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INTERNATIONAL

Standard Specification for

Welded Stainless Steel Mechanical Tubing’

This standard is issued under the fixed designation A554; the number immediately following the designation indicates the year of
original adoption or, in the case of revision, the year of last revision. A number in parentheses indicates the year of last reapproval. A
superscript epsilon (&) indicates an editorial change since the last revision or reapproval.

1. Scope*

1.1 This specification covers welded austenitic, ferritic, and
austenitic-ferritic duplex stainless steel mechanical tubing
intended for use in ornamental, structural, exhaust, and other
applications where appearance, mechanical properties, or cor-
rosion resistance is needed. The grades covered are listed in
Table 1.

1.2 This specification covers as-welded or cold-reduced
mechanical tubing in sizes to 16 in. (406.4 mm) outside
dimension, and in wall thicknesses 0.020 in. (0.51 mm) and
over.

1.3 Tubes shall be furnished in one of the following shapes
as specified by the purchaser: round, square, rectangular, or
special.

1.4 Supplementary requirements of an optional nature are
provided and when desired shall be so stated in the order.

1.5 The values stated in inch-pound units are to be regarded
as standard. The values given in parentheses are mathematical
conversions to SI units that are provided for information only
and are not considered standard.

1.6 This international standard was developed in accor-
dance with internationally recognized principles on standard-
ization established in the Decision on Principles for the
Development of International Standards, Guides and Recom-
mendations issued by the World Trade Organization Technical
Barriers to Trade (TBT) Committee.

2. Referenced Documents

2.1 ASTM Standards:*

A370 Test Methods and Definitions for Mechanical Testing
of Steel Products

A751 Test Methods and Practices for Chemical Analysis of
Steel Products

! This specification is under the jurisdiction of ASTM Committee AO1 on Steel,
Stainless Steel and Related Alloys and is the direct responsibility of Subcommittee
AO01.10 on Stainless and Alloy Steel Tubular Products.

Current edition approved March 1, 2021. Published March 2021. Originally
approved in 1965. Last previous edition approved in 2016 as A554 — 16. DOI:
10.1520/A0554-21.

2 For referenced ASTM standards, visit the ASTM website, www.astm.org, or
contact ASTM Customer Service at service @astm.org. For Annual Book of ASTM
Standards volume information, refer to the standard’s Document Summary page on
the ASTM website.

A790/A790M Specification for Seamless and Welded
Ferritic/Austenitic Stainless Steel Pipe

A941 Terminology Relating to Steel, Stainless Steel, Related
Alloys, and Ferroalloys

E527 Practice for Numbering Metals and Alloys in the
Unified Numbering System (UNS)

2.2 Military Standards:

MIL-STD-129 Marking for Shipment and Storage®

MIL-STD-163 Steel Mill Products Preparation for Shipment
and Storage®

2.3 Federal Standard:

Fed. Std. No. 123 Marking for Shipments (Civil Agencies)’

2.4 SAE Standard:

SAE J 1086 Numbering Metals and Alloys*

3. Terminology

3.1 Definitions—For definitions of terms used in this
specification, refer to Terminology A941.

4. Ordering Information

4.1 Orders for material under this specification should
include the following, as required, to describe the desired
material adequately:

4.1.1 Quantity (feet, mass, or number of pieces),

4.1.2 Name of material (welded stainless steel mechanical
tubing),

4.1.3 Form (round, square, rectangular, special, see 1.3),

4.1.4 Dimensions:

4.1.4.1 Round-outside diameter and wall thickness for all
conditions (Section 9). Alternatively, for cold-reduced
condition, outside diameter and inside diameter or inside
diameter and wall dimensions may be specified,

4.1.4.2 Square and rectangular outside dimensions and wall
thickness (see 10.1),

4.1.4.3 Special (to be specified),

4.1.5 Length (mill lengths, cut lengths, or multiple lengths
(see 9.3)),

4.1.6 Grade (Table 1),

4.1.7 Condition (see 7.1),

3 Available from Standardization Documents Order Desk, Bldg. 4 Section D, 700
Robbins Ave., Philadelphia, PA 19111-5094, Attn: NPODS.

