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Abstract One of the long-standing problems in metals-processing industries is the
measurement of the temperature of low-emissivity targets. Such measurements are
typically accompanied by problems with reflections and highly variable emissivity, so
conventional spectral-band radiation thermometry is subject to large errors and uncer-
tainties. This article presents the design principles of a novel radiation thermometer
that places the target inside a blackbody cavity at the desired process temperature.
Uncertainties in the measurements of target temperature due to reflections and the
target emissivity fall in proportion to the difference between the target and process
temperatures, and are minimized when the target is at the desired process temperature.
This procedure enables accurate control of the process to a level near the minimum
uncertainty, which is lower than those for other current measurement techniques.
The article presents the uncertainty analysis for the new thermometer, and suggests
practical realizations for applications in aluminum extrusion plants and steel strip
mills.

Keywords Aluminum extrusion · Galvannealing · Low emissivity ·
Metals processing · Radiation thermometry

1 Introduction

The application of radiation thermometry to industrial temperature measurement is
subject to many problems that are often insignificant in laboratory applications. Two
of the major problems relate to the unknown emissivity of industrial materials and
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to the reflection of radiation from hot objects in the vicinity of the target of inter-
est. These problems are exacerbated in metals-processing industries where material
emissivities are low and often highly variable. Examples include the monitoring of
aluminum extrusion and steel strip in galvanizing processes, both of which exhibit
large relative variations in the target emissivity and have relatively tight temperature
requirements. Despite the existence of these problems, which lead to large uncertain-
ties, radiation thermometry is still the preferred temperature measurement technique
because the environments are often hostile to most types of contact thermometers and
the targets are often moving.

Current measurement methods that have achieved a reasonable level of success in
these industries attempt to minimize the influence of emissivity through emissivity
enhancement using multiple reflections [1,2] in the manner of the gold-cup pyrometer
[3]; through the utilization of naturally occurring quasi-blackbody cavities, such as
the wedge formed between the strip and a roller in the steel industry [4,5]; or by the
implementation of dual- or multi-wavelength pyrometers [6].

In contrast, this article proposes a novel type of radiation thermometer that exploits
blackbody principles to minimize the dependence of the measured temperature on
emissivity and to control the reflected radiation. By enclosing the target object inside
a blackbody cavity at the desired process temperature, the target’s temperature can be
inferred from the difference between the temperatures obtained from the target and the
blackbody. The minimum uncertainty occurs when the temperature difference is zero
and the target is at the correct temperature. By analogy with the disappearing filament
pyrometer, the object can be said to “disappear” into the blackbody background, and
so the device is described as a “disappearing object” radiation thermometer.

The article begins with a brief discussion of the principles of radiation thermome-
try relevant to this problem, and then quantifies the typical measurement uncertainties
achievable using a range of current radiation thermometry techniques: conventional
radiation thermometry, dual and multi-wavelength thermometry, and gold-cup ther-
mometry. The disappearing object thermometer is then described, and the measure-
ment uncertainties are analyzed based on its design principles. The article finishes
with a comparison of these uncertainties with the uncertainties that arise using the
existing techniques, and some concluding remarks are given. All uncertainties quoted
in this article are standard uncertainties.

2 General Principles

Radiation thermometers infer the temperature of a target from a measurement of its
spectral radiance integrated over the operating bandwidth of the thermometer. For
the sake of clarity, it will be assumed here that the bandwidth is sufficiently narrow
and the thermometer can be treated as monochromatic. The conclusions presented are
equally valid when extended to finite bandwidths. The spectral radiance of an object is
generally comprised two components: a component due to self-emission of radiation
and a component due to reflection of radiation from the surroundings [7],

Lm = ε(λ)Lb(λ, Ts) + [1 − ε(λ)] Lb(λ, Tw). (1)
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Here, Lm is the spectral radiance measured by the thermometer, Lb(λ, T ) is the spec-
tral radiance of a blackbody at wavelength λ and temperature T, given by Planck’s
law, Tw is a weighted average radiance temperature of the surroundings, Ts is the true
temperature of the target, and ε(λ) is its spectral emissivity. In Eq. 1, it is assumed that
the target is opaque and that its reflectance, assumed to be diffuse, is equal to 1−ε(λ).

The task of the radiation thermometer is to somehow infer the value of Ts from
the measurement of Lm. Clearly, if all the parameters in Eq. 1 are fully known, then
it is a simple algebraic exercise to rearrange the equation to yield Ts as the subject.
However, in an industrial environment, the values of ε(λ) and Tw generally change
from one measurement to another, so unless it is convenient to measure these values
each time a temperature is required, this approach is not practicable.

