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(S7) ABSTRACT 
An improved thermocouple and method for making the 
thermocouple and installing same on the fireside of heat 
exchanger tubes or the like for monitoring surface tem 
perature which includes a thermocouple assembly made 
from mineral oxide insulated metal sheathed thermo 
couple wires where a pair of thermocouple wires or 
conductors extend through a metal sheath in spaced 
apart and insulated relation from each other and from 
the sheath and are connected together at an end to 
define a hot junction member adapted to be mounted in 
engagement with the surface being measured, which 
hot junction is defined by a disk or bar-shaped member 
extending from the end of the sheated conductor assen 
bly beyond the insulation and sheath but not in contact 
with the sheath. Installation on a heat exchanger tube 
includes welding the sheath to the tube which pressur 
izes the hot junction against the temperature measured 
surface and defines a heat energy path that bypasses the 
hot junction. 

33 Claims, 15 Drawing Figures 
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THERMOCOUPLE AND METHOD OF MAKING 
THE THERMOCOUPLE AND OF MOUNTING 

THE THERMOCOUPLE ON A HEAT 
EXCHANGERTUBE 

Matter enclosed in heavy brackets appears in the 
original patent but forms no part of this reissue specificae 
tion; matter printed in italics indicates the additions made 
by reissue. 

DESCRIPTION 
This invention relates in general to an improved ther 

nocouple assembly for monitoring fires fired sur 
faces of heat exchangers, and more particularly to a 
thermocouple that is capable of more accurately mea 
suring the tube surfaces in fired heat exchangers, and 
still more particularly to the method of making the 
improved thermocouple and the method of installing 
the thermocouple on heat exchanger tubes. 

Heretofore, it has been well known to provide ther 
mocouples for measuring the surfaces of fired heat ex 
changers. However, the long sought-after goal of nea 
surement accuracy and usable thermocouple life has 
involved the development of a number of different 
thermocouple structures, none of which have provided 
the ultimate accuracy and life situations desired. Reli 
ability particularly has been a problem. 
One particular application for use of the thermo 

couple like that in the present invention is in connection 
with an oil refinery operation where crude oil is 
pumped through heat exchanger tubes of a heater or 
furnace under a high pressure of about 2500 to 3000 
PSIG and where the tube walls, being subjected to 
combustion gases having a temperature of about 1600' 
F., are about 1150' F. to heat the crude oil. In such a 
heater having the surfaces of the heat exchanger tubes 
being subjected to the fire, it is important to monitor the 
temperature of the tube walls as accurately and reliably 
as possible in order to obtain the maximum throughput 
of product and run the process at optimum safety and 
efficiency and prevent tube damage or rupture. It is 
therefore significantly important to measure the tube 
surfaces accurately so that the highest possible operat 
ing temperatures of the heater can be maintained but not 
exceeded, thereby enhancing the energy consumption 
of the heater and the maximum efficiency. Preferably, it 
is therefore desired to maintain the firing of the heater at 
a substantially constant level which is dependent upon 
the accuracy and reliability of thermocouples used to 
measure the heat exchanger tubes. 
Moreover, since the life of a given thermocouple is 

generally dependent upon the maximum temperatures 
to which it is subjected, its own reliability and accuracy 
can enhance its life so that it will remain in service as 
long as possible. 

Inasmuch as a thermocouple for measuring a tube 
surface must be mounted on the exterior fireside surface 
of the tube, the thermocouple wire extending from the 
thermocouple to the exterior of the furnace and readout 
instrumentation is exposed to the combustion gases. For 
such high temperature applications, mineral oxide insu 
lated metal sheathed thermocouple wire is generally 
used. Thus, the operating temperature of the sheath is 
higher than that of the tube wall since the tube wall is 
continuously giving up heat to a lower temperature 
fluid being pumped therethrough and it is at a substan 
tially lower temperature than the combustion gases. 
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This excessive heat must be absorbed by the sheath 
material, and it is therefore particularly important that it 
not be directed to the hot junction of the thermocouple 
and influence the temperature measured by the junc 
tion. 
The most accurate heretofore known thermocouples 

have been of the knife-edge type where the thermojunc 
tion end or tip housing the junction has a knife-shaped 
portion engageable with and welded to the tube, such as 
shown in U.S. Pat Nos. 3,374,239; 3,939,534 and 
4,043,200, which positions the junction more closely to 
the tube wall and allows the junction to respond to a 
temperature more representative of the actual wall sur 
face. The heat energy path from the sheath material 
goes mostly through the welds along each side of the 
knife edge, and this thermocouple, which is manufac 
tured by ThermoCouple Products Company, Inc., of 
Winfield, Illinois, provides measurement accuracy 
within plus or minus 15' F. of actual surface tempera 
tures under normal firing conditions. However, the 
junction is not isolated from the weld areas, thereby 
permitting some of the heat energy going through the 
weld areas to influence the temperature measured by 
the junction. 

