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Return On lnvest111en't 
rora QDC Syste,11 
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Much has been written in the 

past about the benefits of a 

quick die change system. 

Speed, safety and labor cost 

reductions are all significant 

factors in considering whether 

a QDC system is right for your 

shop. However, in today's 

competitive business 

environment, the factor shop 

owners consider most is return 

on lnvestment or ROi. That is, 

when will a QDC system pay for 

itself and begin to pay 

dividends for their business? 
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Unfortunately, there is no simple answer to that question, as each business is 

unique and each will have different results. But one thing is clear, the more 

often you change dies, the more you need a QDC system and the faster that 

system will pay for itself. 

The graph above illustrates this point. The graph assumes a $100 savings per 

die change related to reduced machine down time and fewer labor hours per 

die change. Most shops save much more than that and these assumptions do 

not include cost avoidance and ancillary benefits, which further increase the 

savings, but would require a dissertation from an accountant to explain. Nobody 

wants to read that! 

So what is the bottom line? Based on just two dies changes per week, a QDC 

system can pay for itself in as little as 6 months and the more die changes you 

make, the sooner the system begins adding to your bottom line. lt's that simple. 

As you can see, even with these conservative assumptions, the return on 

investment for a QDC system can be quite impressive. 

lf you're looking for ways to streamline your operation, a QDC system may be 

just what you've been looking for. And, if you're looking for the world's strongest 

QDC system that's 100% Made in USA and backed by an industry-leading 

warranty, look no further than Pacesetter Systems. 



Metllods of Die 

S'tandardlzatlon 
 

Proper die standardization is the cornerstone of any QDC system. The goal is to create the same 

clamping "footprint" on each of your die sets. By standardizing your die sets, you eliminate the need 

to move or readjust clamps when one die set is removed and another loaded onto the press. The 
methods of die standardization are outlined below. 

Solid Sub-Plates with Fixed Footprint 
AII die sets are attached to plates of equal dimension 

• Provides continuous surface under die set for rolling

elements, locating and support

• Provides uniform height of grip ledges

• Allows constant footprint to interface with fixed
location clamps

• Eliminates need for T-slots if clamps are in fixed locations

Solid Sub-Plates with Random Footprint 
Die sets are attached to sub plates of equal height, but unequal width and length 

<> • Provides continuous surface under die set for rolling

o elements, locating and support

• Provides uniform height of grip ledges

• Provides best economy for sub-plate to die set size selection

Milled U-slots or Ledges 
U-slots or ledges of equal size are milled into the die sets

• Modifications to existing die sets to create common grip

• Achieves die standardization without additional hardware

Easy-Add Flanges from Pacesetter Systems 
Our Easy-Add flanges are the quickest, most cost-effective route 
to die standardization 

• Can be bolted or welded onto dies

• Quickest route to complete die standardization

• Provides consistent clamping surface

• Economical alternativa to milling die sets

• High-quality steel for reliable clamping

Die with Easy-Add 
U-Slot Flange

Die with Easy-Add 
Ledge Flange 
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Avallable Cla111p 
Loclclng sare'fy Syste,ns 

Redundant Circuits 
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A redundant circuit setup uses four or 

more clamps on the bolster and ram, with 

two separata hydraulic circuits each 

powering half of the clamps. The system 

is configurad so that clamps on opposite 

corners are powered by the same circuit. 

lf hydraulic pressure is lost in circuit #1, 

the dies will be held in place by the 

clamps powered by circuit #2. 

Clamping 

Circuit #1 

Clamping 

Circuit#2 

Eight clamp redundant 
circuit schematic 

Hydrau1·c Check Valves 

Schematic for clamping system 
with hydraulic check valves 

Clamping 

Circuit 

CheckValve 

Release 

Our hydraulic clamping systems can be 

configurad with our Model 180 check valve, 

which prevents pressure loss at the clamps if 

system pressure is lost. In addition, if pressure 

is lost at one clamp, the remaining clamps will 

not be affected. Check valves are pilot 

operated and can be configurad to ralease 

automatically when system pressure is turned 

off or connected to a separata valve to be 

released manually, for added safety. 

Mechanical Locks 

Most Pacesetter Systems hydraulic 

clamps are available with optional 

mechanical locks. Once pressure is 

applied to the system, the mechanical 

lock can be set. When the mechanical 

lock is set, system pressure can be 

deliberately turned off and the load will 

stay securely in place. 

MECHANICAL 
LOCKING 

Model 240 wit�k /
RING 

Mechanical Loe
/ 

Model 210 with 
Mechanical Lock 



Sefec'flng 'flle Approprla'fe 
Clan1ps and Lifters 

Clamp Selection* 

lf your dies have ledge type flanges: 

Then use any of the following clamps: 

- .. 
• 

Models Models 
210,220,230 351,352,354 

lf your dies have U-slot type flanges: 

Then use any of the following clamps: 

'
Models 
240,241,245,260,261, 

265,280,281,285 

Die Lifter Selection* 
H your bolsters have T-slots: U 
Then use any of the following rails: 

Model 360 

Air Glide
Model 515 ,� 

�ra Gllde 

,,,,,..
Model400

\1 

H your bolsters have U-slots: U 
Then use any of the following rails: 

Model 325 

Modal 70 

AirGlide 
Model 516 

Hydra Glide 
Model401 

•Represents Standard Configurations. Other options are available per customer request.

