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Abstract: Pipelines play an important role in the national/international transportation of natural
gas, petroleum products, and other energy resources. Pipelines are set up in different environments
and consequently suffer various damage challenges, such as environmental electrochemical reaction,
welding defects, and external force damage, etc. Defects like metal loss, pitting, and cracks destroy
the pipeline’s integrity and cause serious safety issues. This should be prevented before it occurs
to ensure the safe operation of the pipeline. In recent years, different non-destructive testing (NDT)
methods have been developed for in-line pipeline inspection. These are magnetic flux leakage
(MFL) testing, ultrasonic testing (UT), electromagnetic acoustic technology (EMAT), eddy current
testing (EC). Single modality or different kinds of integrated NDT system named Pipeline Inspection
Gauge (PIG) or un-piggable robotic inspection systems have been developed. Moreover, data
management in conjunction with historic data for condition-based pipeline maintenance becomes
important as well. In this study, various inspection methods in association with non-destructive
testing are investigated. The state of the art of PIGs, un-piggable robots, as well as instrumental
applications, are systematically compared. Furthermore, data models and management are utilized
for defect quantification, classification, failure prediction and maintenance. Finally, the challenges,
problems, and development trends of pipeline inspection as well as data management are derived
and discussed.
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1. Introduction
As energy demand increases, the energy production infrastructure expands correspondingly. Pipelines are predominantly used to transport oil, natural gas, water, and
other important resources over long distances or between countries. They are recognized
as one of the safest ways of energy transportation [1,2]. However, hazards such as metal
loss, pitting and cracks might occur in a pipeline. These could result in personal injury or
death, economic losses, and environmental damage [3]. Therefore, growing attention has
been given in the research field to pipeline inspection and monitoring for condition-based
maintenance and structural integrity management.
Pipelines employed in the natural gas industry are usually metallic, and the defects
formation process consists of three essential components [4,5]. The first one is the inherent
defects produced during prefabrication [6–8]. In this process, the steel pipelines are
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made of billet solidified by molten metal, and the billet will contain defects. Most of
these defects will be removed when the head and tail of the billet are cut off, whereas
there still exist a certain number of defects remaining in the billet. That is the inherent
defects, including shrinkage cavities, casting hot cracks, air holes, inclusions, etc. [9].
Afterwards, these inherent defects in the billet will produce special defects in the rolling
process of steel pipelines, including cracks, delamination, hairline, and so on. Then,
the heat treatment, machining, coating and finishing process of rolled steel pipelines
will produce discontinuities on the surface of the steel pipelines as well. This results
in heat treatment cracks and coating cracks [10]. Most of these defects are distributed
on the surface of steel pipelines as illustrated in Table 1. The second one is welding
defects which occur in the process of pipe welding [11,12]. During the pipeline service,
cracks and corrosion will occur at the junction of the pipeline matrix and weld, which
will lead to a serious leakage [13]. These defects are the focus of non-destructive testing
(NDT) and structural health monitoring (SHM). The third one is corrosion formed during
service. There are two kinds of crack defect, stress corrosion cracking (SCC) and hydrogeninduced cracking (HIC) [14,15]. SCC is caused by the combined action of corrosive [16]
environment and continuous tensile stress and it has been considered as one of the main
failure modes in a humid environment. The microstructure, chemical composition, residual
stress, applied load, grain boundary characteristics, the pH value of soil and transportation
medium, and other parameters of different steel pipe materials affect the generation
and propagation of SCC cracks [17]. HIC is a kind of stepped cracks that occurs when
pipelines are exposed to hydrogen-containing medium and hydrogen precipitates into the
steel during electrochemical corrosion [18]. The growth and development of these cracks
eventually lead to the damage of pipeline steel. Corrosion defects can occur on both the
internal and external surfaces of the pipeline. When the corrosive liquid is transported
in pipelines, the fine sand structure and acid-base properties of transported materials
will cause internal corrosion. Depending on the quality of the slurry and the speed of
transport, corrosion may occur in different ways (uniform, corrosion) [4]. Moreover, due
to the inherent defects, coating, or cathodic protection in the manufacturing process of
steel pipes, corrosion can also be caused. Temperature, soil chemical composition, and
the activity of microorganisms (such as bacteria or fungi) can be considered as the causes
of external corrosion in buried pipelines. Among these, the percentage of corrosion is
considered to be affected by microorganisms of 20% to 30%. Another type of corrosion is
caused by high current, which is known as stray current corrosions [16,19]. These corrosion
defects can take place on both the inside and outside of the pipelines and include pitting
corrosion, exfoliation corrosion, intergranular corrosion, and crevice corrosion. Defects of
pipelines produced during this operation are as shown in Table 2. When these cracks and
corrosion defects extend and develop to a serious extent, then pipeline leakage will occur.
Thus, to minimize these threats, detection and monitoring of pipeline integrity before
failure including an understanding of defect progression, condition-based maintenance,
and lifecycle management is important.
Research on in-line pipeline inspection has been intensified over the years. The NDT
method is a common scheme for pipeline discontinuity detection and safety evaluation [20].
It refers to the testing without damaging or affecting the performance of the tested object.
Conventional non-destructive testing methods include radiographic testing, penetrant
testing, ultrasonic testing, visual testing, eddy current testing, and magnetic particle testing
are recognized effective strategies [21]. However, different non-destructive inspection
methods based on different principles have their characteristics [22] and usages for in-line
inspection of pipelines. Moreover, different causes of defects will lead to different types of
damage [4]. Therefore, the use of appropriate detection methods according to the specific
detection requirements needs to be studied [12]. Due to the limitation of the detection
principle and pipeline characteristics (such as size, medium property, etc.), the detection
equipment and functions need to be designed according to the actual detection object
as well [23]. In addition, current pipeline integrity evaluation and health management
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methods employ these historical data to identify and evaluate high-risk pipeline [24], while
condition-based maintenance can be carried out. In overall, data management methods
for defect quantification, identification, prediction and maintenance are crucial parts of
pipeline integrity management. Thus, this paper systematically reviews in-line inspection
of metal pipelines in association with robot-based instrumentation and data management,
which are lacking in current literature. Specifically, it includes not only the state-of-the-art
of research, but industrial applications. Work on detection and location of non-metallic
pipelines can be found in reference [25].
Table 1. Defects of steel pipelines produced during prefabrication and their causes [4,5,7–9,26,27].
Defects