Others who have manufactured knife-edge type ther 
mocouple units have spaced the junction even further 
from the tube surface than that allowed by the configu 
rations in the above patents which provides even a 
greater temperature gradient between the tube surface 
and the junction. Deficiencies of other heretofore 
known units are set forth in the above patents. 
The present invention overcomes the inaccuracy and 

reliability problems heretofore known by providing a 
thermocouple assembly for the above related high tem 
perature applications having a significantly greater ac 
curacy and reliability. The assembly includes a junction 
member at the end of mineral oxide insulated metal 
sheathed thermocouple wire which can be mounted on 
a tube wall so that it isolates the hot junction from the 
sheath and places the hot junction directly into pressur 
ized engagement with the tube wall. The hot junction 
extends from the end of the sheathed wires and is struc 
tured to be thermally isolated from the sheath. The 
junction member engages the tube wall spacing the 
sheath and insulation from the tube wall. By welding 
the sheath directly to the tube wall, the heat energy 
path from the sheath goes through the weld areas di 
rectly to the tube and bypasses the hot junction. Since 
the conductors are substantially immovable relative to 
the sheath and are connected to the hot junction men 
ber, and the sheath is not in engagement with the tube 
surface, the natural shrinkage of the weld area sets up a 
pressure condition between the junction and the tube 
measured surface, thereby eliminating any gap between 
the junction and the measured surface and positioning 
the junction directly against the surface in optimum 
thermal contact. 

It is therefore important to transmit the heat in the 
sheath directly to the tube wall and at the same time 
bypass the junction to allow the junction to more accu 
rately measure the tube wall without being influenced 
by the higher level of the sheath. To prevent setting up 
a dam or block of the heat between the sheath and a 
tube, it is important that the cross-sectional area of the 
weld material interconnecting the sheath and the tube 
be greater than the sheath wall thickness. As such, it 
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will not impede heat transfer so that the heat in the 
sheath can easily pass to the cooler surface of the tube. 

It is also preferable to mount the thermocouple as 
sembly so that the sheath extending from the ther no 
junction tip is in contact with the tube surface where 
possible as the sheath extends to the wall of the furnace 
or heater to assist in the transfer of heat from the sheath 
to the tube ahead of the junction. Where the junction is 
mounted to the tube wall Such that the thermocouple tip 
extends substantially perpendicular to the tube wall, it is 
important to have the shortest possible bend from that 
point back to the tube surface so that the sheath gives up 
heat to the tube as efficiently as possible, thereby pre 
venting deterioration of the hermocouple structure and 
the sheath. Moreover, maintenance of the heat level in 
the sheath as low as possible reduces its adverse influ 
ence on the junction. An alternative mounting arrange 
ment where the thermocouple tip is angularly mounted 
to the tube permits the sheath to be brough brought 
to the tube wall quicker by decreasing the loop length 
(portion of sheathed wire between the connection of the 
thermocouple tip and the tube and the point along the 
sheathed wire ahead of the junction that engages the 
tube wall) and which ultimately will decrease the 
amount of heat that needs to be given up by the sheath. 

It is therefore an object of the present invention to 
provide a new and improved thermocouple assembly 
for measuring temperatures of fired heat exchanger 
tubes which is more reliable and permits more accurate 
temperature measurement and a greater minimal usable 
li?e, 
A further object of the present invention is in the 

provision of a new and improved thermocouple assen 
bly which permits the junction to be in closer proximity 
with the measured surface to provide greater measure 
ment accuracy. 
Another object of the present invention is to provide 

a new and improved thermocouple assembly for nea 
suring relatively high temperatures of fired heat ex 
changer tubes and to prevent contact of the combustion 
gases with the thermocouple conductors through the 
use of a heavy wall sheath, highly compacted insulation 
and leak-free attachment welds. 
A further object of the present invention is to provide 

a new and improved thermocouple assembly which 
electrically isolates the thermojunction from the tube 
wall and yet permits responsive and accurate tempera 
ture measuring operation. 
Another object of the present invention is to provide 

a new and improved method for making a thermo 
couple assembly which will provide more accurate 
measurement of fired heat exchanger tubes. 