The emissivity of a material generally depends upon surface roughness, degree of
oxidation, viewing angle, and wavelength. For example, in the aluminum extrusion
industry, the emissivity of the aluminum may be in the range from 0.05 to 0.3 [8]
depending on the alloy type, degree of oxidation, and wavelength. Determining the
temperature of the extrusion just after it leaves the die is critical for controlling the
extrusion speed in order to minimize the formation of defects in the extruded prod-
uct. In the galvanneal process, in which zinc-coated steel is heat-treated to produce a
zinc-rich intermetallic layer on the strip surface, the emissivity varies from 0.1 for the
pure zinc liquid to 0.8 for the fully alloyed layer [9]. The annealing temperature and
annealing time determine the properties of the final product, hence the temperature
must be known accurately.

Evaluation of the average radiance temperature of the surroundings, Tw in Eq. 1,
is usually a complex process [10]. It is obtained by determining the radiance of each
surface in the entire hemisphere above the measurement spot on the target of interest
(including distant ambient surfaces), performing a weighted average of these radiances,
and then inferring the radiance temperature corresponding to this average radiance.
The weights used in the averaging process are determined from the geometric view
factors [11] (also called configuration factors) of each surface as seen from the mea-
surement spot. As implied by Eq. 1, the actual measurement geometry is equivalent to
completely enclosing the target spot with a blackbody whose true temperature is Tw.

Before describing how the proposed new thermometer can overcome the problems
of variable low emissivity and reflections, several of the different approaches currently
employed to solve Eq. 1 are reviewed, and their typical errors and uncertainties are
presented.

2.1 Conventional Radiation Thermometry

In conventional radiation thermometry, the term in Eq. 1 corresponding to the reflected
radiation is neglected, and the measurement is performed by compensating for emis-
sivity only. This is done by simply adjusting an instrumental emissivity setting on the
device to a previously determined value of ε(λ). Figure 1 shows the error using this
approach for thermometers operating at different wavelengths for an example in the
aluminum extrusion industry, where it is assumed that the emissivity of aluminum is
0.2 (at each wavelength) and the true temperature is 520 ◦C. For a typical aluminum
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Fig. 1 Error in thermometer reading due to reflections for spectral-band radiation thermometers operat-
ing at three different wavelengths viewing a target with an emissivity of ε(λ) = 0.2 at a temperature of
Ts = 520 ◦C, where the instrumental emissivity is set to εinstr = 0.2

extrusion press, the surroundings (the throat of the press) may have a temperature near
60 ◦C, so that for a 1.6 µm or 2.4 µm thermometer, the error would be negligible,
while for a 3.9 µm thermometer, the error would only be about 1 ◦C.

While the measurement errors due to reflections are tolerable, problems arise when
the uncertainties are considered. Because of the low emissivity of aluminum, the uncer-
tainty in the measured temperature is dominated by the uncertainty in emissivity [12],
and is approximated by

uTm = λT 2
s

c2

uε

ε
, (2)

where c2 is the second radiation constant. Assuming that the emissivity may be any-
where in the range from 0.1 to 0.3 due to different alloy compositions (uε = 0.06,
one-sigma value for a rectangular distribution), then the standard uncertainty is
21 ◦C, 31 ◦C, or 51 ◦C for a 1.6 µm, 2.4 µm, or 3.9 µm thermometer, respectively.
A smaller additional uncertainty, typically 1 ◦C, will also arise in the measurement of
the target radiance itself.

For applications where the background temperature is considerably higher than
the 60 ◦C of the above example, such as in the galvannealing process where it may
be as high as 600 ◦C, reflection errors are significant. These reflection errors can be
compensated for by making a separate measurement of the weighted average radi-
ance temperature, Tw, and solving Eq. 1 for Ts. However, except for a narrow range
of Tw values close to Ts, the uncertainty due to emissivity is still a limitation for
low-emissivity materials.