Location

The Reason for the Formation

shrinkage cavity
casting hot crack
stoma
inclusion
cracks
layered
fold
heat treatment crack
coating crack

near-surface
internal and external surfaces
surface or near-surface
surface or near-surface
surface
surface or near-surface
surface
surface
surface

the last solidified of molten metal shrinks
stress due to different solidification rate
the gas is retained when the metal solidifies
impurities were added into the casting process
the surface depression is discontinuous and elongated during rolling
inherent defects are elongated and flattened during the rolling
excess material covering and pressing into surfaces
uneven heating or cooling
residual stress release

Table 2. Defects of pipelines produced during operation and their causes [4,5,15,16,19,28].
Defects

Location

The Reason for the Formation

fatigue crack
stress corrosion cracking
hydrogen-induced cracking
corrosion

surface
surface or near-surface
surface
surface

periodic stress application below the ultimate tensile strength of the material
the combined action of tensile static load and corrosive medium
tensile or residual stress interacts with the hydrogen-rich medium
interaction of corrosive medium and alternating stress

Section 2 discusses the different NDT technologies for inline inspection. Section 3
introduces the device named the Pipeline Inspection Gauge (PIG) and a robotic inspection
system. In Section 4, the data analysis methods and models are reviewed for defect
quantification and classification. The challenges, problems, and development trends of
pipeline inspection and data management are derived and discussed in Section 5. Finally,
conclusions are outlined in Section 6.
2. Non-Destructive Testing (NDT) for In-Line Inspection
The scientific and engineering communities have presented various techniques to
detect defects in an operational pipeline. These techniques can be grouped into three main
categories for the maintenance of pipeline systems as shown in Figure 1 [29]. Technologies
and defect detection and prevention include locating pipelines and underground facilities,
determining excavation damage and encroachments to the right-of-way, leak detection,
and damage mitigation. The pipeline and hazardous materials safety administration
(PHMSA) of the U.S. Department of Transportation has recorded, excavation damage
poses a leading threat to failure incidents of gas pipelines. However, leakage detection is
usually an indicator of excavation damage and other threats. Thus, in order to reduce this
damage and protect pipeline Right-of-Way (ROW), it is necessary to develop a locating
equipment especially electromagnetic locators to identify the position of metallic pipelines.
For instance, acoustic or ground-penetrating radar technologies are recent advancements.
Among them, the damage mitigation and prevention technologies focus on minimizing the
time and workload of taking measures to avoid the expansion of accidents. However, these
technologies are hard to locate and protect inside the pipeline. Technologies for threats
and integrity management contains inspecting existing defects (such as cracks, metal loss,
rust and dents), making use of several devices in external corrosion direct assessment,
internal inspection, pipeline detecting and monitoring, as well as stress analysis [30].
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of magnetic flux leakage is easy to understand, the design and analysis of the MFL system
involve the complex interaction of excitation, flux leakage, and material with defects. As a
classical NDT method, much work has been done already. Wilson et al. [32,33] studied the
visualization imaging and description of defect damage using 3D MFL imaging technology.
Pham et al. [34] proposed a planar Hall magnetoresistance sensor and applied it to oil and
gas pipeline inspection based on MFL. The prototype sensor has potential applications
to detect shallow defects in the near-surface, subsurface, or external surface, corrosion in
particular. Due to traditional MFL ILI being employed an axial excitation strategy that
cannot identify the narrow cracks along this direction, an axial crack detection model was
established in [35] through a linear magnetic dipole model with the circumferential excitation method. Moreover, Yang et al. [36] summarized the principle and influencing factors of
internal detection of MFL technology for oil and natural gas pipelines. They elaborated the
research status of key technologies such as axial excitation and circumferential excitation
in MFL internal detection of pipelines and compared the detection ability of magnetic flux
leakage internal detectors. Azad et al. [37] designed and optimized an MFL coil sensor for
cross-sectional metal loss detection. The optimal parameters are obtained from numerical
study. Azizzadeh et al. [38] used 3D finite element analysis to acquire three axial MFL
components for quantitative analysis pitting sizes. Except for defects recovery based on
MFL signal, Mukherjee et al. [39] provided an adaptive channel equalization algorithm to
remove the noise caused by sensor movements and manufacturing imperfections.
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•

