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Abstract  
Introduction Violation of mutual positioning and fixation of parts worsens the operation of the equipment. Traditional 
approaches to solving the problem under consideration have been sufficiently studied: interchangeability of parts and the 
use of special equipment. Both methods involve a significant number of additional elements and assembly operations. 
Fixation is often provided by means of force fitting and welding. Disadvantages of these methods include assembly, 
residual and other stresses, engineering constraints, etc. To solve these problems, alloys with thermoelastic phase 
transformations are used, which provide shape memory effects (SME) to manifest themselves. This article describes, for 
the first time, self-positioning and self-fixation using the example of parts specially made from an alloy with SME. 
Materials and Methods. The pin element under pressing mandrels the blind hole of the cup and enters the seat. The alloy 
with SME was Ti-55.7wt%Ni. The temperature of the onset of its austenitic transformation was As = 95°C ± 5°C. The 
elemental composition was determined by a Shimadzu EDX-8000 X-ray fluorescence spectrometer, the phase 
composition — by a Shimadzu XRD-7000 diffractometer. The temperature was specified through differential scanning 
calorimetry. The range was 20–300°C, the heating rate was 5 deg/min. A Guide T120 thermal imager and a RangeVision 
DIY 3D scanner with structured illumination were used. After pressing the pin into the cup at different angles, the 
alignment and deviations between the axes of the cup and the pin were examined. Then, the cup was heated to  
110–120°C, cooled, and control measurements were taken. 
Results. Values of the deflection angle after pressing were 0.2–11°. With a rigid structure and an installation angle of 0°, 
the pin deflected in the mounting hole by 0.2–0.5°. The axes shifted and did not intersect. The pin was not always 
completely pressed in. This indicated uneven deformation of the metal and different stress values around the hole. Such 
a unit would soon fail. The pin took the required position after heating the cup to 110–120°C (this temperature was higher 
than at the end of the reverse martensitic transformation). The angular deviation of the axes was noted to be 0.03–0.1°. 
The maximum misalignment (0.04 mm) corresponded to high positioning accuracy. Heating during the reverse 
martensitic transformation created internal stresses that returned the initial geometry of the cup. They also formed the 
forces that positioned and fixed the pin in the hole. That is, it is the parts that provide positioning and fixation (this is self-
positioning and self-fixation). 
Discussion and Conclusion. For self-positioning and self-fixation of parts due to the shape memory effect, it is necessary 
to avoid sharp transition lines between the surfaces of parts during design, select rounded corners or fillets, and get a clean 
surface without burrs. Self-fixation and self-positioning reduce defects and inaccuracies during assembly. The use of 
certain alloys increases the profitability of equipment production. 

Keywords: shape memory effect, thermoelastic phase transformation, self-positioning of a part, self-fixation of a part, 
mutual positioning of parts, shape restoration due to return stresses 
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Аннотация 
Введение. Нарушение взаимного позиционирования и фиксации деталей ухудшает работу оборудования. Доста-
точно изучены традиционные подходы к решению рассматриваемой проблемы: взаимозаменяемость деталей и 
использование специальной оснастки. Оба метода предполагают значительный объем дополнительных элемен-
тов и монтажных операций. Фиксацию часто обеспечивают с помощью посадки с натягом и сварки. Недостатки 
этих методов: монтажные, остаточные и другие напряжения, технические ограничения и пр. Для решения ука-
занных проблем используют сплавы с термоупругими фазовыми превращениями, которые позволяют прояв-
ляться эффектам памяти формы (ЭПФ). В данной статье впервые описаны самопозиционирование и самофикса-
ция на примере деталей, специально изготовленных из сплава с ЭПФ. 
Материалы и методы. Исследовались стаканы из сплава с ЭПФ — Ti-55,7wt%Ni при запрессовке: штыревой 
элемент дорнует глухое отверстие и попадает в посадочное место.  Температура начала аустенитного превраще-
ния — As = 95 °C ± 5 °C. Элементный состав определяли рентгенофлуоресцентным спектрометром Shimadzu 
EDX-8000, фазовый — дифрактометром Shimadzu XRD-7000. Температуру определяли дифференциальной ска-
нирующей калориметрией. Диапазон 20–300 °C, скорость нагрева — 5 °C/мин. Задействовали тепловизор Guide 
T120 и 3D-cкaнeр со структурированным подсветом RаngеVisiоn DIY. После запрессовки под разными углами 
штыря в стакан исследовали соосность и отклонения между осями стакана и штыря. Затем стакан нагревали до 
110–120 °C, охлаждали и делали контрольные замеры. 
Результаты исследования. Значения угла отклонения после запрессовки — 0,2–11°. При жесткой конструкции 
и угле установки 0° штырь отклоняется в посадочном отверстии на 0,2–0,5°. Оси смещаются и не пересекаются. 
Штырь не всегда полностью запрессовывается. Это говорит о неравномерной деформации металла и о разных по 
значению напряжениях вокруг отверстия. Такой узел быстро выйдет из строя. Штырь занимает требуемое поло-
жение после нагрева стакана до 110–120 °C (эта температура выше, чем в конце обратного мартенситного пре-
вращения). Отметили угловое отклонение осей — 0,03–0,1°. Максимальная несоостность (0,04 мм) соответствует 
высокой точности позиционирования. Нагрев при обратном мартенситном превращении создает внутренние 
напряжения, возвращающие первоначальную геометрию стакана. Они же формируют усилия, которые распола-
гают и фиксируют штырь в отверстии. То есть именно детали обеспечивают позиционирование и фиксацию (это 
самопозиционирование и самофиксация). 
Обсуждение и заключение. Для самопозиционирования и самофиксации деталей за счет эффекта памяти формы 
при конструировании следует отказаться от резких линий переходов между поверхностями деталей, выбирать 
скругленные углы или галтели, добиваться чистой поверхности без заусенцев. Самофиксация и самопозициони-
рование сокращают брак и неточности при сборке. Использование сплавов с эффектом памяти может повышать 
рентабельность производства. 