2.2 Ratio Thermometry

Ratio thermometers attempt to overcome the problem of unknown or variable emissiv-
ity by inferring the temperature of the target from the ratio of radiance measurements
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made at two different wavelengths. So long as the emissivity is the same at the two
wavelengths (and reflections are negligible), the measurement is independent of the
value of the emissivity. However, this is rarely the case for metals. When the metal
surface is relatively free of oxide, its emissivity is a direct function of the electrical
conductivity of the metal, meaning that the emissivity is proportional to the reciprocal
of the square root of wavelength [13]. In this case, and in the absence of reflections,
the measured temperature, Tm, is governed by the equation,

Lb(λ1, Tm)

Lb(λ2, Tm)
=

(
λ2

λ1

)1/2 Lb(λ1, Ts)

Lb(λ2, Ts)
, (3)

where λ1 and λ2 are the two operating wavelengths. Thus, application of a ratio ther-
mometer operating at 1.6 µm and 1.8 µm to such a target would lead to an error,
Tm − Ts, close to 40 ◦C when the target is at Ts = 520 ◦C. The error would be even
larger for a pair of longer wavelengths, and the presence of any reflected radiation
would lead to still larger error [14].

In principle, it is possible to compensate for a known wavelength dependence of
emissivity by using a ratio thermometer with an “emissivity slope” adjustment. For
the case where the emissivity is exactly proportional to the inverse of the square root
of wavelength, an emissivity slope equal to the square root of the ratio of the operat-
ing wavelengths would be appropriate. However, any slight variations from this exact
emissivity dependence would give rise to relatively large errors. The temperature error
for a ratio thermometer scales as

�Tm = λ1λ2

λ1 − λ2

T 2
s

c2

�εr

εr
, (4)

where εr is the ratio of emissivities at λ1 and λ2, and �εr is the error in the applied
emissivity slope. Comparing Eq. 4 with Eq. 2, it can be seen that the ratio thermometer
behaves like a single-wavelength spectral-band thermometer with an operating wave-
length of � = λ1λ2/ (λ1 − λ2). For example, for λ1 = 1.6 µm and λ2 = 1.8 µm, the
value of � is 14.4 µm. In effect, the thermometer trades the need to know absolute
emissivity at a single wavelength for a need to know the ratio of emissivities at two
wavelengths, but at the expense of a much increased sensitivity to this emissivity ratio.

Emissivity compensation algorithms, more sophisticated than a simple ratio, can be
employed based on prior measurements of emissivity at the two operating wavelengths
for specific alloy compositions under various conditions. In effect, the thermometer
is “tuned” for one particular alloy. However, for the galvanneal process, for example,
measurements based on these algorithms seem to be limited to an uncertainty of about
20 ◦C [9]. Reflected radiation, additionally, introduces relatively large errors.

2.3 Multi-Wavelength Thermometry

By increasing the number of wavelengths available in a radiation thermometer, it
is possible to take a sufficient number of measurements to include a model for the
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wavelength dependence of emissivity, of arbitrary sophistication, in the thermometer’s
measurement algorithm. Thus, a multi-wavelength thermometer might be expected, in
principle, to be able to measure both the temperature and emissivity of a surface of any
unknown emissivity. However, the sensitivity of these thermometers to uncertainties in
the measured radiances increases almost exponentially as the number of wavelengths
increases [14,15]. In practice, the sensitivity of multi-wavelength thermometers to
the target temperature is so low that the thermometer is virtually useless, with uncer-
tainties often as large as 100 ◦C or more. Such thermometers are also intolerant of
reflections [14].

As with the dual-wavelength thermometers exploiting known emissivity relation-
ships, by building additional information into multi-wavelength thermometers, it is
possible to constrain the multi-wavelength algorithm and decrease its sensitivity to
uncertainty. One method is to use measurements at two wavelengths as described
above for ratio thermometry, and a measurement at a third wavelength to identify
the particular alloy. The accuracy of such devices is expected to be similar to that of
“tuned” ratio thermometers, and thus around 20 ◦C.

2.4 Gold-Cup Thermometry

The gold-cup pyrometer [3] is sometimes used for industrial temperature measure-
ments where emissivity and reflection errors are problematic. The device consists of a
small gold-plated hemisphere with a small window at the top through which radiation
can pass onto a detector. In use, the hemisphere is mounted on a long steel pole and
placed up against the surface of interest, blocking out any radiation from the surround-
ings. Inter-reflections between the inside of the cup and the target surface increase the
effective emissivity of the surface to an amount given by [10]

εeff = 1 − (1 − ρg)(1 − ε)

1 − ρg(1 − ε)
, (5)

where ρg is the reflectance of the gold and ε is the emissivity of the target surface. If
ρg = 1 or ε = 1, then the effective emissivity of the surface is also 1. In practice, of
course, neither of these conditions holds, but nevertheless, significant enhancement in
the effective emissivity is achieved. In a smooth polished condition, gold has a reflec-
tance of around 0.98 in the infrared, so for a surface of emissivity ε = 0.2, its effective
emissivity becomes εeff = 0.926. Typically, though, in an industrial environment,
the gold surface quickly becomes tarnished, lowering its reflectance and making the
reflectance somewhat variable with time.