Still another object of the invention is to provide an 
improved method for mounting a thermocouple on a 
fired heat exchanger tube in order to provide more 
accurate and reliable measurement of the tube. 
A still further object of this invention is in the provi 

sion of a new and improved thermocouple assembly and 
a method for mounting the assembly on a fired heat 
exchanger tube which isolates the junction from the 
higher heat level of the lead-in material for the junction. 
Other objects, features and advantages of the inven 

tion will be apparent from the following detailed disclo 
sure, taken in conjunction with the accompanying 
sheets of drawings, wherein like reference numerals 
refer to like parts, 
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4. 
FIG. 1 is a fragmentary perspective view of the heat 

exchanger tube having one form of the thermocouple 
assembly of the present invention mounted thereon; 
FIG. 2 is a perspective view of the readout end of the 

thermocouple assembly and illustrating it as extending 
through the wall of a heater or furnace within which 
the thermocouple is installed; 

FIG. 3 is a greatly enlarged vertical sectional view 
taken through the junction end of the assembly in FIG. 
1 substantially along line 3-3 thereof; 
FIG. 4 is a vertical transverse sectional view taken 

through the thermocouple assembly of FIG. 1 and sub 
stantially along line 4-4 thereof and also along line 
4-4 of FIG. 3; 

FIG. 9 is a side elevational view of the thermojunc 
tion tip of the assembly of FIG. 1 prior to mounting it 
on a tube; 

FIG. 6 is an end elevational view of the therinojunc 
tion tip of FIG. 5; 
FIG. 7 is a bottom plan view of the thermojunction of 

FIG. 5; 
FIG. 7A is a view similar to FIG. 7 showing a modifi 

cation where the junction and insulator are oval-shaped 
as shown in solid lines and the junction member is bar 
shaped in phanton; 
FIG. 8 is a perspective view of a modified thermo 

couple assembly according to the invention as mounted 
on a tube and also showing a still further modification in 
phanton; " 
FIG. 9 is a vertical sectional view taken through the 

embodiment of FIG. 8 and illustrating one type of 
mounting the thermojunction tip on a tube; 

FIG. 10 is a view similar to FIG. 9 but illustrating 
another manner of mounting the thernojunction tip on 
a tube where the tube surface is provided with a recess 
in which the junction is received; 
FIG. 11 is a view similar to FIG, 10 but illustrating a 

still further method of mounting the thermojunction tip 
on a tube where the junction is electrically insulated 
from the tube; 

FIG. 12 is a perspective sectional view taken through 
the junction end of the thermojunction tip of FIGS. 
8-11 to further illustrate the relation of the junction to 
the end of the sheet; 

FIG. 13 is a vertical sectional view taken through the 
thermocouple assembly like that in FIG. 8 but where 
the thermojunction tip is inclined to the surface of the 
tube and which is also represented in phantom in FIG. 
8; and 
FIG. 4 is a view similar to FIG. 12 of a modification 

where the junction member is in the form of a bar. 
Referring now the drawings and particularly to 

FIGS. 1 to 7, a knife-edge type thermojunction tip ac 
cording to the invention and generally designated by 
the numeral 20 is illustrated in mounting relation on the 
fired surface 21 of a heat exchanger tube 22. It may be 
appreciated that the thermojunction tip 20 is of the type 
that not only can be mounted in a longitudinal fashion 
along a heat exchanger tube as illustrated but also it may 
be mounted transversely of the tube, as shown in U.S. 
Pat. No. 3,874,239. The configuration of the face of the 
thermocouple which is disposed adjacent to the tube 
surface 21 for which the temperature is measured may 
be seen by looking at the views of FIGS. 5, 6 and 7 and 
which will be further explained hereafter. The entire 
thermocouple system includes a thernojunction tip or 
Junction end from which extends insulating thermo 
couple wires or conductors in a structure sheath identi. 
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fied in this embodiment by the numeral 23 leading from 
the junction end to a point outside of the wall of a heater 
or furnace in which the thermocouple is mounted, as 
illustrated in FIG. 2. The heater wall is identified by the 
numeral 24, and the sheath structure 23 has a fitting 25 
connected to a terminal head 26 that in turn intercon 
nects to a temperature readout instrument 27 through a 
pair of leads 28, 
The sheath structure 23 is suitably supported in the 

wall 24 and includes a tubular sheath 33 within which a 
pair of thermocouple wires or conductors 34 and 35 are 
arranged in spaced apart relationship from each other 
and from the sheath and insulated from each other and 
the sheath by a suitable high temperature insulating 
material 36. The insulation 36 may be of a suitable min 
eral oxide type such as magnesium oxide, aluminum 
oxide, or beryllium oxide, which is initially provided in 
granular or powdered form but compacted into a solid 
in the sheath so that the conductors are fully supported 
therein in insulated relation to each other and to the 
sheath and so that the material holds together in solid 
form without the use of any binder. Moreover, the 
compacted insulation eliminates any spaces within the 
sheath to prevent the passage of gases within the sheath 
which would be deleterious to the conductors and the 
junction. The metal sheath may be inconel, stainless 
steel or any other metal that can withstand high temper 
atures encountered in the chosen environment. 
The thermocouple conductors 34 and 35 are bent at 

