, giv-
ing little thought as to how they were established.

With the application of welding to pipe fabrication and
installation, a standard was required. The standard qual-
ifications for welding procedures, made in accordance
with the ANSI/ASME Boiler and Pressure Vessel Code
and the ANSI/ASME B31 Codes for Pressure Piping to
ensure competent workmanship, are the generally
accepted standards. The requirements are not compli-
cated, but are frequently misunderstood.

The ASME Code simply states that those contractors
responsible for providing welding shall establish a
method (Welding Procedure Specification) and prove
that sound welds can be made through the use of
these procedures.

Core Purposes of the NCPWB

To engage in research and educational work that will assist the 
contractor in furnishing the public with safe and dependable
installations through the use of certified welding

To keep members of the Bureau informed of the latest scientifi-
cally proven methods and supply information and data in connec-
tion with certified welding

To establish uniform procedures that conform with ANSI/ASME
Codes for various methods of welding and to promote and
develop certified welding

To assist the NCPWB member contractor in providing the owner 
with quality welding at reduced costs through the use of 
certified welding

We Believe in Codes

The National Certified Pipe Welding Bureau has a deep and abiding belief in codes and has always promoted compliance
with them. Such compliance produces sound welds and is economical for both contractor and owner. It saves resources
that would otherwise be wasted in going back to correct errors.

Your Contractor Certifies that
His Welders are Qualified



Contractor/Membership
Contractors who are members of the National Certified
Welding Bureau can guarantee that the welding is per-
formed in accordance with established national standards.

Qualification of Procedures

Section IX of the American Society of Mechanical
Engineers Boiler and Pressure Vessel Code sets forth in
complete detail the step-by-step process necessary to
qualify a procedure, including the necessary tests to
establish the results.

It is not easy to comply with these provisions.
Qualifying a procedure can be a very expensive
endeavor, particularly in the hands of the inexperienced.
It is a matter of trial and error. The cost of materials,
especially in alloys, can be very high, and many man-
hours of technical supervision and labor can be
expended before satisfactory results are obtained.

The code bodies recognized that requiring each welding
fabricator or erector to qualify every welding procedure
they were using would represent an extremely wasteful
practice, and would cost American industry a great many
unnecessary dollars without improving welding technol-
ogy or fabricated product quality.

The Mechanical Contractors Association of America, Inc.
recognized this fact and in 1944 organized the National
Certified Pipe Welding Bureau for the purpose of jointly
developing and qualifying procedures with its members.
These Welding Procedure Specifications are written based
on thoroughly tested and qualified Procedure
Qualification Records (PQRs) donated by members of
the NCPWB Technical Committee and reviewed by the
Hartford Steam Boiler Inspection and Insurance
Company before publication.

Under the B31 Codes for Pressure Piping, Welding
Procedure Specifications that have been qualified by a
technically competent group or agency, such as the
NCPWB, may be used by other member companies of
that group or agency, providing that each user of the pro-
cedure qualifies at least one welder using the Welding
Procedure Specification and accepts responsibility for
same. The provisions for use of procedures developed by
the NCPWB for piping work covered by the rules of the
ASME Boiler and Pressure Vessel Code are set forth in
paragraph PW-28 of Section I of that code, and respec-
tive paragraphs of the ASME Codes for Pressure Piping;
para. 127.5.3 for B31.1—Power Piping Code; para.
328.2 for B31.3—Process Piping Code; para. 527.5 for

B31.5—Refrigeration Piping Code; and para. 927.5 for
B31.9—Building Services Piping Code. 

Documentation of 
Procedure Qualification 

The Welding Procedure
Specification describes all the
essential, non-essential, and
supplementary essential (when
required) variables for each
welding process used in the
Welding Procedure
Specification. Welding
Procedure Specifications jointly
developed for use by Bureau
members are documented on
NCPWB Form QW-482.

Each Welding Procedure
Specification shall reference
the supporting Procedure
Qualification Record(s),
which is a record of variables
recorded during the welding
of the test coupon and the
results of the tested specimens.
The Procedure Qualification
Record(s) that support the
Bureau Welding Procedure
Specifications are detailed on
NCPWB Form QW-483.