Accurate temperature measurement thus requires knowledge of the effective emis-
sivity, given by Eq. 5, for the particular measurement conditions. That is, the effective
emissivity cannot be assumed to be 1. The uncertainty in εeff due to uncertainties in
ρg and ε is

uεeff =
[(

ε(1 − ε)uρg

)2 + (
(1 − ρg)uε

)2
]1/2

[
1 − ρg(1 − ε)

]2 . (6)
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To determine how this propagates to a measured temperature, Eq. 2 can be used with
ε replaced by εeff . Assuming a degraded value of reflectance of the gold, due to tar-
nishing, of ρg = 0.9, and uncertainties of uρg = 0.06 and uε = 0.06, Eq. 6 gives
uεeff = 0.14, and Eq. 2 gives uTm = 14◦C at a temperature of 520 ◦C for a wavelength
of 1.6 µm. While this is an improvement over the methods discussed above, problems
associated with the use of the device, including the necessity of holding the gold cup
above a moving surface (rather than in contact with it) and possible contamination of
the window at the top of the hemisphere, lead to larger uncertainties. Furthermore,
gold-cup pyrometers often operate over very wide bandwidths. In the case of a T 4

response, an uncertainty of uεeff = 0.14, as determined above, leads to uTm = 40 ◦C
at a target temperature of 520 ◦C.

3 “Disappearing Object” Thermometer

The proposed “disappearing object” thermometer is designed to minimize the depen-
dence of the measured temperature on reflected radiation and, in particular, emissivity.
This is achieved by enclosing the target in a blackbody cavity, with open ends to allow
movement of the product through the cavity. The main components of the proposed
thermometer are shown in Fig. 2. They comprise:

• Radiation thermometer: this would normally be a conventional spectral-band ther-
mometer (either permanently mounted or a hand-held device), a thermal imaging
system, or a fiber-optic device.

• Temperature-controlled cavity: this would ideally be of high thermal conductiv-
ity (e.g., a heat pipe) so that it is very uniform in temperature, and have a high
internal surface emissivity. The cavity could be a cylinder, as drawn in Fig. 2a,
for extrusion applications, a flat plate, as in Fig. 2b, for a steel strip mill, or some
other shape appropriate to the application.

Two key requirements are that the cavity should occupy a large fraction of the hemi-
sphere above the area of the target viewed by the thermometer, and that during oper-
ation, the cavity wall should be controlled to the desired process temperature. Thus,
Eq. 1 is applicable, where Tw now represents this desired process temperature.

A simple rearrangement of Eq. 1 serves to illustrate the utility of this approach;

Lb(λ, Ts) = Lb(λ, Tw) + Lb(λ, Tm) − Lb(λ, Tw)

ε(λ)
, (7)

where Lm has been written as Lb(λ, Tm), with Tm the radiance temperature measured
by the thermometer when aimed at the target (i.e., the instrumental emissivity is set to
1). Thus, when the measured temperature Tm is equal to Tw, the true temperature Ts
is also equal to Tw regardless of the value of the emissivity. On the other hand, when
the true temperature is close to the desired process temperature (i.e., Tm, Ts, and Tw
are all similar), Eq. 7 can be approximated by

Ts = Tw + Tm − Tw

ε(λ)
. (8)
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Fig. 2 Simplified schematics of the proposed “disappearing object” thermometer. Configuration in (a)
could be used in an aluminum extrusion plant, and that in (b) in a steel strip mill

This equation clearly demonstrates the operating principle of the disappearing object
thermometer: the temperature of the target is inferred from a temperature measurement
of the cavity, a radiance temperature measurement of the target, and an estimate of its
emissivity. The cavity temperature would normally be measured with a contact probe,
such as a thermocouple or platinum resistance thermometer, embedded into the cavity
wall close to its inside surface. Equation 8 also shows that the estimate of emissivity
only impacts on a small measured temperature difference rather than directly on the
measured temperature, as in conventional radiation thermometry or, to a lesser extent,
gold-cup thermometry.