4 Available from SAE International (SAE), 400 Commonwealth Dr., Warrendale,
PA 15096-0001, http://www.sae.org.

*A Summary of Changes section appears at the end of this standard

Copyright © ASTM International, 100 Barr Harbor Drive, PO Box C700, West Conshohocken, PA 19428-2959. United States


https://doi.org/10.1520/A0370
https://doi.org/10.1520/A0370
https://doi.org/10.1520/A0751
https://doi.org/10.1520/A0751
https://doi.org/10.1520/A0790_A0790M
https://doi.org/10.1520/A0790_A0790M
https://doi.org/10.1520/A0941
https://doi.org/10.1520/A0941
https://doi.org/10.1520/E0527
https://doi.org/10.1520/E0527
http://www.astm.org/COMMIT/COMMITTEE/A01.htm
http://www.astm.org/COMMIT/SUBCOMMIT/A0110.htm
https://standards.iteh.ai/catalog/standards/sist/7c55b227-4e32-43c0-b25a-61b815f7721b/astm-a554-21

Ay As54 - 21

92'0-81°0 Xew g0 0'vec-S'lec 08'2-00'} 00t 0L00 000 00'¢c 0€0°0 20cees
08'0-0+'0 S2'0-020 08'0-01°0 0¢c0'le 0L 1=S€"} 00’ 0€0°0 0¥0°0 09-0% 0¥0°0 Lotces
020-¥10 002-05'} G'cc-S61 0v—0¢ 00'} 0200 0€0°0 00'¢ 0€0°0 €002€ES
02'0—-80°0 g'e-8'¢ 0'€c-0'le 9G¥ 00t 0200 0€0°0 00'¢C 0€0°0 €081€ES
alIa4-onualisny
Xew 6°0
‘uw (O x6)
+€£°0 40 S0-+0 S'61-GLL 00't 00'L 0€0°0 000 00t 0€0°0 o) 00L¥¥S
SE-G'I 090 00’ 0€0°0 0¥0°0 00’ 0800 SOy 800+¥S
Xew 08°0
ulw
[(N+0)¥+02°0]
GE00 (qo+11) 0G2-S.L'} S6L-GLL 00} 00’} 0€0°0 0¥0°0 00'} G200 14474 00v¥vS
0€0°0 G C=S0k oS’ 00t 0€0°0 000 oS’ 0€0°0 4 €00L¥S
GO0 IV
Xew Q'L
>C_E
[(N+D)¥+02°0]
0€00 1L 06L-0'L} 0SS0 00t 0€0°0 000 00'L 0€0°0 (51974 Se0eYS
Xew 080°0
uiw
J0%XGQq0 G2'—82°0 0'81-09} 00’ 0€0°0 0¥0°0 00’ 0cLo 9eY 009€YS
G2'1—SL°0 0'8L-09} 00t 0€0°0 000 00t 0gLo 14974 00vEYS
uiw 500 1L
Xew G/°0
‘uw [(N+0) x
0€0'0 8+80°0] (qO+IL) L H=S0L 0S'0 00’ 0200 0¥0°0 00’ 0€0°0 0€60¥S
0S'0-G1L0 L
kc_c._
0€0°0 0L040 (N+0) X8 1L L H=S0L 0SS0 00t 0200 000 00t 0€0°0 0260¥S
Xew 0S0°0
_C_E
0€0°0 21090 (N+0) X9 1L L H=S0L 0SS0 00’ 0200 0¥0°0 00’ 0€0°0 0160¥S
360 0060¥S
Xew Gg/0
Ul 9 x g G609} Xew G/'0 00’ 0€0°0 000 00’ 0L0 11-0€¥-LIN 9€0EYS
08109} Xew 050 00t 0€0°0 000 00t 4%} oer-LIN
091-0'v} Xew 0S50 00’ 0€0°0 0¥0°0 00'L ct'0 6ct-LIN
onuIeS
o 0°02-0'L} 0€L-0'6 00t 0€0°0 Sv0°0 00¢ 80°0 LYE-1IN
09L-0'%v} 0'9e-0'ee 00’ 0€0°0 000 00'¢c SO 0ge-1LIN
a 0°0c-0'L} 0€-0'6 00’ 0€0°0 Sv0°0 00'c 80°0 lee-1LIN
0v—0¢ 00208} OVI=0"L1 00t 0€0°0 Sv0°0 00¢ 80°0 LIE-1IN
00+ G2'0-¥10 0S'—0S5°0 S'lc—S64 G'6-0'8 00’ SL00 Sv0°0 00'¢c 0€0°0 g99les
0e-0¢ 0'81-09} 0'GL-00} 00’ 0€0°0 Sv0°0 00'c g5€0°0 191E-LIN
0e-0¢ 0'8L-09} O¥1=00} 00t 0€0°0 Sv0°0 00¢ 80°0 9lE-1IN
0'9¢-0'te 0¢c-0'6} 00tk 0€0°0 Sv0°0 00'¢c 800 SOLE-1IN
o 0'¥e-0'ce 0'SL-0ch 00’ 0€0°0 Sv0°0 00'¢c 80°0 q0-S60e-LIN
T 0'¥2-0'cc 0'SL-07¢ch 00t 0€0°0 Sv0°0 00¢ 80°0 S60¢-1IN
06L-0'L} 0 €L-00} 00t 0€0°0 Sv0°0 00'¢c 454} S0E-LIN
0'0c-0'8} 0€L-0'8 00’ 0€0°0 Sv0°0 00'¢c g5€0°0 Ir0€-1LIN
00208} 0'L-0'8 00t 0€0°0 Sv0°0 00¢ 80°0 0e-1LIN
06L-0'L} 00L-0'8 00t 0€0°0 Sv0°0 00'¢c SO c0e-1LIN
08109} 0'8-09 00’ 0€0°0 S¥0°0 00'¢ S0 10E-LIN
anuaisny
snioyd ‘esau
JETiTe} Jaddon usboiN  wniqunjo) wnjuey | wnuapgAjolN  wniwoiyd 1930IN uoolIS njyns -soyd -ebuep uoque) apeI 4 SNN