The Bureau now has more
than 100 Welding Procedure
Specifications qualified in accor-
dance with code requirements.
The policy of the Bureau states

Welding Procedure 
Qualification Responsibility
Each employer shall be responsible for qualifying any
welding procedure that he intends to have used by
personnel of his organization. However, to avoid
duplication of effort, and subject to approval of the
owner, welding procedures qualified by a technically
competent group or agency may be used. (Para.
127.5.3 ANSI/ASME B31.1—Power Piping)

Sample welding procedure supporting �

documentation.



that before any pipe welding is performed, the contrac-
tor member shall submit to the owner, or his authorized
representative, a copy of his Welding Procedure
Specifications with proof of its qualification.

All NCPWB Welding Procedure Specifications (WPSs)
have been reviewed by the Hartford Steam Boiler
Inspection and Insurance Company, which has stated in
writing that the NCPWB WPSs meet the qualification
requirements of Section IX, ASME Boiler and Pressure
Vessel Code. 

Documentation of 
Welder Qualification

The employer shall maintain certified welder records and
make them available to the purchaser or his agent and the
inspector. These records show the procedures used by the
employer, the date and results of the procedure and per-
formance qualification, and the identification symbol
assigned to each performance qualification (para. 127.6
ASME B31.1, Power Piping).

Record of Test

The record of welder/welding operator performance
qualification shall include the essential variables, the
type of test, and test results and the ranges qualified in
accordance with QW-452. This information is recorded
on NCPWB Form QW-484.

To reduce the amount of research and preparation time
required to complete the NCPWB Form QW-484, the
NCPWB has prepared for its membership pre-com-
pleted Welder Performance Qualification Test forms
which have actual values and the ranges qualified for
each essential variable completed. These forms have
been prepared to meet the requirements of Section IX,
ASME Boiler and Pressure Vessel Code for processes
that are most commonly encountered in production
welding or “code” work.

Welder Qualification and 
Renewal Requirements

Performance Qualification and Testing

The ASME Code specifies that welders shall be required
to demonstrate their skill, under supervised tests, to
make sound welds using the contractor’s Welding
Procedure Specifications.

The ability of thousands of welders to make quality
welds using National Certified Pipe Welding Bureau
Welding Procedure Specifications has been proven for all
types of piping materials in general use throughout the
mechanical construction industry.

The National Certified Pipe Welding Bureau and the
United Association of Journeymen & Apprentices of
the Plumbing and Pipe Fitting Industry (UA) have
consolidated their efforts to make the welder qualifica-
tion process more cost effective for the construction
user. Under the joint effort, union welders are tested
at the UA Authorized Test Facilities under the supervi-
sion and control of a contractor representative and an
Authorized Test Representative (ATR). All test
coupons are radiographed by an independent testing
laboratory to determine which of the welders taking
the test qualified. Appropriate Welder Performance
Qualification Test Record forms are completed and
made available to UA signatory contractors through
the UA and the NCPWB.

The requirements of ASME Section IX state that the
Welding Procedure Specification under which the
welder is to be qualified shall be followed in every
respect when making test welds to qualify a welder. The
WPSs used during the test will be those outlined in the
UA Welder Certification Program Manual. For
NCPWB members, the NCPWB national office has
identified equivalent WPSs that conform to the essential
variables provided in the UA WPSs.

Welding Procedure Specifications
that Meet the Requirement
The purpose of the Welding Procedure Specifications
(WPS) and Procedure Qualification Record (PQR) is to
determine that the weldment proposed for the con-
struction is capable of providing the required proper-
ties for its intended application.

NCPWB form QW-484 and pre-completed Welder
Performance Qualification Test (WPQT) form.
�



Renewal of Welder Qualifications

Under ASME Section IX requirements, paragraph QW-
322, the performance qualification test of a welder is
considered permanently effective unless a welder does no
welding for a period of six months or more, or where
there is specific reason to question the welder’s ability to
make sound welds. The UA and the NCPWB work
closely with the contractors who employ the welders to
document the dates when the welders last welded with a
particular process and maintain records that show conti-
nuity of a welder’s qualification in accordance with para-
graph QW-322.