right angles in the thermojunction tip 20 to extend 
through an opening in the sheath wall in a manner simi 
lar to the way it is constructed in U.S. Pat. No. 
3,374,239. A ceramic insulator 37 is provided for the 
conductors and extends out to the face 38 of the therino 
junction tip. A hot junction member 39, in the form of 
a disk here but which may be in the form of a bar as will 
be later described, is suitably connected such as by 
welding to the ends of the thermocouple conductors 34 
and 35 and which therefore extends from the face 38 of 
the therinojunction tip, The junction member 39 is sized 
so that it fully interconnects the conductors but has its 
exterior periphery39a spaced from the metal portion of 
the thermojunction tip which is an extension of the 
sheath wall 33, so that the junction member is not af. 
fected by the temperature level of the sheath wall. The 
outer face 40 of the junction member is flat as shown to 
mate and engage with a flat surface 41 on the heat ex 
changer tube surface 21. As illustrated in FIGS. 3 and 4, 
the junction engaging tube surface 41 is recessed from 
the flat surface 21 although it can be appreciated that 
the junction member if formed with an arcuate surface 
could be applied directly against the arcuate surface 21 
of the tube, it being important that there be the best 
possible nating contact relation between the junction 
member and the measured surface of the tube. The 
depth of the recess having the flat surface 41 is less than 
the height of the junction member 39 so that when the 
junction member face 40 is placed in engagement with 
the tube flat surface 41, the face 38 of the thermocouple 
head 20 is in spaced relation from the surface 21 of the 
heat exchanger tube 22. This is important when the 
thermojunction tip is mounted onto the tube wall by 
welding in order to pressurize the contact between the 
junction member surface 40 and the tube measured 
surface 41, as explained hereafter. The recess may be. 
formed by spot facing which results in forming a flat 
and recessed surface. Moreover, spot facing minimizes 
the space between the sheath and tube wall, thereby 
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6 
allowing the weldment to be shorter and reducing the 
weldment heat path. While the side walls are shown to 
be flat in FIGS. 4 to 7, they may be curved, as illus 
trated in FG, 7A. 
As seen in FIG. 7, the face 38 of the thermojunction 

tip 20 is substantially flat and diamond-shaped in config 
uration. Inclined surfaces are defined upwardly to the 
sheath which ultimately receive the weld that secures 
the thernojunction tip to the heat exchanger tube. The 
width of the surface 38 at the junction member 39 is 
slightly wider than the opening receiving the ceramic 
insulator 37. The cross section of the insulator is circu 
lar as is the junction member, but they may be oval, as 
seen in FIG. 7A for the thermojunction tip 20A. The 
junction member in FIG. 7A may also be bar-shaped 
like in FIG. 14 and as shown in phantom which would 
extend parallel to the longitudinal axis of the sheath 23. 
The width of the flat surface 38A would be less for this 
embodiment than where a disk-shaped junction member 
is used. This would result in bringing the opposite sur 
faces receiving the weld passes closer together at the 
face 38a, thereby reducing the unwelded area and spac 
ing the opposite weldments closer together to speed up 
the heat transfer between the tip and the tube. 
When mounting the thermojunction tip 20 to the tube 

surface 21, a plurality of weld passes are made on oppo 
site sides along the inclined surfaces to define the void 
free and leakproof welds 46 and 47 shown in FIGS. 1 
and 3. The weld material has a cross section greater 
than the wall thickness of the sheath 23 so to provide a 
resistance-free heat energy path from the sheath wall to 
the tube 22. Further, the welds 46 and 47 completely 
seal the junction head of the thermocouple to the tube 
to prevent any combustion gases from reaching the hot 
junction. The opposite ends of the welds 46 and 47 unite 
so as to provide a complete peripheral seal between the 
thermojunction tip and the tube. Inasmuch as the junc 
tion member is insulated from the sheath wall or its 
extension and the heat path from the sheath wall to the 
tube is through the welds 46 and 47, the junction is 
isolated from any heat level for the sheath wall. Thus, 
the higher heat level in the sheath is transferred to the 
cooler tube wall surface through the welds 46 and 47, 
thereby bypassing the junction member 39 and permit 
ting the junction member to respond more accurately to 
the temperature of the tube surface. Inasmuch as the 
welds 46 and 47 have a natural shrinkage factor follow 
ing application, they set up a pressurized condition 
between the nating surface of the junction member and 
the tube wall, in order to prevent any gap to exist be 
tween the junction member and the tube wall and 
thereby provide the most accurate temperature nea 
surement possible. Moreover, the junction of the ther 
mocouple is as close to the tube wall as possible since 
the junction exists beyond the insulator 37 and at the 
junction member 39. 
A modified thermojunction tip according to the in 