Ultrasonic Inspection (UT)

Ultrasonic inspection (UT) is one of the principal directions of conventional NDT
methods to identify the defects of high-frequency sound waves on materials or their surface.
When ultrasonic waves move through an object, they consume energy and reflect off the
surfaces. Analysis of the reflected sound can determine the presence and locations of the
discontinuity or defects. UT can easily determine cracks, crevices, metal losses, and other
discontinuities at different depths inside sample since ultrasonic sound has characteristics
of reflection, diffraction, and transmission [40]. However, conventional ultrasound requires
a couplant to fill the gap between the probe and the surface of the workpiece to be tested. It
is difficult to detect the workpiece with complex shapes and irregular shape, and it cannot
effectively detect the pipe surface and surface fatigue cracks. Therefore, ultrasonic phased
arrays, guided wave detection technology, electromagnetic ultrasonic testing technology,
and laser ultrasonic testing technology are proposed to improve the inspection capability.
A phased ultrasonic array (PAUT) [41,42] can overcome the limitations of traditional UT. In
PUAT, the transducer is composed of several independent piezoelectric chips. According
to certain rules and time sequences, the electronic system is used to control and excite
each chip unit to adjust the position and direction of the control focus. PAUT [43,44]
total focus imaging technology [45] based on full matrix data for virtual focusing has the
characteristics of high accuracy and flexible algorithm. It is effective for the detection of
complex shape defects. At present, the multi-probe ultrasonic testing system is gradually
replaced by the ultrasonic phased array system. The new automatic ultrasonic testing
system can complete a large number of tasks undertaken by conventional probes by a
pair of phased array probes. However, PAUT needs a lot of data analysis for pipeline
inspection, and this method also has limitations for high-speed pipeline inspection. With
the rapid development of information technology, UT is gradually moving from traditional
detection to automatic non-destructive quantitative evaluation and structural health life
prediction [46]. Guided wave UT (GWUT) [47] is one of the latest methods for bridging
NDT and SHM, and can be used for pipeline monitoring to achieve an extensive structure
area inspection from a test point [48]. Cawley et al. [49] researched the guided wave
propagation on the pipe wall and looks for the reflection of the defect [50,51].
The generation mechanism is similar to that of a Lamb wave on a thin plate. It is
caused by repeated reflection in the medium with limited space as well as further complex
superposition interference and geometric dispersion [52]. It has the characteristics of longdistance detection and no need to scan point by point on the detection surface [53]. When
transferring this technology from laboratory to application field, challenges [48] such as
pipeline filling, coating other structures with complex geometry were solved step by step.
Moreover, the physical characteristics of bending mode and symmetrical mode have been
understood and the corresponding guided wave detection system was built [54,55]. The
defect detection and positioning of various waveguide structures were successfully carried
out [56]. The mechanical properties of new materials were quantitatively characterized
as well [57]. Furthermore, detection devices with the guided wave excitation method of
pipeline were designed in [58]. Apart from this, many studies were carried out in [59–61]
concerned with the mode conversion characteristics of guided waves passing through
the bending parts of pipes. An electromagnetic acoustic transducer (EMAT) is based on
electromagnetic coupling [62]. Under alternating magnetic fields, the eddy current is
produced in a metal conductor. At the same time, the metal medium generates a stress
wave due to the Lorentz force acting on the current of the non-parallel magnetic field. The
stress wave whose frequency is within the range of ultrasonic wave is the ultrasonic wave.
In addition, due to the reversibility of this effect, the return sound pressure makes the
particle vibrate and changes the voltage at both ends of the eddy current coil under the
action of the magnetic field. The detection signal is received and amplified by the receiving
device to analyze the defect information [63]. Thus, this technique does not require any
couplant medium and can produce a wide range of patterns [64–68]. It shows the potential
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in austenitic weld inspection [69–71]. It can be applied for non-contact inline pipeline
inspection with low efficiency.