Ключевые слова: эффект памяти формы, термоупругое фазовое превращение, самопозиционирование детали, 
самофиксация детали, взаимное позиционирование деталей, восстановление формы за счет возвратных напряжений 
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Introduction. Self-positioning should be understood as spatial orientation, installation and positioning of a part 
and elements mating with it in units and mechanisms. Self-fixation is the interface along the surfaces of structural 
elements with such geometric features that provide fixation of the mating parts and a given fixation force due to the 
shape memory effect.  

The accuracy of the mutual positioning of parts determines the correctness and reliability of the mechanisms. Valid 
positioning can reduce the inertia of the mechanical unit, it prevents the occurrence of system backlashes not provided by 
the design. Failure to comply with the requirements for the mutual positioning of parts can change the operation of the 
products, which is unacceptable in most cases [1]. 

The requirements for the accuracy of assembly of units are high in all industries, specifically, in machine-tool 
manufacture, aircraft, and shipbuilding. For correct, tight mating of parts, the method of group interchangeability is used. 
Custom tooling is often used when assembling units. As a rule, it is unique for this type of assembly operation. It provides 
positioning accuracy during installation and meets tolerance requirements [2]. 

In industrial practice (notably, in construction [3] and the oil and gas industry [4]), alloys with thermoelastic phase 
transformations, which provide for the shape memory effect (SME), are increasingly used. The uniqueness of such alloys 
is in the features of phase transformations, due to which shape memory effects are manifested, as well as superelasticity 
(pseudoelasticity) [5]. 

Shape memory in alloys with thermoelastic phase transformations is used, in particular, for power drives [6]. The effect 
is based on return stresses that restore the shape of the part. The phenomenon corresponds to the austenitic phase state of the 
elements of the power drive [7]. In the oil and gas industry, coupling joints of parts are used for pipe junction [8]. The method 
involves restoring the shape of elements that provide the envelopment and compression of mating parts [9]. Due to the shape 
memory effect during assembly, it is possible to provide such processes as spatial orientation, installation, and positioning. 
To do this, it is advisable to use two principles mentioned above at once: 

− embracing and squeezing the parts; 
− restoring the shape due to return stresses causing movement. 
This approach allows reducing the number of assembly stages and avoiding the use of dedicated equipment (tooling) 

when positioning and fixing a part made of an alloy with a thermoelastic phase transformation and for the elements of the 
unit mating with it. 

The proposed solution opens up the possibility of replacing such fixation methods as force fitting and welding. 
Consequently, it is possible to avoid the disadvantages of these methods: assembly, residual and other stresses. We also 
note the operating restrictions associated with the strength and reliability of the fixation. In addition, it is not always 
technically possible to perform force fitting and welding.  

It is necessary to point out another advantage of parts made of alloys with thermoelastic phase transformations. Their 
positioning and fixation in the assembly unit allows refusing group interchangeability of parts, from fitting parts and from 
additional use of control units and mechanisms in the design. This simplifies the installation and manufacture of parts 
with high positioning accuracy and reliable fixation of parts in the assembly unit. 

The presented research article, for the first time, proposes to use thermoelastic phase transformation for positioning 
and subsequent fixation of parts in an assembly unit. In this case, the shape memory effect of parts ensures their self-
positioning and self-fixation. 