NCPWB local chapters keep records of the names and
social security numbers of thousands of welders quali-
fied by NCPWB members and in the UA Authorized
Test Facilities (ATFs).

Interchange of 
Welder Qualifications

Paragraph PW-28.5 of Section I of the ASME Code
permits the interchange of welders among contrac-
tors using the same Welding Procedure Specifications
for piping.

The ASME B31 Codes for Pressure Piping also pro-
vide for the interchange of welders. In paragraph
127.5.3 of ASME B31.1—Power Piping, it is specifi-
cally stated that to avoid duplication of effort, an
employer may accept a Welder Performance
Qualification (WPQ) made by a previous employer,
subject to the approval of the owner or his agent, on
piping using the same or equivalent procedure. To
complete the interchange, the new employer shall
obtain from the previous employer a copy of the
WPQ that shows the name of the employer by whom
the welder was qualified, the date of such qualifica-
tion, and evidence that the welder has maintained
qualification in accordance with paragraph QW-322
of Section IX.

To further facilitate the interchange of welders,
NCPWB has established a National Welder Database.
This database contains the names of welders along
with the dates, locations, and processes on which they
have qualified. The location identifies the NCPWB
local chapter that has the welder’s original WPQ form
signed by the qualifying contractor. This database con-
tinues to grow as more segments of the industry
become familiar with the interchange provisions avail-
able under the Code.

Through this database, an NCPWB member contractor
can determine the availability of qualified welders in any
part of the United States.

NCPWB Welding Procedure
Specification Numbering System

The NCPWB Welding Procedure Specification number-
ing system clearly defines the type of metals to be
welded, process used, and allows variations in a process.
This numbering system will be used on all Welding
Procedure Specifications revised or developed by the
NCPWB in the future.

Welding Procedure 

Specification Number Format

X-Y-Z (for a P-Number Base Metal welded to itself )
X1:X2-Y-Z (for two different P-Number Metals
welded to each other)

Quality Is Economy In Pipe Welding
Remember, qualified procedures and proper perform-
ance qualifications are but two steps on the road
toward welding quality. A third requirement is the
continuing supervision and inspection during welding
that is clearly the responsibility of the contractor.
These three steps ensure a quality of work that can
meet any final inspection and testing.

Welder Interchange
Welders and welding operators of a member man-
ufacturer or contractor must pass their perform-
ance test on each of the organization’s Welding
Procedure Specifications they are to weld under,
except as otherwise permitted in Section IX. The
Performance Qualification Test Records are placed
on file with the organization. When such welders
or welding operators are employed by another
member manufacturer or contractor, their perform-
ance qualification records are made available to
their new employer by the organization and per-
formance requalification is not required for those
Welding Procedure Specifications under which
they qualified previously. (Interpretation I-78-06;
ASME Boiler and Pressure Vessel Code.)



In this Numbering System

X is the P-Number of the Base Metal(s)
Y Is the Welding Process Number based on the 

following list:

1 SMAW using F-3 electrodes (E6010, E7010-A1,
E6011, etc.)

2 SMAW using other than F-3 electrodes (E7018,
E308-16, etc.)

3 GTAW without consumable insert
4 GTAW with consumable insert
5 GMAW-S (Short Circuiting Transfer Mode)
6 GMAW (Globular, Spray, or Pulsed 

Transfer Mode)
7 FCAW (fluxcored wire variation of GMAW)
8 SAW
9 OFW

Z identifies a variation of a process

Z values are assigned in simple chronological sequence—iden-
tifying a variation of a process using the same base metals—
with no consistent meaning from procedure to procedure.

Examples

WPS 1-12-1 (said as: WPS one dash twelve dash one)

This WPS would be Carbon Steel (P-1) to itself using an
F-3 classification electrode followed by an electrode that is
not a F-3 classification.