The degree to which Eq. 8 approximates Eq. 7 improves as the operating wavelength
becomes longer, as shown in Fig. 3, and for low emissivities, is only valid when Tm is
within a few degrees of Tw. In fact, because the low emissivity of the surface implies
a high reflectance, most of the measured signal is due to radiation emitted by the
cavity, not the target. Figure 4 illustrates that the measured temperature, Tm, does not
change significantly for wide changes in the true target temperature, Ts. Thus, Eq. 7,
not Eq. 8, must be used to predict the target temperature when it is not close to the
cavity temperature.

When the target temperature is close to the desired process temperature, the uncer-
tainty in the estimated temperature can be derived from Eq. 8;
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u2
Ts

= 1

ε2 u2
Tm

+ (1 − ε)2

ε2 u2
Tw

+ (Ts − Tw)2

ε2 u2
ε, (9)

where the wavelength dependence of ε(λ) has been omitted for clarity. When the target
and cavity temperatures are the same, the thermometer is insensitive to the uncertainty
in the emissivity, otherwise, the total uncertainty obtains a minimum close to where
this condition holds. In Fig. 5, each component of uncertainty, derived from the full
Eq. 7 [10], rather than using the approximation of Eq. 9, is plotted for a wide range
of Tw values for a target at Ts = 520 ◦C. This figure demonstrates the small window
of Tw values where the total uncertainty is largely insensitive to the uncertainty in
emissivity. The disappearing object thermometer exploits this window by controlling
the temperature of the surroundings.
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imation of Eq. 8. It is assumed that Tw = 520 ◦C with an uncertainty of 1 ◦C, the uncertainty in Tm is also
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Figure 6 plots the total uncertainty for typical conditions in an aluminum extru-
sion plant for the three wavelengths chosen previously. Again, these curves have been
derived from the full Eq. 7. The approximation of Eq. 9 is also plotted as the solid curve
as a comparison. When the target is close to the desired temperature, the uncertainty
is about 6.4 ◦C independent of wavelength, which is considerably smaller than that
for the other radiation thermometry approaches discussed above. For the galvanneal-
ing application, where the emissivity may vary from 0.1 to 0.8, the emissivity can be
assumed to be 0.45 with a standard uncertainty of 0.2 (assuming a rectangular dis-
tribution). In this case, the minimum uncertainty drops to about 2.5 ◦C. On the other
hand, for conventional radiation thermometry, the uncertainty is increased in line with
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Eq. 2, since the ratio uε/ε increases from 0.3 for the aluminum application to 0.45 for
galvannealing.

3.1 End Effects

Because the cavity must necessarily be open-ended to allow the product to pass
through, it does not form a true blackbody. Thus, the temperature of the cavity wall,
Tcav, measured by the contact thermometer, is not equal to the radiance temperature
Tw appearing in Eqs. 7–9. As mentioned previously, Tw is the weighted average radi-
ance temperature of the complete hemisphere above the target spot, including the open
ends of the cavity. These ends, through which the product passes, will have a different
temperature to that of the cavity wall, so that the average temperature of the surround-
ings will differ from the true cavity wall temperature. Additionally, if the cavity wall
is not black, then this modifies further the relationship between Tw and Tcav. If the
measured value of Tcav is used in Eq. 7 or 8 in place of Tw, then an error will occur
in the calculated value of Ts. Ideally, the end effects should be small enough that the
difference between Tw and Tcav is significantly smaller than the uncertainties plotted
in Fig. 6, in which case Tcav would be a good representation of Tw.

3.1.1 Black Cavity

To determine the Tcav − Tw difference, it will be assumed in the first instance that the
cavity is black, that the open ends can also be considered black, and that there are no
other surfaces at any other temperature in the hemisphere above the target spot. In this
case, the quantity Lb(λ, Tw) in Eq. 7 is given by the weighted sum of the blackbody
radiance of the cavity wall and the blackbody radiance of the open ends:

Lb(λ, Tw) = gcavLb(λ, Tcav) + (1 − gcav)Lb(λ, Tamb), (10)

where Tamb is the temperature of the open ends, assumed to be the ambient temper-
ature for the aluminum extrusion application and the temperature of the annealing
furnace for the galvannealing application. The quantity gcav is the geometric view
factor for the cavity wall as seen from the measurement spot. If the cavity were to fill
the whole hemisphere above the target, then gcav would equal 1 and Tw would equal
Tcav. However, as the cavity becomes smaller, more of the open end is viewed from
the measurement spot and Tw moves away from Tcav towards Tamb.