% ‘uolsodwon

ySiuswaanbay [ealwayd | 37aVL


https://standards.iteh.ai/catalog/standards/sist/7c55b227-4e32-43c0-b25a-61b815f7721b/astm-a554-21

Ay As54 - 21

"Joonpoid auo Aue yim paleldosse Jou ‘pasn Ajepim “Jewispel] B Jou ‘eWeu Uowwo),,

'9801 I VS PUB /25T 821OBId YlIM 80UBPIODOJE Ul paysiiqeise uoneubiseq,

UIW OF = N% X 9L + ON% X €€ + 1D %,

UIW Ly = N% X 9L + ON% X €€ + 10 %y

Jaquinu Jy'S 10 S|V Ue Ajjualind jou si yolym ‘L 8dAL 0} sejejel uoisodwiod [edlwsyo 00 LSy,

“Jaquinu JyS Jo [S|Y UB Ajjualino Jou sI yolym ‘gL adAL o} serejes uoiisodwiod [eolwayd €00 +S,

‘0060%'S Se paued aq ‘Jainjoejnuew pue Jeseyoind usamiaq juswealbe Aq ‘Aew 0g607S 10 ‘02607S ‘01607S 10 Siuawalinbal ay) Bunesw [euslely Jo||es ay} jo uondo ayi 18 0860YS 10

‘0260'S ‘0160%S Jo duo Aue Aq paysnes a9 [leys ‘601 dAL 10 00601'S BuiAyioads Jepio ue ‘uonewlojul Buuepio By} Ul payoads asIMIBYIO SSBIUN "0E60FS PUB ‘0260%S ‘0160tS Aq peoejdes usaq sey (60t ©dAL) 00607S5
"% 09°0 UBY] 210W JOU PUB JUSJUOD UOGJED 8V} S8WI} 9Al) UBL) SS8| 10U 8] |[BYS JUsjuod wniuey ayl

"% 00"} UBY) 810W JOU PUE JUSIUOD UOGIED 8y} SaWi]l Ua) UBY) SS8| 10U 84 [[eys JUsU0d Wwniquinjod ay] ,

'sSaundIY} [lem abelane ul (Ww $2°|) "Ul 670°0 UBY} SS8] 8oy} Se sagnj [[em Jybi| pue Jajewelp apIsino ul (Ww Z°gL) "ul 00S'0 Uey} ssa)

8s0y) Sk pauljep aJe saqn] Je1aWelp apISINo |[BwS 19 LE-1IN PUB TH0E-LIN Sepelb ul Aiessadau S| Xew % O0°0 JO 1Usju0d UogueD e ‘paiinbal ae sessed Buimelp Auew aiaym ‘UYiog Jo ‘S|[em Uy} IO JSleWeIp |[BWS Jo4 4
‘papodau 10 paulwIBlep &g 10U Pesu Jusws|e 8y} Jo} SISAjeuB pue wWNWiuiW ou S| 818y} ‘e|qe) siy ul Jeadde () sesdijje 8J8ypn "PeIeoIpUl S WNWUiW J0 8buel B ss8jun ‘Wnwixe,,