The author of this article observed the phenomenon under thermoelastic transformations, when it was required to 
provide fixation due to the shape memory effect of teeth. In this context, the following were considered: 

− drill bit roller cutter; 
− ball plug in the roller bit leg; 
− roller cutter on the bit leg in the design of a roller bit without a ball plug; 
− nipple and couplings of a tool joint [10]; 
− seats enclosed in the disc rotary valve; 
− disk on the stem of a disc rotary valve. 
The research is aimed at studying the possibilities of self-positioning (spatial orientation, installation, and positioning) 

and self-fixation during the manifestation of the shape memory effect of alloys with thermoelastic phase transformations. 
It is expected to find out what accuracy is provided in this case during the design and installation of assembly units, and 
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what conditions need to be maintained during assembly (design features, techniques, requirements for the implementation 
of self-positioning and self-fixation). 

Materials and Methods. For the experiments, two samples were made from an alloy with a thermoelastic phase 
transformation. In shape, these were cups with a special blind hole and a pin element made of heat-treated (hardened) 
40X steel. The cup had an opening — two conical steps with a right (lead-in) and inverted (fixing) cone. Transitions — 
by radius and by the line of intersection of cones. The pin element had a mandrel shape, so when pressed into the cup, a 
blind hole was mandrelized, and the pin element got into the seat in the cup. All surfaces were clean, without corners and 
burrs. This provided: 

− free sliding of the pressed-in pin element; 
− spatial orientation and installation in the seat under the pin element in the cup; 
− positioning of the pin element in the seat. 
Figure 1 shows the stages of pressing a pin element into a cup made of an alloy with SME. 

 

   
a) b) c) 

   
d) e) f) 

Fig. 1. Installation of pin element into seat of cup made of alloy with SME: 
a — 3D model of elements assembling after installing pin element 2 into cup 1; 

b — assembly drawing; c, d — installation of pin element 2 and cup 1 in hand press 3 before pressing the pin element into cup;  
e — angle between axes of symmetry α after pressing pin element 2 into cup 1 before heating (room temperature — martensitic 

phase of alloy); f — pin element and cup at room temperature after heating to 110°C  
(angle between axes of symmetry 0°, austenitic phase of the alloy)  
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Titanium nickelide Ti-55.7wt%Ni was selected as the alloy with SME. The temperature of the onset of its austenitic 
transformation was As = 95°C ± 5°C. Three properties listed below were determined. 

1. Elemental composition. For this purpose, X-ray fluorescence analysis was performed using a Shimadzu EDX-8000 
device (Japan). 

2. Phase composition. X-ray phase analysis was performed using a Shimadzu XRD-7000 X-ray diffractometer (Japan). 
Parameters: Cu Kɑ — 1.54 A0, 40 kV, 30 mA, angle range 20–90 degrees, shooting speed 1 deg/min. 

3. Temperature. It was determined by differential scanning calorimetry. The range of work was 20–300°C. Heating 
rate — 5 deg/min. 

This alloy allows for demonstration of the general principles of self-fixation and self-positioning of a pin element in 
the seat of the cup during the phase transition from martensite to austenite. At room temperature, the alloy is in the 
martensite phase. 

A Nordberg manual press was used for pressing. The cup made of an alloy with SME was heated with a GHG 23–66 Bosch 
technical hot air gun. Temperature control provided uneven heating of the cup and maximum imitation of the assembling process 
at enterprises. Specifically, the worst installation conditions and operation with violations of the process were recreated. 

The temperature and hot zones, as well as heating over the entire surface to the specified temperature, were monitored 
using a Guide T120 thermal imager. The positioning accuracy was determined by a stationary 3D scanner with structured 
illumination RangeVision DIY. Daheng cameras provided a measurement accuracy of 0.02 mm. 

The sequence of operations for installing the pin element into the cup is described below. 
1. The pin element is pressed into the blind hole of the cup. As a result, the hole is mandrelized. It deepens until the 

pin element enters the seating surface of the hole. The process takes place at room temperature, corresponding to the 
martensitic phase state of Ti-55.7wt%Ni alloy with shape memory effect. 

2. The relative position of the parts is measured. 
3. The cup is controllingly heated until the temperature is higher than it was at the end of the austenitic transformation. 

At this temperature, the initial (before deformation) shape of the cup is restored, and the force from the resulting return 
stresses is sufficient to shift and orient the pin element inside the blind hole of the cup. After this, the cup is cooled to 
room temperature. 