Model 71 

Spring Lift 
Model 510 
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Quo'fa'fion Reques'f 
General lnformation 

Company Name: ________________________________ _ 

Coritact: _______________ Title: __________________ _ 

Address: ____________________________________ _ 

Phone: _________ Ext: ___ Fax: ________ Email: __________ _ 
Pres& lnformation 

Manufacturar and Modal: _____________________________ _ 

Press Type:_C-Frame __ Straight Side Tonnage: _ _ _ _ _ __

Bolster Dimensions: ____ (L-R) x ___ _ (F-B) X Height 

Bolster T-Slots (How many): __ L-R _ F-B _None 
Bolster T-Slot Dimensions: A ____ B. ____ c ____ o ____ E ___ _ 

Ram Dimensions: __ _ (L-R) X (F-B) x Height 

Ram T-Slots (How many): __ L-R _F-B _Nene 

Ram T-Slot Dimensions: A ____ B� ___ c. ____ o ____ E __ _ 

Maxlmum Strlpplng Force_· _______ _ 

Die lnformation 

Maximum Total Weight; ___ Lbs. Upper: ___ Lbs. Lower: __ _ 

Die Dlmenslons: Max.: L-R ____ F-B Min.: ----L-R 

Clamping Ledge Height: Bolster ______ Ram�-----

Are Dies Slotted for Clamps?_Yes_No 

Number of bolts currently usad to clamp dles: Bolster __ _ Ram __ _ 

Dies Loaded From (check one): _Left_Right_Front_Back 

Dies Unloaded From (check one): __ Left __ Right_Front_Back 

Die Transfer & Allgnment Equlpment 
Power Pallet: __ Ves --No 
Model 536 (8,000 lbs capacity):_ Model 535 (3,000 lbs capacity)·-­

Die-Align (Die Positioner): __ Ves __ No Number of Sets?_ 
Clamplng lnformatlon 

e 

_ ___ F-B 

Type of Clamp& Preferred (check one): Than, salect Type of Lock Preferred: 

E 

_ Hydraulic Rocker Clamps--- Manual Lock _ Hyd. Check Valve - Fully Hydraullc

_ Adj. Hyd. Rocker Clamps----_ Manual Lock __ Hyd. Check Valve - Fully Hydraulic

- Hyd. Ledge Clamps ------ Manual Lock _ Hyd. Check Valve - Fully Hydraulic

_ Hydraullc Cyllnder Clamps--_ Manual Lock _ Hyd. Check Valve - Fully Hydraulic

- Mechanical Clamps
Die Llfter lnformatlon 

Type of Die Llfters Preferred (check one): Then. select Type of Bearings Preferred: 
__ Hydraullc Llft --------- _ Ball Type (Spherical) __ Cyllnder Type 

__ Pneumatic Lift----------1-

-- Spring Lift 

_ Ball Type (Spherical) _ Cylinder Type 

Bolster Extensions 
_ Lifl.-off Type _Folding Type--Length ___ _ 

Hydraulic Control& 
_ Manual 2-Position Valve __ Electric Switch 

15 



Easy-Add 

U-Flange

Easy-Add 

Ledge Flange 
Model 626 

• For use with Diesetter mechanical
clamps or hydraulic cylinder clamps

• Can be bolted or welded onto dies

• Precision machined
high strength steel

Model 602 

• For use with Diesetter mechanical
clamps or hydraulic rocker clamps

• Can be bolted or welded onto dies

• Custom lengths for any

size dies

-�

Easy-Add

U-Flange

-���

"'· 
·-.,_ 

·-.,_ 

Easy-Add

Ledge Flange

·-.,_ 

T-slot Ex:tenders
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Model 601 

• lncreases usable bolster and ram surface

• Clamps can be used beyond bolster or ram
edge

• Allows bolster or ram mounted clamps to be moved
out of the way during die change



Accessories 

Hydraulic Pump 
Model P71 

Airfoil hydraulic pump with 6,000 psi. standard 
operating pressure. 

4-wayValve
P/N 10158

Directional fluid control valve to control fluid flow 
to hydraulic clamps and lifters. Metal-termetal 
seals with zero interna! leakage at 6,000 psi. 

.- - .-Pressure 
Switch 

Model 170 
. d 

ModelA170 
(for hydraulic) (fer pneumatic) 

Monitors system pressure or individual 
circuit pressure and stops press if 

pressure drops below prescribed levels. 

Hydraulic Hose Quick Disconnect 
Model 649 

Allows you to quickly disconnect the hydraulic 
lines once your clamps are clamped and 

mechanically locked to prevent them from 
being inadvertently damaged by the press. 