•

Eddy Current (EC) Technique

Since there exists a blind area of surface inspection in conventional ultrasonic technology, the EC method based on electromagnetic principle is proposed for pipeline surface
and near surface defects detection [72]. It is widely used for crack detection since it is
sensitive to conductivity, permeability and thickness variation of materials [31]. When an
alternating magnetic field interacts with a conductive test workpiece, then the distribution
and size of eddy current are changed. It is affected by the characteristics of materials, such
as conductivity, permeability, defects size and shape. Through measuring the magnetic
field changes caused by an eddy current received from detector coils, the conductivity and
defect characteristics are obtained [73]. EC is a non-contact measurement method, which
can be used for high-speed inspection [74]. However, it can only inspect the surface or near
surface structure of conductive materials due to the skin effect. In addition, eddy current
testing is greatly affected by lift-off distance, that is, the distance between the probe and the
surface of the pipeline to be tested [75]. Besides, remote field eddy current (RFEC), eddy
current array (ECA) and pulsed eddy current (PEC) are other research hotspots developed
on the basis of conventional eddy currents. RFEC is a kind of low-frequency eddy current that can penetrate the tube wall twice [76]. The detector coil is usually placed about
twice the diameter of the pipeline from the excitor coil. With a low-frequency alternating
current, the magnetic field signal passes through the pipeline twice and then returns to
the detector coil for receiving [77]. Thus, it can effectively detect the internal and external
wall defects or the thickness reduction of the metal tube [78]. In addition, traditional EC
usually applies a single probe with mechanical scanning over a surface, which results in a
complex scanning path and decreases the detection sensitivity as well as reliability [79].
ECA arranges multiple elements on the surface of the tested pipe through certain settings
for inspection, which provides time-saving and a good solution for complex scanning
paths [80]. The conventional eddy current is affected by skin effect, and the detection depth
is limited by the excitation frequency. PEC uses the pulse excitation signal to induce the
transient current in the tested object and it has rich spectrum content [81]. By analyzing the
frequency variation of the transient flow, the defect detection, attribute characterization
and condition evaluation of the specimens with different depths are realized [82]. In application, Denis et al. designed and optimized the PEC probe [83]. In their study, the probe’s
sensitivity is improved at a higher lift-off with a certain coil gap. For higher sensitivity
and imaging accuracy, Li et al. [84] proposed a pulse-modulation eddy current technique
(PMEC). It can enhance the evaluation sensitivity to external corrosion and the accuracy
of corrosion imaging compared with a traditional PEC. To provide solutions on probe
scanning for long-distance inspection, Chen et al. [85] proposed and designed a magnetic
force transmission ECA probe. Moreover, a lot of research has been done on the corrosion
detection of pipelines with cladding and the distinction between internal and external wall
defects. Sun et al. [86] proposed the application by RFEC in pipeline testing and made a
relatively complete theoretical analysis. Kim et al. [87] presented a prototype pig based
on RFEC. They employ a multi-phase rotating magnetic field in the remote region for
SCC detection. Fukutomi et al. [78] used an electric scalar potential and a magnetic vector
potential to analyze the electromagnetic field of RFEC. Afterwards, they optimized the
RFEC probe and achieved micro defects on non-magnetic steam generator tubes detection.

•

Eddy Current Pulsed Thermography (ECPT)

Eddy current pulsed thermography (ECPT) is based on the phenomenon of eddy
current and Joule heat in electromagnetism. It uses an infrared thermal imager to obtain
the temperature field distribution and conduction of conductive specimen under the
excitation of pulsed eddy current due to Joule heat. Defects detection can be achieved
through analyzing and processing the multi thermal images [88,89]. Compared with
other infrared thermal imaging methods [90], ECPT uses pulsed electromagnetic excitation
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for volume heating. It has the characteristics of electricity, magnetism, and heat, rich
transient information, high spatial resolution, and high detection sensitivity for nearsurface depth defects. The induction heating is concentrated on the defect, which increases
the temperature contrast between the defect and the non-defect area. It can improve the
signal-to-noise ratio and the detection sensitivity of small defects as well, multiple defects in
complex geometric geometry in particular. Vrana et al. [91] developed a fixed and portable
induction thermal imaging detection system, which can effectively detect cracks with a
depth of 100 µm. Oswald et al. [92] carried out induction thermal imaging simulation and
experimental analysis on metal surface defects. Moreover, they studied the temperature
distribution of surface defects of materials with different electromagnetic parameters.
Furthermore, they discussed the open defects of induction eddy current imaging on a steel
plate and researched the influence of defects sizes and defects orientation. In addition,
Tian et al. [93] developed the internationally leading eddy current pulse thermal imaging
nondestructive testing and evaluation technology experimental platform. It is based
on the fusion excitation of electromagnetic and thermal multi-physical field effects. It
can be applied for weld inspection during installation and external pipeline inspection
of maintenance.

•

Magnetic Barkhausen Noise (MBN)

Magnetic Barkhausen noise (MBN) detection technology has been widely used in the
evaluation of (residual) stress and fatigue aging of ferromagnetic materials. The principle
of this method is to study the signal characteristics of magnetic or acoustic emission. They
are caused by domain reversal in the magnetization process and reflect the microstructure
and stress distribution of ferromagnetic materials. Jiles et al. [94] studied the influence of
residual stress, elastic and plastic deformation on the Babbitt effect in steel and the influence
of microstructure of steel sample on MBN. According to the mechanism of MBN, it can not
only detect the stress but also detect the microstructure of ferromagnetic materials such
as fatigue life and small cracks. Jancarik et al. [95] analyzed the lift-off effect of building
steel samples with different carbon content. It revealed that the slope of MBN amplitude
distribution was not affected by the lift-off effect whereas the sensitivity became smaller.
However, the repeatability, under different magnetization and influence of environmental
condition and material variation, is not well understood [96]. It can be applied for stress
measurement and inspection of material health states.

•

Radiography Testing (RT)

As one of the five conventional NDT methods, radiography testing (RT) is widely
used in the industry. It provides an internal view of the inspected specimen and records
permanent images. The significant advantage is that it does not require surface treatment
or insulation removal [97]. Moreover, it is not sensitive to naturally growing external
deposits on the pipeline surface [98]. Researchers around the world have been applying
this method for welding inspection and developing techniques for supporting automatic
radiographic [99,100]. Thus, automatic inspection from RT images with computer-aided
design to overcome limitations of human interpretation is a hotpot in this field [101]. For
example, Yazdani et al. [102] aims at the problems of unclear edge and low contrast of
X-ray images and proposes an automatic image-processing technology for noise removal
and image quality enhancement. Although RT can intuitively display images of defects,
it still contains major disadvantages of the health risk associated with the radiation. In
addition, it is difficult to recover the developing and fixing solution, and direct discharge
will cause environmental pollution [3]. It can be applied for inspection during installation
and maintenance of pipelines.