4. A control measurement of the relative position of the parts is performed. 
The pin element was pressed into the cup at different angles between the axes of symmetry of the cup and the pin 

element. The angle sizes were from 0 to 12 degrees. The step was 3 degrees. The alignment and the angle of deviation 
between the axes were determined. Then the cup was heated to 110–120°C and cooled in various ways — from free 
cooling in air to forced cooling (by lowering into water). Then, a control measurement of the alignment and the angle of 
deviation between the axes was made. 

Research Results. After pressing, the angle of deviation between the axes of the cup and the pin element had values 
in the range from 0.2° to 11° (angle α in Fig. 2 a). This indicates that with the rigidity of the structure and the installation 
angle of 0°, some displacement of the pin element in the mounting hole still occurs (from 0.2° to 0.5°). 

  
a) b) 
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c) d) 

Fig. 2. Deviations arising during installation of pin element in cup mounting hole:  
a — angle between the axes of symmetry; b — displacement as a result of underpressing; 

c, d — displacement of the axes of symmetry in the section plane perpendicular  
to the axes of symmetry of the pin element and the cup 

The axes were offset and did not have an intersection point, as shown in Figure 2 c and 2 d. If we take the axis of 
the cup (reference point) as the center, the offset of the axis of the pin element will be ρ = 0.2–0.8 mm (Fig. 2 d), i.e., 
the pin element in the cup will have an offset mounting position. In a number of cases, the pin element was not 
completely pressed into the cup (Fig. 2 b). Firstly, this caused uneven deformation of the metal around the hole. 
Secondly, it indicated that as a result of pressing, different stress values arose along the circumference of the hole. 
Such a unit will quickly fail when used. 

The pin element occupies the required position in the cup hole and relative to the hole seat after heating the cup to 
110–120°C, i.e., at a temperature higher than at the end of the reverse martensitic transformation. 

The positioning accuracy of the pin element in the cup was studied using a stationary 3D scanner with structured 
illumination RangeVision DIY and Daheng cameras. The angular deviation of the axes was recorded in the range  
of 0.03–0.1°. The maximum value of the misalignment was 0.04 mm, which corresponded to high positioning accuracy 
for assembly units. 

It should be noted that there is a similarity between the two mechanisms that provide: 
− occupation of the structurally required position of the pin element in the cup hole; 
− action of the working element made of an alloy with SME of the power engine. 
The specified shape of the part made of an alloy with shape memory effect of the cup in the austenitic state corresponds 

to the shape in which the pin element exactly occupies the position required by the design of the unit. At a temperature 
corresponding to the martensitic phase state, the mechanical characteristics of the alloy are lower than at a temperature 
corresponding to austenite. In this case, it is possible to specify a shape into which the pin element can be easily mounted. 
With such installation, the positioning of the pin element does not correspond to the required. 

Subsequent heating of the glass as a result of the reverse martensitic transformation creates internal stresses that allow 
the original shape to be restored. They can be conventionally called return stresses. In this case: 

− the cup takes on a shape that corresponds to the operational geometric characteristics; 
− the forces arising as a result of the action of return stresses are sufficient to move, orient, install and position the pin 

element in the seat of the cup (it is located and fixed in the hole). 
Evidently, it is the parts that provide self-positioning and self-fixation. No special equipment or special assembly 

techniques are needed. 
There is a process similar to the one described above. To operate the satellite antenna deployment mechanism, the 

power drive uses the force developed by the return stresses during the reverse martensitic transformation of the working 
element made of an alloy with SME.  
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Discussion and Conclusion. The displacement of the pin element inside the cup mounting hole is provided by 
design features that can be applied to all mating parts under self-positioning and self-fixation due to the shape memory 
effect of alloys with thermoelastic phase transformations. Techniques that allow maintaining the required design 
features are listed below: 

− rejection of sharp transition lines between surfaces of parts in favor of smoother ones; 
− selection of rounded or variable radius chamfers and external corners; 
− replacement of internal corners with fillets or curves with variable radius; 
− high-quality surface cleaning, elimination of burrs. 
These requirements should be taken into account when designing. This will provide the desired mutual 

displacements of parts with significantly less force. In this case, the force is compared to that given by the return 
stresses during the reverse martensitic transformation of the alloy with thermoelastic phase transformations (the cup is 
made of such material). 

Self-fixation and self-positioning can maintain assembly accuracy, eliminate mounting and engineering inaccuracies 
during installation work, and reduce defects. The use of some alloys has economic substance, i.e., it works for the 
profitability of the final product [11]. These and other advantages of the approach described in the article can be 
implemented in machine tool manufacturing. The method seems useful for developing oil and gas, precision and other 
equipment with high requirements for the geometric accuracy of parts. 
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