vention is shown in FIGS. 8 to 14 in that the hot junc 
tion is formed directly at the end of the sheath. The 
method of mounting this embodiment to a fired heat 
exchanger tube may take many forms where it is 
mounted to be perpendicular or angular to the tube. It 
may be mounted by any of the methods illustrated in 
FIGS. 9, 10 and 11 and where it is mounted angularly to 
the tube that method is illustrated in FIG. 13. Further, 
A modified bar-shaped junction member which has been 
referred to above is illustrated in FIG. 14. 
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The thernojunction tip which mounts perpendicu 

larly to the tube, as seen in FIGS. 8 to 12, is generally 
designated by the numeral 50 and is formed at the end of 
the sheath 51. The tip is generally cylindrical in shape. 
The sheath 51 is the same as the sheath 23 in that it 
includes, as particularly seen in FIGS. 9, 10 and 11, a 
sheath 52, a pair of thermocouple wire conductors 53 
and 54 extending within the sheath wall 52 and being 
insulated from each other and from the sheath by con 
pacted mineral oxide insulation material 55. As in the 
earlier embodiment, the sheath is of a suitable metal 
which will withstand high temperature conditions. The 
end of the sheath material at the thermojunction tip 50 
is slice off perpendicularly to the axis of the sheath 51 
defining a circular face and thereafter a junction mem 
ber 36 is suitably secured to or formed at the ends of the 
conductors 53 and 34 such as by welding a suitable 
junction member thereto. Again, the end surface of the 
sheath wall, as indicated by the numeral S7, is essen 
tially coplanar with the end surface 58 of the insulation, 
both of which define the face of the thermojunction tip, 
while the junction member 56 extends beyond these 
surfaces to protrude from the thermojunction tip 50, as 
particularly seen in FIGS. 9 to 11. The junction member 
56, as shown in FIGS. 9 to 12, is in the form of a disk 
although it may be in the form of a bar such as the 
junction member 60 illustrated in FIG. 14. In either 
case, the outer surface of the junction member which is 
to engage the tube would preferably be formed to mate 
with the tube surface so that when mounted on a tube, 
it would provide the best possible contact between the 
Junction member and the tube surface to be measured. 
Where the thermojunction tip 50 is mounted so that it 

is essentially perpendicular to the tube, as seen FIGS. 8 
to 11, the sheath 51 is provided with the smallest possi 
ble bend or loop to bring the sheath material back to the 
surface of the tube as quickly as possible. The bend will 
be as sharp as possible but not such as to damage the 
integrity of the sheath structure. In FIG. 8 the bend is 
indicated by the numeral 62 and the sheath is brought 
back to the surface of the tube and retained thereon by 
use of a retaining member or clip 63. In FIG. 8 the 
sheath is illustrated as extending longitudinally along 
the tube. If it is desired to have it extend perpendicular 
to the tube, if possible a bend would still be provided in 
the sheath and it would be brought back to a part of the 
tube surface and retained there by a clip to again assist 
in dissipating the heat of the sheath directly to the tube 
wall to the maximum extent possible. 
Three different methods of mounting the thermo 

Junction tip 50 on the tube surface 21 are illustrated in 
FIGS. 9, 10 and 11. In FC, 9 the surface of the tubes 
left intact and the thermojunction tip is brought against 
the surface where the junction member mates with the 
surface. Thereafter, a plurality of weld passes 65 are 
made circumferentially of the thermojunction tip and to 
weld the sheath to the tube surface 21 of the tube 22. 
Again, it is important that the weld material cross sec 
tion be greater than the cross section of the sheath wall 
52 so as to provide an efficient transfer of heat energy 
from the sheath wall directly to the tube surface. By 
virtue of the junction member protruding from the 
thermojunction tip and being rigid with respect to the 
thermojunction tip so that it does not move longitudi 
nally thereof, both the end surfaces 57 and 58 of the 
sheath wall and the insulation are maintained in spaced 
relation from the tube surface which is critical to take 
advantage of the weld material shrinkage. Further, the 
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8 
junction member 56 is sized so that it does not extend 
across the insulation 55 and come into contact with the 
sheath. Accordingly, the junction is thermally isolated 
from the sheath and the energy path between the sheath 
and the tube surface will bypass the junction member. 
The method of mounting the thernojunction tip to 

the tube wall may be accomplished as illustrated in 
FIG. 10 where the tube may be spot-faced to define a 
recess such as in the form of a blind bore 68 which is 
first formed in the surface 21 of the tube wherein the 
junction member then is recessa from the tube surface. 
However, the distance that the end turface of the junc 
tion member extends from the end f the sheath and 
insulation is such that when the sheath is welded to the 
tube surface 21, a gap will still remain between the end 
surfaces 57 and 58 of the sheath wall and the insulation 
and the tube surface to again allow a thernal bypass 
path of the junction 56 between the sh'ath wall and the 
tube. 
When it may be desired to electrically isolate or inau 

