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GENERAL MOTORS ENGINEERING STANDARDS

Materlals and Processes - Procedures

COLOR IDENTIFICATION OF METRIC PARTS
GM9093P

1 SCOPE. This standard provides a convenient means of
specifying color identification of metric parts when it is
determined that normal part number identification may not
adequately insure against mixing of so-called “metric parts”
with look-alike “inch parts”. It establishes one color, blue (see
Section 3) as the standard identifier for use with the following
finishes: phosphate and oil, phosphate and paint, zinc,
cadmium, dichromated zinc, dichromated cadmium, and
plain.

1.1 NOTE TO USER: A typical reference on engineering
drawings is —

COLOR IDENTIFY PER GMO9093P

This statement is intended to be shown as a supplement to the
normal finish call-out, and may be easily deleted from the
drawing when the need for supplemental identification no
longer exists. It should not be used as a supplement to finishes
such as chromium-bright, bright zinc, and colors which are
specified for the purpose of achieving a desired appearance.

1.2 NOTE TO USER: For assemblies which include parts
which are color identified, it is normally not necessary to
specify additional identification (i.e. blue clinch nuts in a
bracket adequately identify both the nuts and the bracket
assembly). If, however, due to subsequent processing (such as
welding or finishing) color is lost, it may be desirable to
specify how and where identification shall be supplied. Spot
or partial color identification is generally preferred to com-
plete coverage of assemblies and large parts. It is recom-
mended that this be specified by expansion of the typical
reference shown in 1.1; example:

COLOR IDENTIFY PER GMS9093P; ONE SPOT
APPROX. 10 mm DIA AT LOCATION SHOWN

2 GENERAL. The objective of this standard is to achieve a
readily recognizable blue (see Section 3) color when viewed
under subdued light conditions, and to achieve this without
adversely affecting the performance characteristics of any
part. Where requirements specified herein conflict with
requirements specified elsewhere on the engineering drawing
or in related separate specifications, the supplier and purchas-
er shall agree on appropriate deviation.

2.1 Corrosion resistance requirements, where specified else-
where on the engineering drawing or in related separate
specifications, are not altered by the additional requirements
of this standard.

2.2 Comparison to color chips or similar color specimens is
not required; however, a “medium blue” (see Section 3) is
preferred. “Dark blue”, easily confused with black, is not
acceptable.

2.3 Unless otherwise specified, the color shall be apparent
on all surfaces of the part, but need not be uniform.

2.4 Color identification shall not transfer to hands, tools, or
other objects during handling and shipment, and shall not be
removed by the vibrating or tumbling action of automatic
feeding equipment.

2.5 Colored parts shall not be oily or tacky.

2.6 For threaded products, it is desirable that color identifi-
cation not alter the torque-tension characteristics. If this
cannot be avoided, acceptable limits shall be established by
agreement of purchaser and supplier.

2.7 For parts which are to be welded during a subsequent
assembly operation, the color identification shall not adverse-
ly affect the welding operation, and shall not produce noxious
fumes or objectionable odor during welding (see Section 3).

2.7.1 Color identification need not be apparent after welding
but such durability is preferred.

2.8 For parts specified as “zinc” or “cadmium” finish,
dichromating is permitted (but not required) prior to color
identification.

2.8.1 “Blue-white” chromating is not acceptable, since it is
not significantly different from *“clear”, and thus is not a
readily recognizable blue color.

2.9 For parts specified as “phosphate and any protective
paint type compound” finish (example: GM4435M, Code B),
oil type protective compound and oil type color identification
are not acceptable.

2.10 For parts specified as “phosphate and oil” finish
(example: GM4435M, Code A), paint type protective com-
pound and paint type color identification are not acceptable.

2.11 For parts which are to be painted, the color identifica-
tion shall not bleed through or adversely affect the perfor-
mance of the paint coating.

2.12 For parts which are to be assembled in contact with
painted parts, the color identification shall not migrate to the
paint coating.

2.13 For threaded fasteners which are supplied with an
adhesive coating for locking or prevailing torque characteris-
tics, the adhesive shall be blue (see Section 3). A completely
blue fastener is desired but not required.

3 EXCEPTIONS.

3.1 Color shall be a readily recognizable BRIGHT GREEN
when color identification is specified for nuts, bolts and
screws which have Méx1 threads; except products described
in 3.2.

3.2 Color shall be a readily recognizable ZINC (achieved by
strike or flash electroplating processes) when color identifica-
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tion is specified for projection weld studs (screws, etc),
projection weld nuts, and plain finish self-piercing nuts which
have M6x1 threads.

3.3 Color shall be a readily recognizable COPPER (achieved
by cither strike (flash) electroplating or chemical immersion
processes) when color identification is specified for projection
weld studs (screws, etc), projection weld nuts, and plain finish
self-piercing nuts which have OTHER THAN Mé6x1 threads.

3.4 Exceptions stated in 3.2 and 3.3 are applicable pending
availability of blue (and/or bright green) color which mests
the requirements stated in 2.4 and 2.7, and other objectives of
this standard.

4 GENERAL INFORMATION. This standard was first
published in December 1975 and was last revised in August
1977.
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