•

Acoustic Emission (AE) Inspection

Acoustic emissions (AE) is a kind of physical phenomenon that the transient stress
wave produces by the rapid release of elastic energy when the object is subjected to deformation or external action [103]. In particular, it is a dynamic NDT during the internal
structure of components or materials, defects, or potential defects in the process of motion
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change. Through receiving and analyzing acoustic emission signals of crack propagation,
plastic deformation, or phase transformation, the material performance or structural integrity can be evaluated. Therefore, AE is a promising method in pipeline monitoring and
researchers have done a lot of work. Quy et al. [104] collected AE signals and used the time
difference of arrival to achieve emission source location in a pipeline conveying a liquid
under high pressure. Then through calculating the returned sound source, irregular structural changes in the material such as cracks can be detected and located. Paton et al. [105]
studied the acoustic characteristics of steam pipe materials of hot industrial steam by AE
and analyzed the possibility of continuous monitoring and fracture load prediction of the
pipeline. However, the AE signal is easily affected by the material, geometry, and sensor of
the measured object, and it is difficult to directly build a connection between AE signals,
fracture and material conditions. Therefore, a suitable signal processing method is required
for clustering AE activity and identifying the features related to the fracture event [106,107].
NDT strategies like penetrating testing (PT), magnetic particle testing (MT), visual
testing (VT) and are commonly used in the industry. These different methods have their
own merits and limitations as described in Table 3. However, pipeline transportation
lines are usually installed underground, and it is quite difficult and expensive to access
from the outside. Therefore, the ILI devices are widely used for the inspection of the
buried pipelines [108]. The instrumentation systems can be operated in oil and natural gas
pipelines, water pipes, submarine systems, or any other pipeline systems for which specific
inspection is required [109]. In this sense, the physical data about the pipeline integrity are
collected and recorded using smart devices moving in the pipe [110]. However, due to the
limitation of pipeline volume and length, not all methods are suitable for in-line pipeline
inspection [111]. Up to now, only based on ultrasonic and electromagnetic ultrasonic,
magnetic flux leakage, eddy current testing methods have successfully developed internal
testing tools for in-line inspection of pipeline.
Table 3. Comparison of various technologies [3,4,112,113].
Inspection Strategy

Merits

Limitations

MFL

without the need for pre-processing, easy online
detection, highly automated for detecting various
types of defects

relative movement between MFL probes can
distort the profile of MFL signals, not good in
poorly magnetized materials like stainless steel

EC

sensitive to multiple parameters; wider operating
temperature range, suitable for small diameter
pipelines inspection due to smaller sizes for
probes, lightweight and convenient to be located
on micro-robots, and more economical

the depth of penetration is dependent on the
frequency of the AC current applied to the coil,
suffers from the lift-off effect

UT

high penetration depth and suitable for testing all
kinds of materials and their properties, thickness
and external corrosion can be estimated

easily affected by dense highly attenuating muds
and casing scales, not sensitive enough to small
features

ECPT

high spatial resolution, fast detection response,
and wide range detection, intuitive and reliable

affected by the surface emissivity, the infrared
camera blocks the view, the internal crack
detection is limited

MBN

high sensitivity to microstructure and stress state
of materials, fast detection, and harmless to the
operator

difficult to find a consistent behavior of the MBN
signal, can only be pick up near the surface of the
materials

RT

permanent images record, require no surface
treatment or insulation removal, and less sensitive
to external deposits

potential harm to the human body and cause
environmental pollution

AE

applicable to dynamic detection and large region
can be tested

cannot provide the condition of the static defect
and it is a contact measurement method
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Table 3. Cont.
Inspection Strategy

Merits

Limitations

PT

sensitive to opening surface cracks and not affected
by workpiece geometry and defect direction

penetrant process is complex and requires cleaning
operation. It can cause environmental pollution as
well

MT

high detection sensitivity and it can intuitively
display the position, shape, size, and severity of
the defect

the procedure is complicated and only for surface
and near-surface defects of ferromagnetic materials

VT

economical and easy to operate

The test results are easily affected by human
factors and only for surface discontinuities

3. Pipeline Inspection Gauge (PIG) and Other Un-Piggable Robotic Inspection
Systems
3.1. Pipeline Inspection Gauge (PIG)
In this section, we provide a detail review of the application on state-of-the-art ILI
techniques and instrumental systems for pipeline inspection. According to the type of
Sensors 2021, 21, x FOR PEER REVIEW
10 of 30
pipeline, these can be divided into piggable pipelines and un-piggable pipelines. Therefore, the detection tools involved are inevitably different. For example, various widely
used Geometry Pig (GP), MFL Pig, UT Pig, EMAT PIG, EC Pig, Integrated Function Pig
and
Specific
Pig are
contained
forcontained
piggable pipelines.
The
general The
ILI system
Function
PigFunction
and Specific
Function
Pig are
for piggable
pipelines.
general
fundamental
structure
and
intelligent
PIG
types
are
illustrated
in
Figure
2
[110].
The2
ILI system fundamental structure and intelligent PIG types are illustrated in Figure
other
represented
by a closed-circuit
televisiontelevision
camera (CCTV)
smart
ball
for
[110].one
Theisother
one is represented
by a closed-circuit
cameraand
(CCTV)
and
smart
un-piggable
pipelines.
Thus,
these
two
kinds
of
detection
technologies
will
describe
with
ball for un-piggable pipelines. Thus, these two kinds of detection technologies will
two
subsections,
respectively.
describe
with two
subsections, respectively.