Hose Making Kit 
Model 620 

Everything you need to make custom length 
high pressure hydraulic hoses. Crimping tool 
is powered by the same Pacesetter Systems 

power supply operating clamps and lifters. 

Hose Making Refill Kit 
Model K620 

Everything you need to restock your hose 
making kit. lncludes hose and hardware. 

Shown with Anti-Kink feature. ___ .. 
Model 625-AK 

Pre-made hydraulic hoses 
Model 625, or 624-(Large Size) 

Available in a wide variety of sizes from stock or 
custom made to your specifications. 

Junction Blocks 
P/N PS-102 

Route your hydraulic lines any way you 
please with our versatila junction blocks. 

More than 30 configurations available. 
Conta.ct us for a complete list. 17 





•��---- Pot1Ver Pallet:
Push/Pull Die Loadlng Syste,n 

Appllcaflon 
The Power Pallet Is the ullfmate efflclent 

die loading system that eliminal'ea the 

need for die carta and iní::1'8aaes aafaly 

more than ever before. lt's deslgned to 

Modal 53�.oo.o lbs capecily 
Modal 53�.ooo Iba cap,aclty 

attach_ to any standard forklift . 
.Fealu,... 
Poworod by a recheJ'veable bettBry that'& good 

fer 12 die changes, the Power Pallel c:an 

loat1/unload dles wtlh Just the push of e. button. end at 

var!ous apeeda. lt features ralla that easlty látdl on to pina 

pr&-installed on dies, and then can aither push or pul! wi1h lha tum of 

a bullt-ln gear swltcher. Afso comBS wllh brackets that moont on the front 

of boletsr ftJr the purpose of eaaydodci"9 sction wilh 1he pallet. 

lncludes our wortd-famous pneuma!Sc die ntters for smocth die glldlng actlon . 

..... ,,,. 
• Rela11vely aman alze makes H eaay to store, no more need for die carta
• Able to ICNJCl/unload up 1o 6,000 lbs load i:apacity in die �ht
• Simple pueh/pull dasign mducea the riak of injury and atrain on your workfon:e

Dle-Allgn
.,.

TotaDy eBminates manual allgnment 
when used wlth the Power Pallet 

This innovative tool makes it EIGIIY 1o aocumtsly loca.le and oenter any die on your prees. The V-Bloc:k 

mounts on the back of !he die shoe and guldes lt teft to rlght,. and tront to back amund a pin (1-lnch 

dlameter) thafs lnatalled In the.bolster. The sl0p block resta on the other slde ofthe die and helps 

square it evenly on ttie presa. Di&-Align ia deeigned to align a die of any siza • 

Model 631 

V-Block

• 1-1
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Dfesetter
™

Meché!lnical Cla111ps 

Modal 70 Model 71 

Two styles available far either 
U-flange or ledge-type dies.

Benefl'fs 

• 1/8-turn clamping action
• Automatically positioned clamp arms

for quick alignment with die set

• Precision-machined clamp arm
surfaces provide increased surface
contact for superior holding

• Up to 44,000 lb. load capacity

• Minimal die standardization

Applicat:ion 

For applications where hydraulic 
clamps are not preferable or available. 
Can be used with either U-flange or 
ledge-type flange die sets. Available in 
several sizes and configurations to 
handle a wide variety of die sizes. 

Fea'fures 

Exclusive torque-reducing anti-friction 
thrust bearing, with 1 /8 tum clamping 
action. Precision-machined clamp 
arm surfaces for superior holding. 
Ergonomically designed handle for 
ease of use. 

MODEL 71 DIESETTER '--. 
WJTH INTEGRATED 
HEELBLOCK 

DIESET 

DIESHOE 

BOLSTER 
ORRAM 

• Ergonomically designed handle for ease
of use GRIP 

Ordering lnformation 

Step 1: Select Model Number - Modal 70 without heel or Modal 71 with h8él 

Step 2: Specify T-Slol Size - 5/8", 314• or 1 � 

Step 3: Select T-Slol Bolt Length - Use column B of the Load and Dimensional Data chart en the following page and 
identify your desired min./max. total grip haight. Total grip height "B" is the T-slot neck height plus tha die flange thickness 
•o•. Read across to column •N and select T-slot bott length.

Step 4: Select Load Capacity - ldentify the load capacity desired for your application and select the color code 
associated with an equal or higher load capacity. 

Step 5: For Model 71 Only, Specify Die Grip Height -Add exact die flange thickness to P/N, after color coda 

Example 1: Model 70-314-6"-Gold = Diesetter Clamp 
(no heel) for 314• T-slot, with a e• T-bolt and 
load capacity of 15 tons (30,000 lbs.) 

26 

Example2: Model 71-314-6•-Gold-1.500 = Diesetter 
Clamp (with heel) for 314• T-slot and die 
grip thickness of 1.sn, with as• T-boll and 
load capaclty of 9 tons (18,000 lbs.) 