Two cases are considered here for the calculation of gcav. The first is for the geom-
etry shown in Fig. 2a, where a flat rectangular product is passing through the center
of a cylindrical cavity. The cavity has length L and radius R. By using the methods
outlined in [11], and ignoring the influence of the small viewing port for the radiation
thermometer, it can be shown that

gcav = 2
[
2 f + (4 + f 2) tan−1 ( f/2)

]
π(4 + f 2)

, (11)
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in Eq. 7) as a function of the length-to-radius ratio for a cylindrical cavity. The cavity wall is assumed to be
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where f = L/R. This function is plotted as the solid curve in Fig. 7, and the difference
Tcav − Tw, determined by Eq. 10, is plotted in Fig. 8 as a function of f for values of
Tcav = 520 ◦C and Tamb = 20 ◦C. In order for this difference to be less than, say, 1 ◦C,
the value of f must be greater than about 8, in the worst case of a 3.9 µm thermometer.
The radius would be determined from the maximum extrusion width that the device
would need to accommodate. For example, a maximum width of 300 mm would imply
R = 150 mm and, thus, a cavity length of at least L = 1200 mm would be required
to keep the end effects below 1 ◦C. For a thermometer operating at 1.6 µm, the length
would only need to be L = 900 mm for the same end effect.

The second geometry is for a rectangular product passing beneath a parallel rect-
angular flat plate (Fig. 2b) whose width is W and length is L. The plate is a distance
R above the target. In this case, again ignoring the viewing port for the radiation
thermometer,
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Fig. 9 Difference between the true cavity wall temperature and the average wall radiance temperature (Tw
in Eq. 7) as a function of the length-to-separation ratio for a square flat-plate cavity. The plate’s surface is
assumed to be black and at a temperature of Tcav = 520 ◦C, while the four open ends of the cavity, formed
by the plate and the product, are at 600 ◦C
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π
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4+ f 2
L

)

√
4 + f 2

L

⎤
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where fL = L/R and fW = W/R. If the plate is square ( fW = fL = f ), then this
reduces to

gcav = 4 f

π
√

4 + f 2
tan−1

(
f√

4 + f 2

)
. (13)

This is plotted as the dotted curve in Fig. 7, and the difference Tcav − Tw is plotted
in Fig. 9 as a function of f for values of Tcav = 520 ◦C and Tamb = 600 ◦C. In this
case, Tamb is taken to be the temperature of the annealing furnace, which is assumed
to be uniform as seen through all four open gaps between the plate and the product.
Clearly, a square plate is the worst case scenario, but increasing the length only mar-
ginally reduces the Tcav − Tw difference. For the end effects to be less than 1 ◦C, for
a 3.9 µm thermometer the value of f would need to be at least 17. Thus, if the plate
were positioned R = 50 mm above the target, the length of the plate would need to be
at least L = 850 mm. At 1.6 µm, the f value would need to be at least 20, implying a
plate length of at least L = 1000 mm.

3.1.2 Non-black Cavity

If the emissivity of the cavity wall is less than 1, then the relationship between Tcav
and Tw is more complicated than that given by Eq. 10. Because the cavity wall now
reflects radiation, as well as emitting it, the equation for Tw becomes a function of the
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emissivities of each surface seen from the cavity wall (including the product itself) and
the true temperatures of each surface. Methods given in [11] can be used to produce a
set of simultaneous integral equations for the radiant fluxes leaving each surface, from
which the quantity Lb(λ, Tw) can be determined. The geometries of both the cylinder
and the flat plate are sufficiently complex that numerical methods are needed to solve
these integral equations. These calculations are beyond the scope of this article, but
will be the subject of future work to extend the analysis presented above to non-black
cavity walls.

However, it is pointed out here that if the inside of the cavity is measured directly
with a radiation thermometer operating at the same wavelength as the thermometer
viewing the target, then Tw corresponds directly to this measured radiance tempera-
ture. A complication with this is that, even if the cavity surface is isothermal, each
part of the cavity wall will have a different radiance temperature due to its relative
location with respect to the other surfaces. In practice, the cavity would need to be
sampled fully and a weighted average determined. This sampling could be stream-
lined by using a thermal imaging camera. On the other hand, physical constraints may
make it impossible to position a radiation thermometer so that it can view a significant
portion of the cavity wall.

4 Conclusions

In this article, a new type of radiation thermometer (described here as the “disappear-
ing object” thermometer) has been proposed to overcome problems associated with
the temperature measurement of low-emissivity metals in industrial processes. The
thermometer uses blackbody principles to effectively enhance the emissivity of the
target to a value close to 1. While a prototype of this thermometer has not yet been
constructed, the uncertainty analysis based on the design principles indicates that it
should be capable of considerable improvement in accuracy over existing methods.