Figure
Figure2.2.Structure
Structureschematic
schematicof
ofinternal
internalinspection
inspection(ILI)
(ILI)system.
system.Reprinted
Reprintedfrom
fromref.
ref.[110].
[110].

In recent years, significant progresses in the research and development of instruments
In recent years, significant progresses in the research and development of
and equipment have been made by many companies. For instance, T.D. Williamson cominstruments and equipment have been made by many companies. For instance, T.D.
pany introduced a SpirALL Magnetic Flux Leakage (SMFL), which describes the advantages
Williamson company introduced a SpirALL Magnetic Flux Leakage (SMFL), which
of pipeline detection based on the SMFL structure, and complements the shortcomings of
describes the advantages of pipeline detection based on the SMFL structure, and
the uniaxial magnetic field [114]. The Rosen company [115] provided an MFL and EC tool,
complements the shortcomings of the uniaxial magnetic field [114]. The Rosen company
which combined the MFL and EC methods to improve the measurement performance of
[115] provided an MFL and EC tool, which combined the MFL and EC methods to
thick-walled pipelines. These two technologies are well-established in the industry and
improve the measurement performance of thick-walled pipelines. These two technologies
present a robust inspection performance with high sensitivity and high precision. The
are well-established
in thehigh
industry
and present
robust inspection
performance
with
approach
not only ensures
sensitivity
and highaaccuracy
of EC in scanning
abnormal
high sensitivity and high precision. The approach not only ensures high sensitivity and
high accuracy of EC in scanning abnormal metal loss of the inner tube, but also provides
an amount of comprehensive geometric inspection information [116]. In addition,
simultaneously employing MFL provides reliable additional information for mid-wall
and exterior features [117].
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metal loss of the inner tube, but also provides an amount of comprehensive geometric
inspection information [116]. In addition, simultaneously employing MFL provides reliable
additional information for mid-wall and exterior features [117].
Table 4 investigates the emerging commercial PIG technologies for anomaly detection
and characterization. ROGEO Untouched geometry PIG (GP) is a tool that determines
possible deformations developed by ROSEN company, such as dents caused by external
force damage [110]. The main purpose of the geometry devices is to collect data relating to
the physical shape or geometry of pipelines. The MagneScan SHR MFL detector developed
by GE PII company is suitable for the pipe diameter range of 76–1422 mm [4]. The high
field “Speed-stable” magnetizer enables the detection speed, which can reach 5 m/s, and
216 Hall effect sensors have been integrated for super high resolution to identify and size
significant corrosion. LineExplorer UCM (a product configured for metal loss and crack
inspection) [118] was developed by NDT-GLOBAL company, it has a special configuration
that unites metal loss and cracks detection and available for pipeline size 20” and above.
In addition, Rosen, a leading industry organization, produced an EMAT PIG which is
characterized by high reliability detection and accurate continuous measurement of all
critical crack discontinuity, coating disbandment as a precursor of cracks can be detected
reliably [119]. This PIG can apply for pipe diameter covered 12”–48”. As for EC tools, Rosen
is dedicated to corrosion detection and heavy-walled pipeline inspection with eddy current
testing. It has developed a pipeline eddy current internal detector for metal loss, which is
a combination of a deflection sensor that allows simultaneous measurement of the inner
pipeline profile. Therefore, not only corrosion defects but also deformations are captured in
a single run. I2I Pipelines company [120] introduced a mandrel-style smart pig that can be
run in the same way as a conventional cleaning pig. This pig has electromagnetic sensors
embedded into the polyurethane. The array of electromagnetic sensors detects shallow
internal corrosion and fatigue cracking (SICC) in dry gas or multiphase pipelines. For
high-resolution imaging of internal corrosion and providing internal initiated and relative
stresses. Meandering Winding Magnetometer Array (MWM-Array) technology is used
by JENTEK in an ILI tool [121]. This tool has extremely high data rates capable of highresolution imaging at a speed of up to 10 m/s and the tolerances for variable travel speeds
variable sensor to pipe wall gaps. Considering the advantages and limitations of different
single NDT and E techniques, better results can be obtained if they are properly combined.
One example of the advanced combined NDT device is explored by the T.D.W company.
It integrated the pipeline deformation (DEF), SMFL, MFL, lower magnetic field (LFM),
and EMAT. The paper [122] introduced the advantages of this multiple NDT technology in
detecting the pipeline defects in particular.
The integrative approach combined MFL and EC is recent research progression of
authors [123,124]. The Shenyang Academy of Instrumentation Science, China, developed
the magnetic eddy current (MEC) ILI tool. This tool equipped with special designed
MEC probes as shown in Figure 3 and Table 4. It realizes the inspection of compound
pipelines with stainless steel and carbon steel in two layers. Another emerging commercial
PIG technology is the specific function device. Apart from this, a cathode protection
current measurement ILI system was developed by Baker Hughes, which can capture data
that verifies the effectiveness of cathode protection [125]. However, different application
scenarios and inspection objects were considered when adopts different NDT technologies
with these emerging commercial PIGs. In practice, more factors and types of defect to be
inspected need to be taken into consideration. Therefore, Table 5 details the three type
defects and provide brief advice on ILI PIG selection.
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Table 4. Emerging commercial Pipeline Inspection Gauge (PIG) technologies.
PIG Type