WPS 4:1-42-2 (said as: WPS four to one dash forty-two
dash two)

This WPS is for welding Cr-Mo steels from P-Number 4 to
carbon steel from P-Number 1 using GTAW with consum-
able insert followed by SMAW using an electrode which is
not F-3.

Procedure Specifications for Pipe Welding

The Procedure Specifications listed below are the result
of research. They have been developed by members or
through technical representatives of the members of the
NCPWB, and the costs thereof have been defrayed
through the dues and contributions of members of the
NCPWB. They are thus available to and for the use of
NCPWB members only.

WPS/BPS NUMBER TITLE OF WELDING AND BRAZING PROCEDURE SPECIFICATION

1-1-1 SMAW using E6010 and uphill progression without PWHT
1-1-2 SMAW using E6010 and downhill progression without PWHT
1-1-3 SMAW using E6011 with AC Current without PWHT
1-12-1 SMAW using E6010 followed by E7018
1-12-2 SMAW using E6010 followed by E7018 with PWHT
1-2-1 SMAW using E7018 without PWHT
1-3-1 GTAW using ER70S-2 without PWHT
1-32-1 GTAW followed by SMAW using E7018 with or without PWHT
1-37-1 GTAW followed by GMAW-FC manual/semi-automatic and with or without PWHT
1-38-1 GTAW followed by SAW without supplemental filler metal
1-4-1 GTAW using INMs-1/ER70S-2 with insert and without PWHT
1-42-1 GTAW with insert followed by SMAW using E7018 with or without PWHT
1-47-1 GTAW followed by GMAW-FC with consumable insert and with or without PWHT
1-48-1 GTAW followed by SAW with consumable insert
1-5-1 GMAW Short Circuiting Transfer using ER70S-6, CO2 Shielding Gas without PWHT
1-5-2 GMAW Short Circuiting Transfer using ER80S-D2, CO2 Shielding Gas Without PWHT
1-5-3 GMAW Short Circuiting Transfer using ER70S-2, 75% Argon, 25% CO2 Shielding Gas without PWHT
1-52-1 GMAW Short Circuiting Transfer followed by SMAW without PWHT
1-52-2 GMAAW Short Circuiting Transfer followed by SMAW with PWHT 
1-56-1 GMAW Short Circuiting Transfer followed by GMAW Spray Transfer Mode
1-57-1 GMAW-S followed by GMAW-FC with or without PWHT
1-58-1 GMAW Short Circuiting Transfer followed by SAW semi-automatic/machine without PWHT
1-7-1 GMAW-FC with and without PWHT
1-8-1 SAW – Submerged Arc Welding
1-9-1 OFW-Oxyfuel Gas Welding
3-12-1 SMAW using E7010-A1 followed by E7018-A1 without PWHT
3:1-12-1 SMAW using E7010-A1 followed by E7018-A1 without PWHT
4-2-1 SMAW using E8018-B2 with PWHT
4-2-2 SMAW  using E8018-B2 without PWHT
4-3-1 GTAW using ER80S-B2 with PWHT
4-3-2 GTAW using ER80S-B2 without PWHT
4-32-1 GTAW using ER80S-B2 followed by SMAW using E8018-B2 with PWHT
4-32-2 GTAW using ER80S-B2 followed by SMAW using E8018-B2 without PWHT
4-42-1 GTAW with IN-515 insert and ER80S-B2 followed by SMAW using E8018-B2 with PWHT
4-42-2 GTAW with IN-515 insert and ER80S-B2 followed by SMAW using E8018-B2 without PWHT
4:X-2-1 SMAW using E8018-B2 with PWHT
4:X-2-2 SMAW using E8018-B2 without PWHT
4:X-3-1 GTAW using ER80S-B2 with PWHT
4:X-3-2 GTAW using ER80S-B2 without PWHT
4:X-32-1 GTAW with ER80S-B2 followed by SMAW using E8018-B2 with PWHT
4:X-32-2 GTAW with ER80S-B2 followed by SMAW using E8018-B2 without PWHT



