
THE BEST PROCEDURE FOR REPAIRING HAMMERS 
IN THE SUGAR INDUSTRY

Changing hammers and knifes in sugar mills causes gaps in efficiency and a loss in production. UTP Maintenance 

customer Usina São Luiz SA was therefore looking for a better solution and found in a new welding procedure an 

amazing win:  the increase of a hammer life cycle from 350,000 tons of cane to 750,000 tons and the increase of a knife 

life cycle from 350,000 tons of cane to 1,200,000 tons.

www.voestalpine.com/welding

Usina São Luiz SA, located in the municipality of Ourinhos,  
was founded in 1951. The company’s line of business includes 
the refining of raw cane sugar and sugar syrup. The com-
pany is proud to be one of the most traditional organizations 
in the region, generating around 3,200 direct jobs.

One of the production steps of Sugar & Ethanol mills consists 
of the grinding of sugar cane, where a set of hammers and 
knifes is used to prepare the cane before entering the mill 
rolls. During this step, the hammers and knifes are subjected 
to severe abrasion. The replacement of these components 
due to the severe abrasion results in a production stop and 
therefore in a loss of efficiency and production.

The sugar mills of customer São Luiz process 2.5 million tons 
of sugar cane per year, while the life time of a hammer lies 
at 350,000 tons, resulting in 7 changes of hammers per year.

The Application Engineers of UTP Maintenance offered a 
new procedure to repair the hammers which would improve 
the components life time but would also be more compli-
cated and use a new welding procedure.

To evaluate the impact of the new procedure over the wear 
resistance, two samples were welded in the internal labora-
tory, simulating the repair of hammers.
The old procedure includes 3 layers of titanium carbide 
allow (SK 258 TiC-O) and 2 layers of Fe-Cr-Nb-C alloy (UTP 
AF Ledurit 68) over an ASTM A-36 steel, while the new pro-
cedure concentrates only on the UTP AF Ledurit 68.



THE BEST PROCEDURE FOR REPAIRING HAMMERS IN THE SUGAR INDUSTRY
WITH UTP AF LEDURIT 68

Product summary with product and customer benefits

PRODUCT SUMMARY

UTP AF Ledurit 68

DIN 8555: MF 10-GF-65-GR

Product features

» Metal-cored wire
» For the hardfacing of components subjected to high abrasion
» Combined with moderate impact and compression 

» Typical mechanical properties: 
hardness as welded 63 – 65 HRC

Field of use

» Shovel
» Excavator
» Dredge and dragline bucket lips and teeth
» Hammers
» Rippers
» Crushing equipment
» Wear plates
» Expeller screws
» Giratory crushers

PRODUCT AND CUSTOMER BENEFITS

» Designed to resist high stress grinding abrasion at service  
temperature not exceeding 450 °C

» High chromium and carbon alloying gives a structure rich in  
chromium-carbides.

» Excellent weldability
» High productivity
» Time and cost saving
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Due to the change in the welding procedure, the samples 
showed significant differences already on a microscopic 
level. While the old procedure results in ~50.95 % of acicu-
lar carbides presented in attacked state, accompanied by 
fine perlite an martensite regions, the new procedure results 
in ~63.24 % of polygonal and acicular carbides presented 
in attacked state, accompanied by fine perlite around the 
carbides.

At first the analysis of carbides quantity indicates a better 
wear resistance performance of the new procedure. The 
carbides geometry in the new procedure is also more likely 
to result in a better wear resistance. Another important 

observation was the absence of cracks in the weld pad of 
the new procedure.

After these promising findings, the new procedure was test-
ed in the sugar mill under real conditions, which led to the 
following changes for the customer:

» Increase of hammer life cycle from 350,000 tons of cane 
to 750,000 tons

» Reduction of hammer changes from 7 to 3 per season
» Increase of knife life cycle from 350,000 tons of cane to 

1,200,000 tons
» Reduction of knife changes from 7 to 2 per season