Table 4. Emerging
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High reliability
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High
High reliability
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and accurate
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measurement
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Table 5. Advice for the choice of commercial PIG. (Reprinted from ref. [110]).
Consideration Parameters

Metal Loss Features

Crack Features

Deformation and Geometry

Gas/Liquid medium
Operation pressure,
High-flow velocity, Wall
thickness, Pipe grade, Internal
coat, Multi/Dual-diameter
Cathode Protection (CP)
system, Ambient

General corrosion, Pitting,
Pinholes, Axial groove,
Lamination, Wall thinning,
Narrow axial external
corrosion

Hook/seam weld crack,
Hydrogen induced crack,
Circumferential crack, Fatigue
crack, Shrinkage crack, Lack
of fusion, Crack in dents,
Stress corrosion
cracking (SCC)

Plain dent, Dents with metal
loss, Small dents, ID
expansions, Buckle/wrinkle,
Bend, Bending strain
Centerline mapping

Advice of choice

MFL

UT/EMAT

GP/EC

3.2. Other In-Line-Inspection Systems Suitable for Un-Piggable Pipelines
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ILI tools have been used for around 50 years and have proven reliable and accurate.
Unfortunately, not all types of pipelines can be designed to be piggable. If such a pipeline
has not been designed with launchers and receivers, there will be limited access to PIG.
Also,some
some
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due
to or
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theircapacity.
pigging
Also,
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areare
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More
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bore, and
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fact,
changes
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Below
review
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inspection
systems
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“un-piggable”.
we review
somewe
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of
for inspection
of Un-piggable pipelines.
Un-piggable
pipelines.
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The
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developed
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Figure 4 produced
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Figure
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data
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acousticcan
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theL/min)
leakage
positioning
accuracy
is within
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and
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more,
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this
device In
canaddition,
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this and
device
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and pigging
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Therefore,
Smart-Ball
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for ILI systems
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un-piggable
pipelines,
oil and
waterin
equipment.could
Therefore,
Smart-Ball technology
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systems
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(a) Smart ball for pipeline inspection

(b) Smart balls in in different sizes

Figure4.4.Pure
PureTechnologies,
Technologies,Ltd.
Ltd.(Calgary,
(Calgary,Alberta)
Alberta)Smart-Ball.
Smart-Ball.(Reproduced
(Reproducedwith
withpermission
permissionfrom
Figure
from
ref. Copyright
[130]. Copyright
2021 American
of Mechanical
Engineers
ASME).
ref.
[130].
2021 American
SocietySociety
of Mechanical
Engineers
ASME).

In-pipe robots have a long history of development [132] and, according to movement
patterns, can be classified into wheel type [133–136], track type, walking type [137], screwtype [138,139], and inchworm type [140,141]. In-pipe robots compared with ground
robots, the most significant difference is that its task space is the pipe, which needs a
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In-pipe robots have a long history of development [132] and, according to movement
patterns, can be classified into wheel type [133–136], track type, walking type [137], screwtype [138,139], and inchworm type [140,141]. In-pipe robots compared with ground robots,
the most significant difference is that its task space is the pipe, which needs a closed space
force. Oil and gas pipelines distribute at least hundreds of kilometers in a three-dimensional
space, there are vertical and level, elbow, tee. Because of energy limitations, existing in-pipe
robots are all linked with an electrical cable, which is not suitable for a long-distance and
Sensors 2021, 21, x FOR PEER REVIEW
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in-service pipe. In fact, In-pipe robots only operated in a several kilometers pipeline, which
often is used to inspect some un-piggable short pipeline. In-pipe PIG systems are mostly
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4. Data Management