WPS/BPS NUMBER TITLE OF WELDING AND BRAZING PROCEDURE SPECIFICATION

4:X-42-1 GTAW with IN-515 insert and ER80S-B2 followed by SMAW using E8018-B2 with PWHT
4:X-42-2 GTAW with IN-515 insert and ER80S-B2 followed by SMAW using E8018-B2 without PWHT
5A-2-1 SMAW using E9018-B3 with PWHT
5A-2-2 SMAW using E9018-B3 without PWHT
5-2-3 SMAW using E502-16 with PWHT
5A-3-1 GTAW using ER90S-B3 with PWHT
5A-3-2 GTAW using ER90S-B3 without PWHT
5A-7-1 GMAW-FC using E91T1-B3 or E90T1-B3
5-3-3 GTAW using ER502 filler metal with PWHT
5A-32-1 GTAW using ER90S-B3 followed by SMAW using E9018-B3 with PWHT
5A-32-2 GTAW using ER90S-B3 followed by SMAW using E9018-B3 without PWHT
5-32-3 GTAW using ER502 followed by SMAW using E502-16 with PWHT
5A-42-1 GTAW with IN-521 insert and ER90S-B3 followed by SMAW using E9018-B3 with PWHT
5A-42-2 GTAW with IN-521 insert and ER90S-B3 followed by SMAW using E9018-B3 without PWHT
5A:X-2-1 SMAW using E9018-B3 with PWHT
5A:X-2-2 SMAW using E9018-B3 without PWHT
5:1-2-3 SMAW using E502-16 with PWHT
5A:X-3-1 GTAW using+ ER90S-B3 with PWHT
5A:X-3-2 GTAW using ER90S-B3 without PWHT
5A:X-32-1 GTAW with ER90S-B3 followed by SMAW using E9018-B3 with PWHT
5A:X-32-2 GTAW with ER90S-B3 followed by SMAW using E9018-B3 without PWHT
5:1-32-3 GTAW with ER502 followed by SMAW using E502-16 with PWHT
5A:X-42-1 GTAW with IN-521 insert and ER90S-B3 followed by SMAW using E9018-B3 with PWHT
5A:X-42-2 GTAW with IN-521 insert and ER90S-B3 followed by SMAW using E9018-B3 without PWHT
5:1-42-3 GTAW with IN-502 insert and ER502 followed by SMAW using E502-16 with PWHT
5B:1-32-1 GTAW using ER80S-B6 followed by SMAW using E8018-B3 with PWHT (5% Cr-0.5% Mo)
5B:1-32-2 GTAW using ER90S-B3 followed by SMAW using E9018-B6 with PWHT (Grade 91 Cr-Mo)
5B:1-42-1 GTAW using ER80S-B6 followed by SMAW using E8018-B6 with PWHT (5% Cr-0.5% Mo)
5B-32-1 GTAW using ER80S-B6 followed by SMAW using E8018-B6 with PWHT (5% Cr-0.5% Mo)
5B-32-2 GTAW using ER80S-B8 followed by SMAW using E8018-B8 with PWHT (9% Cr-0.5% Mo)
5B-32-3 GTAW using ER80S-B9 followed by SMAW using E9015-B9 with PWHT (Grade 91 Cr-Mo)
5B-32-4 GTAW using ER90S-B9 followed by SMAW using E9018-B9 with PWHT (Grade 91 Cr-Mo)
8-2-1 SMAW using EXXX-16 filler metal without PWHT
8-3-1 GTAW using ERXXX filler metal without PWHT
8-3-2 GTAW of thin wall pipe without consumable insert
8-3-3 Automatic Orbital GTAW Welding-Single Pass with no forward travel during high current pulses
8-3-4 Automatic Orbital GTAW Welding-Single Pass and continuous forward travel
8-32-1 GTAW with ERXXX followed by SMAW using EXXX-16 filler metal without PWHT
8-4-1 GTAW of thin wall pipe with consumable insert