late the junction member 56 from the tube, an insulting 
cap 70 of ceramic or other insulating material may be 
provided over the end of junction rember and between 
it and the tube and where a reces is provided in the 
tube, as shown in FIO. 11. It can be appreciated that 
such an insulating member may als, be in the form of a 
flame or plasma ceramic coating applied to the junction 
member as well as a ceramic cup which would be a 
separate element. Such an insulator could also be em 
ployed in the method of mounting the thermojunction 
tip to the tube as illustrated in FIG. 9 where no recess is 
formed in the tube surface. 
The method of mounting the thermojunction tip hav 

ing a bar-shaped junction member, as shown by the 
embodiment 50A in F.G. 14, would be as illustrated in 
FIGS. 9, 10 and 11 where the tube surface may be pro 
vided with or without a recess and the junction member 
may be electrically insulated from the tube surface in 
the same manner as above referred to. It may be further 
appreciated that the embodiment of FIGS. 1 to 7 may 
also be mounted onto the tube surface without the use 
of a recess in the tube surface or by use of an insulator 
to electrically insulate the junction member from the 
tube surface as referred to above with respect to FIGS. 
9 to 11. 
The thermocouple of the invention may also be 

formed at the end of the sheath material so that it may 
be mounted on a tube surface where the sheath material 
comes off at an angle to the tube surface as particularly 
illustrated in FIG. 13 and as shown in phanton in FIG. 
8. This thernojunction tip designated generally by the 
numeral 50B is formed by slicing the sheath material 51 
at an angle to the axis of the sheath material instead of 
perpendicularly to the sheath material. The tip 50B is 
generally cylindrically shaped with an elliptically 
shaped face. Thereafter a junction member 72 is suitably 
secured such as by welding to the end of the conductors 
53a and 54a in the manner illustrated in FIG. 13. Again, 
the face including the end surfaces 57a of the sheath 52a 
and 58a of the insulator SS would be mounted in 
spaced relation to the tube surface 21 by virtue of the 
junction member 72 protruding from the end of the 
sheath. The sheath is likewise welded to the tube sur 
face 21 with a multiple of weld passes as indicated at 65a 
wherein the weld material extends circumferentially of 
the sheath and has a cross-sectional area greater than 
the cross-sectional area of the sheath 52a so as to pro 
vide a free heat energy path between the sheath and the 
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tube. By angularly mounting the thernojunction tip to 
the tube as shown in phantom in FIG. 8, the sheath can 
be brought to the tube wall quicker or in effect the loop 
length can be decreased, thereby decreasing the amount 
of heat that needs to be given up by the sheath at the 
connection between the sheath and the tube, as then 
heat is also given up directly to the tube wall by the 
sheat which is in engagement therewith at a point back 
from the connection of the thermojunction tip to the 
tube. The angle between the thermojunction tip and the 
tube at the connection area can be decreased only to the 
poiut where it is still possible to fully weld the sheath 
wall to the tube surface; that is, the weld material must 
completely go along the sheath through its entire cir 
cunferential end area. 

In view of the foregoing, it may be appreciated that 
the thermojunction tip of the present invention may be 
made from a bulk length of mineral oxide insulated 
metal sheathed thermocouple wires in the knife-edge 
for in as shown in FIGS. 1 to 7 or the cylindrical form 
shown in FIGS. 8 to 14, so that the junction member 
extends from the end of the thermojunction tip and is 
isolated from the sheath wall or other supporting metal 
material; and so that the method of mounting the ther 
mocouple to a tube wall may be carried out to space the 
face of the head from the tube surface whereby the 
junction member will be thermally isolated from the 
heat energy passing between the sheath or surrounding 
metal supporting structure and the tube surface and so 
the member will be in pressurized engagement with the 
tube. 

It will be understood that modifications and variar 
tions may be effected without departing from the scope 
of the novel concepts of the present invention, but it is 
understood that this application is to be limited only by 
the scope of the appended claims. 
The invention is hereby claimed as follows: 
1. A thermocouple assembly for measuring the sur 

face temperature of a fired heat exchanger tube com 
prising, a cold junction end having a temperature read 
out instrument and a hot junction end having a tempera 
ture sensingjunction member, the ends being connected 
by sheathed thermocouple conductors, said shrth 
thermocouple conductors including an elongated tr; 
lar metal sheath, and a pair of spaced thermocouie 
conductors within said sheath, electrical insulating ma 
terial spacing and supporting said conductors within the 
sheath in insulating relation from each other and from 
the sheath, said hot junction end being defined by a 
thermojunction tip, said tip including a face in which 
the conductors end, sheath are substantially coplanar, a 
junction member contacting said face and welded to 
said conductors at said face, said junction member being 
spaced from said sheath and insulating means disposed 
between said junction member and said sheath to elec 
trically and thermally. 

