
 

460 STRUCTURAL STEEL AND MISCELLANEOUS METALS 
 (REV 7-15-19) (FA 7-29-19) (1-20) 

ARTICLE 460-1 is deleted and the following substituted: 

460-1 Description. 
 460-1.1 General: Prepare, fabricate, assemble, erect, and perform all nondestructive 
testing for structural steel or miscellaneous metal structures, or portions thereof in accordance 
with the Contract Documents. 
  Obtain Structural Steel and Miscellaneous Metals from a fabricator that is 
currently on the Department’s Production Facility Listing. Fabricators seeking inclusion on the 
list shall meet the requirements of Section 105. 
  As used in this specification, the following terms shall apply: 
   Main or primary load-carrying member or component: This designation 
refers to the following; 
    1. Longitudinal or transverse rolled beams or fabricated girders 
(I or box, curved or straight) 
    2. All truss members not designated as cross frames 
    3. Cross frames, diaphragms and connection plates of horizontally 
curved beams or girders 
    4. Rib members of steel arches 
    5. Bracing members subjected to and specifically designed for 
traffic live load and/or other loads 
    6. Cross frames or diaphragms at pier and abutment supports of tub 
or box girders (trapezoidal members) and their connection plates 
    7. Attachments and components of the above such as splice, cover, 
cross frame and diaphragm connection and gusset plates, but not transverse and bearing 
stiffeners (unless acting as a cross frame or diaphragm) 
    8. Cables, moment release pins and links, and hangers 
    9. All steel substructure members except those designated as 
secondary in the Contract Documents 
    10. Overhead cantilevers, trusses, spans and gantries 

11. Other members as may be identified in the Contract 
Documents 
12. Forgings and castings to be used in bridge machinery 

   Miscellaneous components - This designation refers to, but is not limited 
to, the following: 
    1. Steel modular joints 
    2. Load plates 
    3. Bearings 
    4. Laminated bearing pads 
    5. Aluminum J-arms 
    6. Roadway Gratings, inlets, and frames 
    7. Steel and aluminum railing 

 



 

 460-1.2 Fabrication Categories: As a prerequisite for being on the Department’s 
Production Facility Listing, fabricators must currently be accredited in accordance with one of 
the programs in Table 460-1, by fabrication category/categories of the products that they are 
producing. 
  Fabricators are required to submit their proposed fabrication Quality Control (QC) 
Plan for review by the Department. 
 

Table 460-1 
Fabrication Categories 

Structure Type Accepted Accreditation 
Program 

 Simple Steel Bridge: Pedestrian bridge (prefabricated steel truss), 
bridge grid decking  AISC Simple Bridge 

 Steel Bridge: Vehicular bridge, Pedestrian bridge (all others) 
 AISC Advanced Bridge 

Fracture Critical 
Endorsement 

 Structural Highway Metal Components, Group I: bridge machinery, 
bridge bearings, modular joints, load plates, laminated bearing pads, 
cantilever, truss/span, monotube, gantry, mast arms, steel light 
poles, aluminum light poles, aluminum j-arms, drainage (welded 
gratings, frames, inlets) 

 AISC Components 
Manufacturer  

or 
AWS Welding Fabricator 

 Structural Highway Metal Components, Group II: bridge forgings, 
bridge castings, steel railing, aluminum railing, castings (manhole, 
grating, inlet, frame), guardrail, coated steel fence, elastomeric 
bearing pads, stay in-place forms 

 ISO 9001 

NOTES: 
An AISC fracture critical (FC) endorsement is required for all FC work. 
Other accreditations programs may be submitted to the FDOT State Materials Office for review and consideration in addition to 
the programs listed in the table above. 
 
 
 

SUBARTICLE 460-4.2.2 is deleted and the following substituted: 

  460-4.2.2 Match Marking of Members and Assemblies: Match mark all 
connecting members or parts that have been reamed or drilled while assembled. The fabricator 
shall submit a diagram showing all marks and clearly indicate the location of all the marks on the 
shop drawings. 
   Use painted marks, attached metal tags, other durable methods which do 
not degrade the finish of the piece, including plasma etching or low-stress type steel die stamps 
to identify and match mark pieces. If steel die stamps are used, they must be blunt nosed or 
interrupted dot dies, manufactured to produce impressions that are rounded at the bottom of the 
impression. Re-mark coated type markings as necessary to maintain continuity in traceability. 
Plasma etching using robotic equipment may be used to mark the surface of a steel plate when 
done at 10 amps and at 150 inches per minute. Plasma etching outside of these parameters 
requires Engineer approval. 



 

   Mark splice plates and girders so that upon erection, the mark on the splice 
plate is located opposite a matching mark on the girder. Place the mark on web splice plates, 
midway down the long side of the plate, on either the right or left side, to correspond with the 
girder to which the splice plate will be temporarily attached for shipping to the erection site. 
Make a matching stamp on the girder web opposite the mark on the splice plate. 
   Place the mark on top or bottom flange splice plates, on the right or left 
end of the plate, corresponding to the girder to which the plate will be attached for shipment to 
the erection site. Place a corresponding mark on the girder flange opposite the mark in the splice 
plate. 
   As an alternate location for tub girder bottom flange splice plates, place 
the mark midway down the long side of the plate, on either the right or left side, to correspond 
with the girder to which the splice plate will be temporarily attached for shipping to the erection 
site. Make a matching mark on the girder flange opposite the mark on the splice plate. 
   Mark girders and beams on the left end, according to the orientation 
shown in the shop drawings, near the top flange. Mark diaphragms in the middle upper portion of 
the web. Mark cross-frames in the middle of the top or bottom horizontal member. 
   When heat numbers and other identification marking are applied by die 
stamping to fracture critical members, low stress dies shall be used. 
   Low-stress die stamp markings applied to fracture critical members shall 
be placed in locations or zones shown or described in the approved shop drawings. Low-stress or 
compression areas are preferred. 
   Ensure that during fabrication, the heat number is maintained on each 
primary load-carrying component by paint until the component is permanently joined into a 
piece marked member or assembly. 
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