8-42-1 GTAW with IN-XXX insert and ER-XXX followed by SMAW using EXXX-16 filler metal without PWHT
8-5-1 GMAW Short Circuiting Transfer, using He/Ar/CO2 shielding gas and Ar gas backing
8-5-2 GMAW Short Circuiting Transfer, using He/Ar/Co2 Shielding gas with no Backing gas
8-37-1 GTAW using EXXX followed by GMAW-FC using EXXT-1 without PWHT
8-57-1 GMAW Short Circuiting Transfer, using EXXX, Followed by GMAW-FC using EXXT-1 without PWHT
8:1-2-1 SMAW using E309-16 electrodes without PWHT
8:1-2-2 SMAW using ENiCrFe-3 electrodes without PWHT
8:1-3-1 GTAW using ER309 filler metal
8:1-32-1 GTAW with ER309 followed by SMAW using E309-16 without PWHT
8:1-32-2 GTAW with ERNiCr-3 followed by SMAW using ENiCrFe-3 without PWHT
8:1-4-1 GTAW with consumable insert followed by ER309
8:1-42-1 GTAW with consumable insert and ER309 followed by SMAW using E309-16
8:4-2-1 SMAW using E309-16 without PWHT
8:5-2-1 SMAW using ENiCrFe-3 without PWHT
8:5-32-1 GTAW with ERNiCr-3 followed by SMAW using ENiCrFe-3 filler metal
21-3-1 GTAW of Aluminum pipe using ER1100
41-2-1 SMAW of Nickel 200 Pipe using ENi-1 without shielding gas
41-3-1 GTAW of Nickel 200 Pipe using ERNi-1 with shielding gas
41-32-1 GTAW of Nickel pipe followed by SMAW using ERNi/ENi filler metal
42-3-1 GTAW of Nickel Copper Alloy (MONEL) using ERNiCu-7 filler metal
43-2-1 SMAW of Nickel Alloy 600 and 601 using ERNiCrFe-3 without shielding gas
43-3-1 GTAW of Nickel Alloy 600 and 601 using ERNiCr-3 with shielding gas
43-32-1 GTAW followed by SMAW of Nickel Alloy 600 and 601 using ERNiCr-3-1/EniCrFe-3 filler metal Hastelloy
43-32-2 GTAW of Nickel Alloy C-276 followed by SMAW using ERNiCrMo-4 filler metal (N10276) Hastalloy
43:8-3-1 GTAW of P-43 Nickel Alloy to P8 Stainless Steel using ERNiCr-3 filler metal
45-3-1 GTAW of Nickel Alloy [UNS N08366(AL6-X) & N08367 (AL6-XN)] using ERNiCrMo-3, without PWHT
45-32-1 GTAW followed by SMAW of Nickel Alloy 20 (UNS N08020) using ER320 and ER320-16 filler metal
45-32-2 GTAW followed by SMAW of Nickel Alloy 20 (UNS N08020) using ERNiCr Mo-4 filler metal
45-32-3 GTAW of Nickel Alloy (800&800HT) using ERNiCr-3 followed by SMAW using ENiCrFe-2, without PWHT
51-3-1 GTAW of P-51 Titanium using ERTi-2 filler metal
107-1 Torch Brazing of Cu Alloys 102, 120, 122, 142, 192 using BCuP-3 through 7 filler metal without flux
107-2 Torch Brazing of Cu Alloy 107 using BAg-7 filler metal with AWS 3A Type flux
107:101-1 Torch Brazing of Cu Alloy 107 to P/S No. 101 Carbon Steel using BAg-7 filler metal with AWS 3A Type flux
107A-1 Torch Brazing of P/S No. 107 Metals per NFPA-99, 1995 Edition using BCuP-3 through 7 filler metal without flux