08'0—0+'0 0€°0-02°0 002-00'L  0'Sec-0'€e Sv-0¢ 0.0 S00°0 S€0°0 0'v-5¢ 0€0°0 L¥¥28S

0S0 12°0-G1°0 00'k—0L'0  §'€2-5°02 00'2—00'+ 00'+ 0200 0v0°'0 0'e-07¢ 0€0°0 11028S

02’0-v1°0 00200+ 072206l 00'¥—002C 00°F 0€0°0 000 00'¥—00¢C 0€0°0 12618S

00 +—05°0

M 00'k—05'0 0€0-02°0 0y-0¢ 0'92-0'te 0'8-09 00°k 0100 0€0°0 00’} 0€0°0 ,0922€S
S0 2e'0-¥20 06-0¢ 0'92-0'te 0'8-09 080 0200 S€0°0 oc'tL 0€0°0 2052 10S/2€S
0G'2-0S'L G2'0-0+0 6'€-6C 0'/2-0'te S'9-Gv 00'+ 0€0°0 00°0 0S't 00 »SS¢ 0S62€S

09'0-S0'0 020-S0°0 09'0-G600 S¥e-S'Ie §'60¢ 00'F 000 000 0se 0€0°0 »V0€2 ¥0€2ES

02'0-¥1°0 §e-0¢ 0'€2-0'2e G'9-Gv 00t 0200 0€0°0 00'c 0€0°0 5022 S0cees

snioyd ‘esau
JBYI0 Jaddop usabolyN  wniquinjod wnjuey| wnuapgAjoN  winiwoly) 1930IN uodl|IS inyns -soyd -ebuepy uoque) apein ~# SNN

% ‘uolisodwon

penupuoy | 379VL


https://standards.iteh.ai/catalog/standards/sist/7c55b227-4e32-43c0-b25a-61b815f7721b/astm-a554-21

Ay As54 - 21

4.1.8 Inside diameter bead condition (see 7.2),

4.1.9 Surface finish (see Section 12),

4.1.10 Report of chemical analysis, if required (Section 8),
4.1.11 Individual supplementary requirements, if required,
4.1.12 End use,

4.1.13 Specification designation,

4.1.14 Special requirements,

4.1.15 Special marking (Section 15), and

4.1.16 Special packing (Section 16).

5. Process
5.1 The steel may be made by any process.

5.2 If a specific type of melting is required by the purchaser,
it shall be stated on the purchase order.

5.3 The primary melting may incorporate separate degas-
sing or refining and may be followed by secondary melting,
such as electroslag remelting or vacuum-arc remelting. If
secondary melting is employed, the heat shall be defined as all
of the ingots remelted from a single primary heat.

5.4 Steel may be cast in ingots or may be strand cast. When
steel of different grades are sequentially strand cast, identifi-
cation of the resultant transition material is required. The
producer shall remove the transition material by an established
procedure that positively separates the grades.

6. Materials and Manufacture

6.1 The tubes shall be made from flat-rolled steel by an
automatic welding process without the addition of filler metal.

7. Condition

7.1 The tubes shall be furnished in any of the following
conditions as specified:

7.1.1 As welded,

7.1.2 Welded and annealed,

7.1.3 Cold reduced,

7.1.4 Cold reduced and annealed.

7.2 The inside diameter bead shall be furnished in any of the
following conditions as specified:

7.2.1 Bead not removed,

7.2.2 Bead controlled to 0.005 in. (0.13 mm) or 15 % of the
specified wall thickness, whichever is greater, and

7.2.3 Bead removed.

7.3 Square and rectangular welded stainless tubing is sup-
plied as cold worked unless otherwise specified.

8. Heat Analysis

8.1 An analysis of each heat of steel shall be made by the
steel manufacturer to determine the percentages of the ele-
ments specified. If secondary melting processes are employed,
the heat analysis shall be obtained from one remelted ingot or
the product of one remelted ingot of each primary melt. The
chemical composition thus determined, or that determined
from a product analysis made by the tubular product
manufacturer, shall conform to requirements specified. When
requested in the order or contract, a report of this analysis shall
be furnished to the purchaser. (See Test Methods, Practices,
and Terminology A751.)