2. A thermocouple assembly as defined in claim 1, 
wherein the thermojunction tip is knife-shaped. 

3. A thermocouple assembly as defined in claim 2, 
wherein said face is diamond-shaped. 

4. A thermocouple assembly as defined in claim 3, 
wherein said insulation material is circularly shaped and 
said junction member is disk-shaped. 

5. A thermocouple assembly as defined in claim 3, 
wherein said insulation material is oval shaped and said 
junction member is oval-shaped. 
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6. A thermocouple assembly as defined in claim 3, 

wherein said insulation material is oval shaped and said 
junction member is bar-shaped. 

7. A thermocouple assembly as defined in claim 1, 
wherein the thermojunction tip is cylindrically shaped 
and said face extends substantially perpendicular to said 
sheath axis. 

8. A thermocouple assembly as defined in claim 4, 
wherein said face is circularly shaped. 

9. A thermocouple assembly as defined in claim 1, 
wherein the thernojunction tip is cylindrically shaped 
and said face extends substantially angular to said sheath 
axis. 

10. A thermocouple assembly as defined in claim 9, 
wherein the face is elliptically shaped. 

11. A thermocouple assembly as defined in claim 1, 
wherein the junction member includes an outer face 
that is substantially flat to mate with the surface of the 
tube on which it is mounted. 

12. A thermocouple assembly as defined in claim 1, 
wherein the junction member is disk-shaped. 

13. A thermocouple assembly as defined in claim 1, 
wherein the junction member is bar-shaped. 

14. A thermocouple assembly as defined in claim 1, 
wherein the junction member is oval-shaped. 

15. A thermocouple assembly as defined in claim 1, 
wherein the outer face of the junction member is pro 
vided with electrically insulating means to electrically 
insulate it from the measured surface. 

16. The method of making a thermocouple assembly 
from a bulk length of mineral oxide insulated metal 
sheathed thermocouple wires, wherein the length in 
cludes an elongated tubular metal sheath, a pair of 
spaced thermocouple conductors within said sheath, 
said mineral oxide insulating material spacing And Sup 
porting said conductors within the sheath in electrical 
and thermal insulating relation from each other and 
from the sheath, forming a thermojunction tip on an end 
of said length including a metal sheath having a knife 
shaped edge defining a diamond-shaped face in which 
an opening is provided having thermocouple condic 
tors held in spaced relation from each other and from 
the sheath by an insulating member including the step of 
making and securing a junction member to said conduc 
tors which protrudes from said face but which is sized 
to allow the insulating member to be exposed between 
the junction member and the sheath. 

17. The method defined in claim 16, wherein the 
making of the junction member includes forming it in 
disk shape. 

18. The method defined in claim 16, wherein the 
making of the junction member includes forming it in 
oval shape. 

19. The method defined in claim 16, wherein the 
making of the junction member includes forming it in 
bar shape. 

20. The method of making a thermocouple assembly 
from a bulk length of mineral oxide insulated metal 
sheathed thermocouple wires, wherein the length in 
cludes an elongated tubular metal sheath, a pair of 
spaced thermocouple wires within said sheath, and said 
mineral oxide insulating material spacing and support 
ing said conductors within the sheath in electrical and 
thermal insulating relation from each other and from 
the sheath, forming a thermojunction tip on an end of 
said length defining a face where the sheath, insulation 
and wire ends are substantially coplanar, and securing 
a junction member across said wires and against the 
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insulation but in spaced relation to the sheath so that the 
junction member protrudes from said face. 

21. The method defined in claim 20, wherein the 
method of forming the thernojunction tip includes 
shaping it to be knife-shaped with a diamond-shaped 
face. 

22. The method defined in claim 20, wherein the 
nethod of forming the thernojunction tip includes 
shaping it to be cylindrically shaped with a circular 
shaped face. 

23. The method defined in claim 20, wherein the 
nethod of forming the thermojunction tip includes 
shaping it to be cylindrically shaped with an elliptically 
shaped face. 

24, The method as defined in claim 20, which further 
includes the step of making the junction member to be 
disk-shaped. 

25, The method as defined in claim 20, which further 
includes the step of making the junction member to be 
bar-shaped. 