Arkansas – No. 40
Jo A. Kinley
2500 McCain Place, Suite 107
North Little Rock, AR 72116
501–753–2311

Southern California – No. 34
Rick Ernst
20280 South Vermont Avenue, 
Suite 130
Torrance, CA 90502–1359
310–352–3040

Colorado – No. 28
Mac Terry
4800 Happy Canyon Road, Suite 230
Denver, CO 80237
303–757–3956

Connecticut – No. 22
John Barrasso
10 Broadway
Hamden, CT 06518
203–281–0588

South Florida – No. 38
Vincent Johnson
3450 Lakeside Drive, Suite 110
Miramar, FL 33027
954–392–3976

Georgia–Florida – No. 23
Gary P. Fowler
1950 Century Boulevard NE, Suite 5
Atlanta, GA 30345
404–633–9811

Iowa – No. 37
Monty Johnson
3066 104th Street
Urbandale, IA 50322
515–334–2616

Chicago, IL – No. 1
Daniel R. Bulley
221 North LaSalle Street, Suite 3400
Chicago, IL 60601
312–384–1220

Indiana – No. 14
John Rayburn
P.O. Box 20425
Indianapolis, IN 46220–0425
317–255–4126

Kentucky – No. 19
Marvin Hammond 
4022 Poplar Level Road
Louisville, KY 40213
502–452–1578

Shreveport, LA – No. 39
Mike Gibson
2025 Southern Avenue
Shreveport, LA 71104–2016
318–222–2197

New England – No. 13
Leo A. Reed
25 Recreation Park Drive, Suite 202
Hingham, MA 02043
781–740–0414

Metropolitan Washington, DC – No. 4
Jeanne Lee
4601 Presidents Drive, #120
Lanham, MD 20706
301–731–0330

Maryland – No. 35
Bernard J. Vondersmith
809 Gleneagles Court, Suite 303
Towson, MD 21286
410–296–0668

Greater Michigan – No. 42
Diane Calmeyn
58 Parkland Plaza, Suite 600
Ann Arbor, MI 48103
734–665–4681

Metropolitan Detroit, MI – No. 21
Chris Freeman
14801 West Eight Mile Road
Detroit, MI 48235
313–341–7661

Western Michigan – No. 18
Cindy Morse
4328 Three Mile Road, Suite 300
Grand Rapids, MI 49544
616–735–9658

Upper Peninsula, MI – No. 27 
Gregory A. Sudderth
P.O. Box 187
Gladstone, MI 49837
906–428–2384

Mid-Michigan – No. 43
Michael H. West
700 North Washington Avenue
Lansing, MI 48906–5133
517–485–7990

Arrowhead, MN – No. 32
Richard H. Gurske
802 Garfield Avenue, Suite 202
Duluth, MN 55802–2636
888–640–5325

Saint Paul, MN – No. 16
Steven G. Pettersen
830 Transfer Road, Suite 1
Saint Paul, MN 55114
651–646–2121

Greater Kansas City, MO – No. 7
Herbert C. Millard
9229 Ward Parkway, Suite 270
Kansas City, MO 64114
816–523–3341

Eastern Missouri – No. 29
John W. Siscel, Ed. D., CAE
4402 Saint Vincent Avenue
Saint Louis, MO 63119
314–644–3900

Omaha, NE – No. 20
Marsha Babcock
7561 Main Street, Suite 408
Omaha, NE 68127–3915
402–592–3330

New Jersey – No. 26
Alan P. O’Shea
P.O. Box 390
Springfield, NJ 07081–0390
973–912–0042

Rochester, NY – No. 11
Constance Mauro
84 Humboldt Street, 2nd Floor
Rochester, NY 14609
585–482–0410

Greater New York – No. 8
James Melnichok
44 West 28th Street, 
12th Floor
New York, NY 10001
212–481–1490

Central New York – No. 36
Marian Oliver
100 Chennault Drive
Syracuse, NY 13224–1922
315–424–3872

Western New York – No. 6
Dorothy Reddy
2001 Niagara Falls Boulevard, Suite 6
Amherst, NY 14228
716–564–8575

Albany, NY – No. 15
Ralph R. Zeto
6 Airline Drive
Albany, NY 12205–1004
518–869–0582

Akron, Ohio – No. 44
Aaron Hall
MCA of Akron, Ohio, Inc.
453 South High Street, Suite 101
Akron, OH 44311
330–237–1880