TABLE 2 Diameter, Wall,” and Ovality Tolerances (All Conditions Except Tubing with Bead Removed)

Note 1—Owvality is the difference between maximum and minimum outside diameters measured at any one cross section. There is no additional
tolerance for ovality on tubes having a specified wall thickness of more than 3 % of the outside diameter.

Note 2—For sizes up to and including 5-in. (127.0-mm) outside diameter, an ovality tolerance of twice the tabular outside diameter tolerance spread
shown is applied one half plus and one half minus to tubes having a specified wall thickness of 3 % or less of the specified outside diameter. The average
of the maximum and minimum outside diameter readings should fall within the outside diameter tolerances as shown in this table.

Note 3—For sizes over 5-in. (127.0-mm) to and including 16-in. (406.4-mm) outside diameter, when the specified wall thickness is 3 % or less of the
outside diameter, the ovality shall not exceed 1.5 % of the specified outside diameter.

. Wall Thickness oD, +
OD Size, in. (mm) - -

in. mm in. mm
Under 2 (12.7) 0.020 to 0.049 0.51to 1.24 0.004 0.10
Y2 t0 1 (12.7 to 25.4) 0.020 to 0.065 0.51 to 1.65 0.005 0.13
Y2to 1 (12.7 to 25.4) over 0.065 to 0.134 over 1.65 to 3.40 0.010 0.25
Over 1to 1 %2 (25.4 to 38.1), incl 0.025 to 0.065 0.64 to 1.65 0.008 0.20
Over 1 to 1 12 (25.4 to 38.1), incl over 0.065 to 0.134 over 1.65 to 3.40 0.010 0.25
Over 1 2 to 2 (38.1 to 50.8), incl 0.025 to 0.049 0.64 to 1.24 0.010 0.25
Over 1 12 to 2 (38.1 to 50.8), incl over 0.049 to 0.083 over 1.24 to 2.11 0.011 0.28
Over 1 12 to 2 (38.1 to 50.8), incl over 0.083 to 0.149 over 2.11 to 3.78 0.012 0.30
Over 2 to 2 2 (50.8 to 63.5), incl 0.032 to 0.065 0.81 to 1.65 0.012 0.30
Over 2 to 2 %2 (50.8 to 63.5), incl over 0.065 to 0.109 over 1.65 to 2.77 0.013 0.33
Over 2 to 2 2 (50.8 to 63.5), incl over 0.109 to 0.165 over 2.77 to 4.19 0.014 0.36
Over 2 "2 to 3 2 (63.5 to 88.9), incl 0.032 to 0.165 0.81 to 4.19 0.014 0.36
Over 2 '~ to 3 2 (63.5 to 88.9), incl over 0.165 over 4.19 0.020 0.51
Over 3 "2 to 5 (88.9 to 127.0), incl 0.035 to 0.165 0.89 to 4.19 0.020 0.51
Over 3 "2 to 5 (88.9 to 127.0), incl over 0.165 over 4.19 0.025 0.64
Over 5to 7 V2 (127.0 to 190.5), incl 0.049 to 0.250 1.24 t0 6.35 0.025 0.64
Over 5to 7 2 (127.0 to 190.5), incl over 0.250 over 6.35 0.030 0.76
Over 7 "2 to 16 (190.5 to 406.4), incl all all 0.00125 in./in. or mm/mm of circumference

A Wall tolerance +10 % of specified wall thickness.
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9. Permissible Variations in Dimensions—Round Tubing

9.1 For all conditions except tubing with bead removed,
Table 2 shall apply.

9.2 For tubing with bead removed, Table 3 shall apply.

9.3 Lengths—Tubing is normally furnished in mill lengths 5
ft (1.5 m) and over. Definite cut lengths are furnished when
specified, to the length tolerances shown in Table 4. For tubing
ordered in multiple lengths, it is common practice to allow a
definite amount over for each multiple for the purchaser’s
cutting operation. Thus cutting allowance should be specified
in the purchase order.

9.4 Straightness Tolerance—The straightness tolerance
shall be 0.030 in. (0.76 mm) maximum in any 3-ft (0.9-m)
length of tubing. The straightness tolerance on shorter lengths
and on special requirements shall be agreed upon between the
purchaser and producer.

10. Permissible Variations in Dimensions—Square and
Rectangular Tubing

10.1 For this tubing, variations in dimensions from those
specified shall not exceed the amounts prescribed in Table 5.
For lengths, see 9.3. For the measurement of corner radii in
Table 5, refer to Fig. 1.

