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AERONAUTICAL MATERIAL SPEC[FICATION ~ AMS 2$OOA 
Society of Autou~otive Engineera, Inc. 

29 Wac 39th Street 	 ~••~~a s- ls-4o 

New York City 	 Reviaed 10-Z-51 

I DE~1TI I'I C~T ION 
Finished Parts 

1. ACKPdO~u'LED(~".ENT: A vendor shall mention this sgecification number and its 
revision lettor in all quotations and vshen aclrnowledging purchase orders. 

2. APPLICIITIOP~: Prevention of detrimental marking and instructions for restricted 

and unrestricted marking o£ parts. 

3. G~Ni;Rf~L 1Z:~QUI ~~ ~iEIdTS: 

3.1 Parts shall not be marked except in accor~iance vvith this specific~.tion, unless 

otherwise specified. 

3.2 Parts for which the drawings do not uzdicate a method and location of ma.rking 
shall have neither Restricted ~arkings as described below nor other hArmful 
markin~s, either ~.ntentional or caused by poor srorl~rianship. 

3.3 ti'Yhen practicable, the part number shall be on the part. If possible, the part 
number shall be iocated so as to be visii~le a£t~r assembly. Assemblies which 
are permanently attached to~ether by ~velding, brazing, solderino, or riveting 
shall include, in addition to the number, the letters "ASSY' t  located follo~ving 

or ixnrnediately below the number. 

3.4 Vendor ldentification: Purchased parts shall not be marked ivith the ~endorfs 
iclen ific~tion, unless so srecified on the drawin~; or by o~;her authorization. 

3.4.1 Vendor i s identification shall be '~y A letter or letters or other characters~ 
assi~;n:;d by the rurch~.ser and theso r:k,.r'~s, in addition to other r~arks speci- 
i'ied, shall be appliecl to the Z,arts wh~n, rznc? only v~rhen, spacified by method 
and location. 

3.4.2 ti9hen vendor identification of a su'-assen~ ly is specified, tlzis shall be ac- 

car~~,~lished by an °A dash" (A-) followea by the cha_ •actars assigned to that 
vendor. Z'~hen alJ. the dotails of a brazed, welded or riveted sub-assembly 
~.re ;nade by the same vendor who makes the sub-assembly and aro purclzased 
assembled, it is not necessary to r~.rk each det:~il with the vendor+s iden- 

tification. 

3.5 Restricted marking is not recor~:iended on contacting surface~ or on a surface 
vrhich is in motion n~ri.th  res~ect to the mating surface durin~ the operation of 
the part8~ but, when specified, the drawin~ will also specify that ~.11 raised 
metal asld burrs be romoved, if considered nacessary. 	 , 

3.6 Restricted ma.rkin~ sl~iall be not nearer than 0.031 in. to any corner, °illet, or 
sharp edge, ~znless otherwise shown on the drawing. 

3.7 The height of the markinb chnracters to be usea for 4.1 s~?all not exceed 0.10 
in. and fox~ 4.2s 4.3~ 4.4, 4.5, and 5:2 shall be 0.09-0.20 in.~ unless otizer- 
wise specified on the drawinb. 
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4. RESTRICTED r~RKINGS: 

4.1 Stamp ; 

4.1.1 The vv~rd "stamp" indicates a pern~anent marking which is an impression 
cut, pressed, stamped, rolled, or peened into the part with auitable toole. 
The depth of the impressions shall be 0.001-0.003 in. and all intersecting 
surfaces of the impressions shall have fillets of not less tha,n 0.006 in. 
Care sha11 be exercis..d to prevent ~~istortion while m~,rking; parts damaged 
by marking are subject to rejection. 

4.1.2 The words "heavy stamn~~ indicate ~he same type of marking as {'starr~,"~ except 
that the depth of the impressions shall be 0.002-O.00G in. 

4.2 ~grave: ~~ 
4.2.1 The word "engrave " indicates a permanent marking w~iich is an impression cut 

or peenecl into the part by means of a suitable round-nosed tool. A rotating 
cutter or an axially gibrating needle is satis£aatory and a pantograph trans- 
ferring m~.chine may be used to guide the ma.rking tool. The depth o£ the im- 
pressions shall be 0.001-0.003 in. 

4.2.2 The v~rords "deep engrave" indi.cate the same type of m~.rking as "engrave", 
except that the depth of the i~ ressions shall be 0.002-0.006 in. 

4.3 Electric Etch; 

4.3.1 The words "electric etch" indicate a permanent marking v,rhich is an irr~ression 
r~ade on the part by means of ~.n electric ara bt~t~ ►een the part and a suitable 
seriber. The desired intensity of otch can usua,lly.be produced by an open 
circuit AC voltage of not over 2 volts, but samples shall be subject to 

, 	approv~.l by the purchaser. 

4.3.2 The words "deep electric etch" indicate the same type of marking as „electria 
etch", exce~t that the usual voltage will be 1.5-3 volts, producing a 
greater intensity of etch. 	 . 

4.4 Acid Etch; 

4.4.1 The words "acid etch" or "stencil etch" indicate a perraanent marking which is 
an i:r~ression me~de in t~e part by the use of strong acids. A me.chine nay or 
may not be used to form the characters, but care shall be exercised to pre- 
vent acid or fumes spreading to surrounding areas. The depth of' the impressio; 
shall be 0•0006-0.003 in. The surface to be etched shall be clean, and, af'ter 
etching, the acid shall be neutralized and the aurface oiled to prevent corro- 
sion. 

4.4.2 'The words "deep acid etch" indicate the same type of ma,rking as "acid etch", 
except that the depth of the impressions shall be 0.002-0.004 in. 
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