The proposed thermometer is ideally suited to process-control applications, where
the controller would drive the target to meet the Ts = Tw criterion, which minimizes
the uncertainty in the measurement. In this case, the blackbody can be maintained at
a single temperature. For general purpose applications, the disappearing object ther-
mometer would require a temperature-controlled cavity that is servo-controlled to
the observed temperature, and the cavity would be required to have a relatively fast
response.

Table 1 compares the performance of the current radiation thermometry methods
with that of the proposed thermometer. For the purposes of comparison, it is assumed
that the operating wavelength of the radiation thermometers is near 1.6 µm, that radi-
ance temperatures (and cavity temperature for the disappearing object thermometer)
can be measured with an uncertainty of 1 ◦C, and that the emissivity of the metal
surface is 0.2 with an uncertainty of 0.06 (aluminum extrusion application). The table
demonstrates the improvement in performance of the disappearing object thermom-
eter over other current methods. The disappearing object thermometer also performs
extremely well for other applications, such as galvannealing.
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Table 1 Comparison of the performance of various types of radiation thermometers for an aluminum
extrusion application

Thermometer type Typical uncertainty (◦C) Comments

Conventional spectral-band >21 Best case when there are no reflections.
Limited by emissivity uncertainty

Ratio >40 Assumes ε(λ1) = ε(λ2)

Compensated ratio 20 Applies to one alloy only

Multi-wavelength 100 Assumes no prior knowledge of
emissivity

Smart multi-wavelength 20 Assumes correct identification of alloy

Gold cup >14 Assumes correction applied for effective
emissivity. Difficult to use in practice

Disappearing object 6.4 Near process temperature only

All uncertainties are standard uncertainties

Two possibly important factors have been omitted from the calculations presented
here. The first is the effect of a non-black cavity surface, which has already been men-
tioned. The second is the effect of specular reflections on the measured temperature.
These may in fact lower the end effects over those calculated above for purely diffuse
reflectance, so long as the cavity occupies all of the solid angle from where specu-
lar reflections originate. Measurements of the bi-directional reflectance distribution
function of metals could be used to model these end effects. Whether or not these two
effects are significant, it is expected that the only factor affecting the final accuracy
would be the required length of the cavity.

References

1. P.G. Cielo, J.C. Krapez, M. Lamontagne, J.G. Thomson, M.G. Lamb, Conical-Cavity Fiber Optic
Sensor for Temperature Measurement in a Steel Furnace, SPIE, vol. 1682 (Thermosense XIV, 1992),
pp. 142–154

2. J.C. Krapez, C. Bélanger, P. Cielo, Meas. Sci. Technol. 1, 857 (1990)
3. M.D. Drury, K.P. Perry, T. Land, J. Iron Steel Inst. 169, 145 (1951)
4. T. Yamada, E. Makabe, N. Harada, K. Imal, Development of Radiation Thermometry Using Multiple

Reflection, Nippon Kokan Tech. Rep., Overseas No. 41 (1984)
5. I. Ridley, T.G.R. Beynon, Measurement 7, 171 (1989)
6. G.R. Peacock, in Temperature: Its Measurement and Control in Science and Industry, vol. 7, ed. by

D.C. Ripple, B.C. Johnson, C.W. Meyer, R.D. Saunders, G.F. Strouse, W.L. Tew, B.K. Tsai, H.W. Yoon
(AIP, New York, 2003), pp. 789–794

7. D.P. DeWitt, G.D. Nutter, Theory and Practice of Radiation Thermometry (John Wiley & Sons,
New York, 1988)

8. Y.S. Touloukian, D.P. DeWitt, Thermophysical Properties of Matter, vol. 7 (IFI Plenum, New York,
1970)

9. L.K. Zentner, D.P. DeWitt, D.A. White, D.R. Gaskell, in Temperature: Its Measurement and Control
in Science and Industry, vol. 6, ed. by J.F. Schooley (AIP, New York, 1992), pp. 861–864

10. P. Saunders, in Radiation Thermometry: Fundamentals and Applications in the Petrochemical Industry
(SPIE Press, Bellingham, Washington, 2007)

11. R. Siegel, J.R. Howell, Thermal Radiation Heat Transfer, 4th edn. (Taylor & Francis,
New York, 2002)

123



1598 Int J Thermophys (2010) 31:1583–1598

12. P. Saunders, in Proceedings of TEMPMEKO ‘99, Seventh International Symposium on Temperature
and Thermal Measurements in Industry and Science, ed. by J.F. Dubbeldam, M.J. de Groot (Edauw
Johannissen bv, Delft, 1999), pp. 631–636