11. Workmanship, Finish, and Appearance

11.1 Finished tubes shall have smooth ends free of burrs.
They shall be free of injurious defects and shall have a

TABLE 3 Diameter, Wall,” and Ovality Tolerances for Tubing with
Bead Removed

Note 1—Ovality is the difference between maximum and minimum
outside diameters measured at any one cross section. There is no
additional tolerance for ovality on tubes having a specified wall thickness
of more than 3 % of the outside diameter.

Note 2—An ovality allowance of twice the outside diameter tolerance,
shown in this table, is applied one half plus and one half minus to the
outside diameter, for tubes having a specified wall thickness of 3 % or less
of the specified outside diameter. The average of the maximum and
minimum outside diameter readings should fall within the outside
diameter tolerances of this table.

Norte 3—Tubing may be specified to only two of the three following
dimensions—outside diameter, inside diameter, or wall.

OD Size, in. (mm) oD, = ID, +
in. mm in. mm
Up to 3452 (2.4), excl 0.001 0.03 0.001 0.03
%2 to Y16 (2.4 t0 4.8), excl 0.0015 0.038 0.0015 0.038
%16 to 12 (4.8 to 12.7), excl 0.003 0.08 0.005 0.13
Y2 to 1 (12.7 to 25.4), excl 0.004 0.10 0.006 0.15
1to 12 (25.4to 38.1), 0.005 0.13 0.007 0.18
excl
1210 2 (38.1 to 50.8), 0.006 0.15 0.008 0.20
excl
2to 2 2 (50.8 to 63.5), 0.007 0.18 0.010 0.25
excl
2 2 to 3 12 (63.5 to 88.9), 0.010 0.25 0.014 0.36
excl
3 Y2 to 5 (88.9 to 127.0), 0.015 0.38 0.020 0.51

incl
Over 5 to 16 (127.0 to
406.4), incl

0.00125 in./in. or
mm/mm of cir-
cumference

0.0013 in./in. or
mm/mm of cir-
cumference

A Wall tolerance is +10 % of specified wall thickness.

TABLE 4 Length Variations—Cut Length Tubes

Outside Permissible Variations

Diameter, in Length, in.
Length, t (m) in. (mm) Over? Under

in. mm

4 (1.2) and under up to 2 (50.8), incl Y16 1.6 0

over 2 to 4 (50.8 to %32 2.4 0

101.6), incl

over 4 (101.6) Ve 3.2 0

Over 4t0 10 (1.2 to up to 2 (50.8), incl Va2 2.4 0
3.0), incl

over 2 (50.8) iZ] 3.2 0

Over 10 to 24 (3.0 to all sizes %6 4.8 0

7.3), incl

A For all diameters in lengths over 24 ft (7.3 m), an additional over tolerance of &
in. (3.2 mm) for each 10 ft (3.0 m) or fraction thereof shall be permissible, up to a
tolerance of "2 in. (12.7 mm), max.

workmanlike finish. Surface imperfections such as handling
marks, straightening marks, light mandrel and die marks,
shallow pits, and scale patterns will not be considered as
serious defects, provided the imperfections are removable
within 10 % of the specified wall or 0.002 in. (0.05 mm),
whichever is greater. The removal of surface imperfections is
not required, unless special finishes are specified.

12. Surface Finish
12.1 Tubes shall be free of scale.

12.2 If special surface conditioning is required, they shall be
stated in the order.

13. Rejection

13.1 Tubing that fails to meet the requirements of this
specification shall be set aside and the manufacturer notified.

14. Coating

14.1 Stainless steel tubing is commonly shipped without
protective coating. If special protection is needed, details shall
be specified in the order.

15. Product Marking

15.1 Civilian Procurement—Each box, bundle or lift, and
piece (when individual pieces are shipped) shall be identified
by a tag or stencil with the manufacturer’s name or brand,
specified size, purchaser’s order number, this specification
number, and grade. Bar coding is acceptable as a supplemen-
tary identification method. Bar coding should be consistent
with the Automotive Industry Action Group (AIAG) standard
prepared by the Primary Metals Subcommittee of the AIAG
Bar Code Project Team.

15.2 Government Procurement—When specified in the con-
tract or order, and for direct procurement by or direct shipment
to the government, marking for shipment, in addition to
requirements specified in the contract or order, shall be in
accordance with MIL-STD-129 for Military agencies and in
accordance with Fed. Std. No. 123 for civil agencies.
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