Central Ohio – No. 25
William H. McNally
1550 Old Henderson Road, #N–232
Columbus, OH 43220
614–459–0770

North Central Ohio – No. 31
Tina M. Mockbee
7550 Caple Boulevard
Northwood, OH 43619
419–666–6900

Toledo – No. 24
Tina M. Mockbee
7550 Caple Boulevard
Northwood, OH 43619
419–666–6900

Cincinnati, Ohio – No. 2
Robert W. Tiemann
1579 Summit Road, Room 131
Cincinnati, OH 45237–1916
513–761–5110

Cleveland, Ohio – No. 3
Thomas J. Wanner
981 Keynote Circle, Suite 30
Cleveland, OH 44131–1842
216–459–0770

Western Pennsylvania – No. 12
Regis R. Claus
5131 Cypress Street
Pittsburgh, PA 15224
412–683–3600

Central Pennsylvania – No. 33
Lori Eshenaur
1751 Lamplight Circle
Middletown, PA 17057
717–985–1392

Eastern Pennsylvania – No. 9
Jack H. James
2250 Hickory Road, Suite 100
Plymouth Meeting, PA 19462
610–940–4999

Puerto Rico – No. 30
Thomas Kierce
P.O. Box 193531
San Juan, PR 00919–3531
787–274–1110

Memphis, TN – No. 17
David W. Sink, Jr.
6799 Great Oaks Road, Suite 120
Memphis, TN 38138
901–754–2263

Western Washington – No. 10
Brian Garvey
83 South King Street, Suite 219
Seattle, WA 98104
206 –442–9029

Madison, WI – No. 5
Marcie M. Marquardt
5940 Seminole Centre Court, #102
Madison, WI 53711
608–288–1414

Chairman
Robert J. Silvia, 
Process Engineers & Constructors, Inc.
159 Knight Street
Warwick, RI 02886
(401) 732-1702

Vice Chairman
G.W. Spohn, III
Coleman Spohn Corporation
1775 E. 45th Street
Cleveland, OH 44103
(216) 431-8070

Secretary/Treasurer
James Briggs, Jr.
Peck, Hannaford, & Briggs
P.O. Box 32097
Cincinnati, OH 45232
(513) 681-4600

Technical Committee Chairman
Robert J. Durr, Jr.
Durr Mechanical Construction, Inc.
80 Eighth Avenue, 20th Floor
New York, NY 10011
(212) 627-1313 or 

Mark Jarnot
Joseph Davis, Inc.
120 West Tupper Street
Buffalo, NY 14201
(716) 842-1500

Rick Taylor
Murphy Company
1233 North Price Road
St. Louis, MO 63132
(314) 997-6600

Steve Kelly
United Association
901 Massachusetts Avenue NW
Washington, DC 20001
(202) 628-5823

Philip J. Guerrieri, 
Integrated Mechanical Services, Inc.
400 Stenton Avenue, Suite 110
Plymouth Meeting, PA 19462
(610) 260-6030

John Barrasso
NCPWB Connecticut Chapter
10 Broadway
Hamden, CT 06518
(203) 281-0588

Robert Waddy, Chairman Emeritus
Freyn Brothers, Inc.
P.O. Box 53260
Indianapolis, In 46253-0260
(317) 299-8220

Robert J. Durr, Sr., Chairman Emeritus
Durr Mechanical Construction, Inc.
80 Eighth Avenue, Room 1308
New York, NY 10011
(212) 627-1313

Consultant
Walter J. Sperko
Sperko Engineering Services, Inc.
4803 Archwood Drive
Greensboro, NC 27406-9795
(910) 674-0600

Executive Director
Dariush Nikpourfard
National Certified Pipe Welding Bureau
1385 Piccard Drive
Rockville, MD 20850
(301) 869-5800

National Certified Pipe Welding Bureau
1385 Piccard Drive • Rockville, MD 20850–4340
800–556–3653 • 301–869–5800 • Fax 301–990–9690
www.mcaa.org/ncpwb
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