13. L. Michalski, K. Eckersdorf, J. McGhee, Temperature Measurement (John Wiley & Sons,
London, 1991)

14. P. Saunders, High Temp.-High Press. 32, 239 (2000)
15. P.B. Coates, High Temp.-High Press. 20, 433 (1988)

123


	``Disappearing Object'' Radiation Thermometer  for Low-Emissivity Process Control
	Abstract
	1 Introduction
	2 General Principles
	2.1 Conventional Radiation Thermometry
	2.2 Ratio Thermometry
	2.3 Multi-Wavelength Thermometry
	2.4 Gold-Cup Thermometry

	3 ``Disappearing Object'' Thermometer
	3.1 End Effects
	3.1.1 Black Cavity
	3.1.2 Non-black Cavity


	4 Conclusions
	References



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Gray Gamma 2.2)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (ISO Coated v2 300% \050ECI\051)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.3
  /CompressObjects /Off
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJobTicket false
  /DefaultRenderingIntent /Perceptual
  /DetectBlends true
  /DetectCurves 0.1000
  /ColorConversionStrategy /sRGB
  /DoThumbnails true
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams true
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts false
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 149
  /ColorImageMinResolutionPolicy /Warning
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 150
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages true
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 149
  /GrayImageMinResolutionPolicy /Warning
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 150
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 599
  /MonoImageMinResolutionPolicy /Warning
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 600
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /CreateJDFFile false
  /Description <<

    /BGR <>
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e9ad88d2891cf76845370524d53705237300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc9ad854c18cea76845370524d5370523786557406300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /CZE <>
    /DAN <>
    /ESP <>
    /ETI <>
    /FRA <>
    /GRE <>

    /HRV (Za stvaranje Adobe PDF dokumenata najpogodnijih za visokokvalitetni ispis prije tiskanja koristite ove postavke.  Stvoreni PDF dokumenti mogu se otvoriti Acrobat i Adobe Reader 5.0 i kasnijim verzijama.)
    /HUN <>
    /ITA <>
    /JPN <FEFF9ad854c18cea306a30d730ea30d730ec30b951fa529b7528002000410064006f0062006500200050004400460020658766f8306e4f5c6210306b4f7f75283057307e305930023053306e8a2d5b9a30674f5c62103055308c305f0020005000440046002030d530a130a430eb306f3001004100630072006f0062006100740020304a30883073002000410064006f00620065002000520065006100640065007200200035002e003000204ee5964d3067958b304f30533068304c3067304d307e305930023053306e8a2d5b9a306b306f30d530a930f330c8306e57cb30818fbc307f304c5fc59808306730593002>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020ace0d488c9c80020c2dcd5d80020c778c1c4c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /LTH <>
    /LVI <>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor prepress-afdrukken van hoge kwaliteit. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /POL <>
    /PTB <>
    /RUM <>
    /RUS <>
    /SKY <>
    /SLV <>
    /SUO <>
    /SVE <>
    /TUR <>
    /UKR <>
    /ENU (Use these settings to create Adobe PDF documents best suited for high-quality prepress printing.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
    /DEU <>
  >>
  /Namespace [
    (Adobe)
    (Common)
    (1.0)
  ]
  /OtherNamespaces [
    <<
      /AsReaderSpreads false
      /CropImagesToFrames true
      /ErrorControl /WarnAndContinue
      /FlattenerIgnoreSpreadOverrides false
      /IncludeGuidesGrids false
      /IncludeNonPrinting false
      /IncludeSlug false
      /Namespace [
        (Adobe)
        (InDesign)
        (4.0)
      ]
      /OmitPlacedBitmaps false
      /OmitPlacedEPS false
      /OmitPlacedPDF false
      /SimulateOverprint /Legacy
    >>
    <<
      /AddBleedMarks false
      /AddColorBars false
      /AddCropMarks false
      /AddPageInfo false
      /AddRegMarks false
      /ConvertColors /ConvertToCMYK
      /DestinationProfileName ()
      /DestinationProfileSelector /DocumentCMYK
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure false
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles false
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /DocumentCMYK
      /PreserveEditing true
      /UntaggedCMYKHandling /LeaveUntagged
      /UntaggedRGBHandling /UseDocumentProfile
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [595.276 841.890]
>> setpagedevice