26. The method as defined in claim 20, which further 
includes the step of making the junction to be oval 
shaped. 

27. The method of mounting a thermocouple assem 
bly on the fired surface of a heat exchanger tube, 
wherein the tube is externally subjected to high temper 
ature gases and carries a fluid under pressure to be 
heated, and wherein the thermocouple assembly in 
cludes a cold junction end having a temperature read 
out instrument and a hot junction end having a tempera 
ture sensingjunction member, the ends being connected 
by sheathed thermocouple conductors, said sheathed 
thermocouple conductors including an elongated tubu 
lar metal sheath, a pair of spaced thermocouple conduc 
tors within said sheath, electrical insulating material 
spacing and supporting said conductors within the 
sheath in insulating relation from each other and from 
the sheath, said hot junction end being defined by a 
thermojunction tip, said tip including a face in of 
which the conductors ends, insulation and sheath 
are substantially coplanar, a junction member in 40 
contact with face and welded to said conductors, said 
junction member extending from said sheath and spaced 
from said sheath to thermally electrically isolate the 
Junction member, which method comprises, the steps of 
positioning the thermojunction tip on the tube surface is 
so that the outer face of the junction member nates 
with said tube surface and the sheath is a spaced rela 
tion thereto, and applying a plurality of weld 
between the periphery of the sheath and the tube to 
define a void-free and leakproof weldment to prevent 
contact between the gases and the conductors, the nun 
ber of weld passes being such that the cross section of 
the weldment is greater than the cross section of the 
sheath wall to define an unimpeded heat transfer path 
between the sheath and the tube, whereby the natural 
shrinkage of the weldment pressurizes the junction 
member against the tube surface, the face is in spaced 
relation to the tube surface and the heat energy of the 
sheath goes through the weldment to the tube and by 
passes the junction member. 

28, The method defined in claim 27, which further 
includes the step of forming a recess in the tube surface 
into which the junction member is disposed. 

29. The method defined in claim 27, which further 
includes applying electrical insulating means to the 
stion member to electrically insulate it from said 
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30. The method defined in claim 28, which further 
includes applying electrical insulating means to the 
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junction member to electrically insulate it from said 
tube. 

31. The method defined in claim 27, which further 
includes the step of bringing the sheathed conductors 
away from the junction back to the tube surface as 
quickly as possible to assist in having the sheath give up 
heat to the tube. 

32. The method of mounting a thermocouple assen 
bly on the fired surface of a heat exchanger tube, 
wherein the tube is externally subjected to high temper 
ature gases and carries a fluid under pressure to be 
heated, and wherein the thermocouple assembly in 
cludes a bulk length of mineral oxide insulated metal 
sheathed thermocouple wires having an elongated tubu 
lar metal sheath, a pair of spaced thermocouple wires 
within said sheath, and said mineral oxide insulating 
material spacing and supporting said conductors within 
the sheath in electrical and thermal insulating relation 
from each other and from the sheath, and a thermojunc 
tion tip formed on an end of said length defining a face 
where the sheath, insulation and wire ends are sub 

stantially coplanar, and a junction member in contact 
with said wires but in spaced relation to the sheath so 
that the junction member protrudes from said face, 
which method comprises, the steps of positioning the 
thermojunction tip on the tube surface so that the outer 
face of the junction member mates with said tube sur 
face and the face is in spaced relation thereto, and ap 
plying a plurality of weld passes between the periphery 
of the sheath and the tube to define a void-free and 
leakproof weldment to prevent contact between the 
gases and the conductors, the number of weld passes 
being such that the cross section of the weldment is 
greater than the cross section of the sheath wall, 
whereby the natural shrinkage of the weldment pressur 
izes the junction member against the tube surface, said 
face being in spaced relation to the tube surface 
whereby the heat energy of the sheath goes through the 
weldment to the tube and bypasses the junction nem 
ber. 

33, The method defined in clain 32, which further 
includes the step of electrically insulating the junction 
member from the tube. 

34. The method defined in claim 32, which further 
includes spot-facing the tube for receiving the junction 
reaber. 

35. In a method of measuring the surface temperature of 
a fired hear exchanger tube, the steps of 

supporting a pair of thermocouple wires within a 
length of elongated tubular metal sheath with a 
mineral oxide material, said mineral oxide material 
spacing said conductors within the sheath in elec 
trical and thernal insulating relation from each 
other and from the sheath, 

terminating the thermocouple wires and the length of 
metal sheath to form a hot junction end with the 
terminated ends of the wires and sheath defining a 
face, 

securing a thermojunction member across the ends of 
the wires in spaced relation to the sheath so that the 
member protrudes from said face, 

positioning the thermojunction member against the 
heat exchanger tube, and 

applying a void-free continuous weldment around the 
periphery of the sheath to secure the sheath to the 
heat exchanger tube, whereby the natural shrink 
age of the weldment pressurizes the junction men 
ber against the tube surface. 


