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MILITARY STANDARD

IDENTIFICATION MARKING REQUIREME~S

FOR SPECIAL PURPOSE COMPONE~S

TO ALL HOLDERS OF MiL-STD-792E(SH)

1.

2.

3.

‘u

THE FOLLOWING PAGES OF MIL-STD-792E(SH) HAVE BEEN REVISED AND SUPERSEDE THE PAGES
LISTED:

NEW PAGE DATE SUPERSEDEDPAGE DATE

3 20 January 1993 3 23 October 1992

4 20 January 1993 4 23 C)ctober 1992

RETAIN THIS NOTICE PAGE AND INSERT BEFORE THE TABLE OF CONTENTS.

HOLDERS OF MK.-STD-XX?E(SH) WILL VERIFf THAT THE PAGE CHANGES ?NDICATED ABWE HAVE
BEEN ENTERED. THE NOTICE PAGE WILL BE RETAINED AS A CHECK US!’. THIS ISSUNCE, TOGmER
WITH APPENDED PAGES ISA SEPARATE PUBLICATION.EACH NOTICE tS TO BE RETAINED BY
SKXXJNG POINTS UNTIL THE h41LlTARYSTANDARD IS COMPLEl_t3Y REVI= OR CANCWD

Preparing Activity:
Navy - Sl+
(Project GDRQ- N143)
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.
4, GENERAL REQUREMm

‘v
4.1 Jbmanent marlun~

.
meth@. The fbl]owing methods shall be used for pemanent

identification on componen~ component parts or piping, subj=t to the limitations as specifid in
5.9 and 5.l&

‘iJ

Typel -
Type II -
Typ 111 -
Type IV -
Type V -
T-m VI -
TypevIl -
T@ VHI -
Type 1X -

Vibrating marking tool
EktrochemicaJ etch
Raised markings
Nameplates
Die stamping
Special marking
Engrave marking
Iaser engraving
Dot matrix marking

4.2 ‘J’emrmrarv markin~ methods. Any method as specified in 4.1 acceptable for
-ent identification by this standard is acceptable for temporary marking, subject to tbe
hrmtatlons as spaified in S.1 1. In addition, the following methods may also be used subject to the
limitations as specified in 5.11:

Type A ‘-
Type B -
Type C -
Tj@eD -
Type E -
Type F -

Fluid or solid marking materials
Removable tape
Removable tag
%& mark
Center punch
Fabric tip marking pen

4.3 Em@ions to the permanent or temporary marking methods described herein must be
submittal to NAVSEA or its authorkd representative for approval.

5. DETAILED REQUEWMENTS

5.1 ~Lvi ~tirm m~ . Vibrating tools shall be fitted with a carbide
marking poin~ or equivalen~ and shall .beadjust@ to provide a legible shallow rumkd
impression not exceeding 0.010incu in flepth. me, marling @l tip mitimum ~ius s~l ~
0.005 inch. The minimum charbr ~ s@!k/1 by thkz&@ing tool shall be approximately 3/32
inch high to insure legibility. ‘I’he’- “&j#P~, M @t be @dmium plated

.,? 1,

52 ~ 11.clam~~
. ●

T%’electrolyte u&d shall* compatible with the
base material to be marked Electrolyte ~t&ing total halogens, sulfur and lead in excess of 250

~
F F ~~ (@m) each skdl nqt bF ud8,1’@tf#& test @s.ylts shall be submitted with each

1,
*

batch or nux of electrolyte to estqbMh,jpmplia#~ * this’b} The certified test report shall

/ also identify the analyms method(s) WIMXL E@@g dhl.lbecoverd by a written procedure
5 which includes as a,m@imurn the qi@fic@bn of ~ el&lj@ kd cleaning methods This
/

procedure shall be made available to he a- &tatiOe of NAVSEA concerned upon
i W- ne depth of marki@ by el_h&i@ =~g shourldbe approximately 0.CKK)5inch

deep or grWer.

I
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5.3 ~ HLmlsed.
marld~.

integrally with the part are acceptable.

MIHTD-792E(SH)
20 January 1993

Raised identifiGWionmarkings that are castor forged

5.4 ~ N. n~ The method of attaching nameplates to parts shall be indicated
on applicable drawings and shall-minimize stress concentrations. Narnepiates, where weki@ shall
be welded in accordance with the requirements of the applicable equipment specification.

55@ V.die _ Die stamping can induce residual stresses in base materials and
therefore is not a prefmed marking method. TOreduce the effects of residual stresses in base
material caused by application of die stamping, the following additional requirements shall be met:

(a) Only round bottom, low stress die stamps in accmkmce with 3.4 shall be
used Impression depths shall not exceed 0.010 inch.

(b) The marking shall be applied as specified in 5.9.5

5.6 ~ VL ~. For certain marking applications, such as the serializing of
internal component parts, the use of marking tools not permitted by the above rqukments may
simplify marking procedures and may not adversely affect the integrity of the parts where such
markings are applied in artzis of low stress. Any special marking applications that take exception
to the requirements of this standard shall be specifkal.1 y indicated on the applicable design
drawings or in the applicable fabrication procedures and shall be submitted to the authorizd
representative of NAVSEA for approval prior to use.

5.7 ~ VII.em marking. Engraved chaxters shall be restricted to the following
dimensional limitations; m~imum depth -0.010 inch minimum depth -0,004 inch and minimum
root radius -0.005 inch.

5.8 Twe VIT1.l~r e rowing. Laser engraved characters shall have a nominal depth of
0.001 to O.00~inch deep, but ~ maximum depth of the characters shalJbe no gTeater than 0.005
inch. The proced ure for calibration shall be approved by the command or agency conammd The
procedures for useTactivities areas follows:

(a) User activities are advised that variability exists among different laser
engraving machines in producing controlled depth and contour of engraved
marks.

(b) Each user activity shall have a formal qualification procedure for the laser
engming machine The qualification promdum must &monstrate that the
laser engraving machine will provide the intended engmving ckaCtCriStiCs,
that is, siz+ depth, and round bottom contour, fm each materhd to be
engraved. The quWHion prweduw shall be approved by the appmprhte
command w agency conoemed+

5.8.1 ~. ‘I%edepthof the marking shall k nominally 0.001 to
0.002 inch and no l.fkazper“r&&OJXMinch. Dot matrix rl@dng @ill have a 135° included angle
nominally and a-~-~ tip ndius of 0.015 ~~. For ~ch mataial to be marked,thdminimum
tool @rce ~ to *@n characprs of no@inal depth shall be used The marking tool tips
shallnot be cadmium pi@@. Type IX marki~ mity be used as a substitute fw ~ I -g
whete vibrating tool mar@ng is allowed Where Type IX is used as a substitute for Typc ~ ~ tip
radius and depth requirements fa Type 1shall apply.

5*9 JJ
. . .

‘Ini- on l~nti o

5.9.1 Electricarc marking pencils shall not be used for any marking applications.

4
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