After collecting the relevant data through detection and identification devices, data
processing needs to be implemented to minimize data errors and extract helpfu
information. However, there is position displacement between the instrumental system
and the pipeline in the actual detection process. Collected signals are inevitably influenced
by various factors, such as electrical conductivity, magnetic permeability, lift-off distance
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4. Data Management
After collecting the relevant data through detection and identification devices, data
processing needs to be implemented to minimize data errors and extract helpful information. However, there is position displacement between the instrumental system and
the pipeline in the actual detection process. Collected signals are inevitably influenced
by various factors, such as electrical conductivity, magnetic permeability, lift-off distance,
thickness and inhomogeneity of the pipeline, or other noise. How to obtain useful information and identification from the signals in the noise and the low-level signals under
certain conditions is the basis of pipeline integrity analysis. The incorrect identification
and classification of defects information will lead to serious inaccuracy in predicting defect
growth. Consequently, the correct signal processing, signal analysis, feature extraction, and
classification models are necessary to obtain the desired parameters. In addition, corrosion
and crack shape from signals can better support defect growth prediction and integrity
management. This section reviews the methods of defect feature extraction, quantitative
classification. Then the means of pipeline defect growth prediction, artificial intelligence
(AI) for decision making, and condition-based maintenance through multiple data are considered as well. Finally, the construction requirements of an integrated data management
system or cloud network are analyzed.
4.1. Defect Quantification and Classification
Defect qualification and classification is a form of inverse process in electromagnetic
nondestructive testing and it is a crucial element to determine the maintenance operations [155]. Electromagnetic inverse problems can be divided into two categories. Firstly,
they belong to parameter identification and second to optimization design. The problem of
parameter identification is to inverse or reconstruct the source parameters or the electromagnetic properties of the medium under the given experimental results and parameters.
The position identification, shape identification, and medium parameters (conductivity,
permeability, dielectric constant, etc.) are included. The optimal design is to provide
the expected performance index of an electromagnetic system and then to achieve this
goal by optimizing the parameters. Thus, the state or variation of defects and pipeline
attributes (geometric attributes, physical attributes) can be determined through signal
processing methods or by optimizing the performance of the detection sensor according to
the received data.
A classifier will provide reliable information on the location and type or dimension of
a tested defect. This machine learning process would be advantageous to reduce dependency on human interpretation skills. Up to now, two major groups of classifier include
supervised and non-supervised methods [156]. Training data is labeled based on the
class, such as defect types or locations in supervised classification. On the other hand,
the training data do not need to be labeled in unsupervised classification. Support vector
machine (SVM) [157], linear discriminant analysis (LDA) [158], K-nearest neighbor (KNN),
K-means [159] and Bayes [160] are widely used methods for classification. For instance,
SVM techniques in conjunction with Fisher linear discriminant analysis (FLDA) for localization and classification of defects were employed in [161]. Zajam et al. [162] studied a
supervised machine learning method and wavelet analysis for various types of defects
detection in natural gas pipelines. Khoa Le et al. [163] provided an online learning mechanism called SVM-CBR (case-based reasoning system). In this mechanism, the learning
SVM model needs to be invoked at each stage. This integrated method has been successfully applied for pipeline defects inspection. Layouni et al. [164] used machine learning
and pattern-adapted wavelets to inspect and size the metal loss in pipelines. Rostamabad et al. [165] developed a machine learning program with feature extraction, selection,
recognition and regression for major pipeline defects based on MFL signal. A Bayesian
framework is proposed in [166] to find the break point of signal intersection automatically
in an acoustic emission signal source. Moreover, K-means, as an unsupervised method,
has been applied for estimating the size of cracks in aircraft structures through Giant
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Magneto Resistance (GMR) sensing imaging data [159]. In addition, deep learning can
solve highly complicated problems and it is one of the fastest developing fields in computer
science [167]. Therefore, this method is effective in achieving automatic defect inspection
and identification. Two deep learning approaches for thermographic image reconstruction
were studied by Kovács et al. [168]. By comparing these with other methods, the hybrid
deep learning approach has an outstanding performance. Ruan et al. [169] proposed a
Defect-Detection Network (DefectNet) with a joint loss Generative Adversarial Networks
(GAN) framework for infrared thermal images. Through modifying the GAN loss and
penalty loss, the training process detection rate is significantly improved. Hu et al. [170]
embedded a sequence-PCA (Principal Component Analysis) layer and designed a new
attention block to a deep learning network for automated thermography defects detection.
The tested results verify that the proposed model can capture semantic information better
and improve the detection rate in an end-to-end procedure.
4.2. Pipeline Defect Growth Prediction and Condition-Based Maintenance
It is vital to have pipeline inspection data, which include strong defect information,
for example, type, size, and relative position of defects. Information of the pipeline
(manufacturing information, installation information, use information) where the defect
lies is also included. Furthermore, the information of the pipeline network (climate,
soil), etc., can be acquired, also. The above information would be accumulated with
the pipeline in service. Therefore, the study of the relationship between these data and
the establishment of a model to assess the health of the pipeline through data mining
can predict the development of defects and pipeline leakage. To forecast the remaining
useful life of pipelines, approaches are required to develop relating to the following
three aspects [112]. First is the number of defects. [112] gives the understanding of the
performance of ILI tools and the number of defects determined to the probability of
detection (POD) of detection. By fitting the POD with different feature dimensions, the
POD curve of the inspection tool can be obtained. Although different detection devices
have different POD curves, the probability of detection cannot reach 100%. A few methods
can be taken advantage of to update the actual number of defects, such as Bayesian and
non-homogeneous processes. On the other hand, the types, sizes and locations of defects
are important to be identified and quantified correctly. Finally, the correlation of defects
cannot be neglected. For instance, investigation of crack interaction should be presented
for better prediction. The failure models of different types of defect should be thoroughly
studied. The remaining service life of the pipeline is determined based on degradation
models and defect sizes, which is detected by inspection tools.
Thus, the gathered data should be organized, analyzed, and stored in an established
database to successfully develop prediction tools. Correct analysis of available data and
information of the tested system from both structural and operational perspectives is
vital to determine the performance of the system and highlight any possible defects.
Through feature extraction, feature selection, feature fusion and information fusion, these
features are analyzed and fused for condition-based maintenance (CBM) [171]. That is to
say, defect growth prediction and condition are obtained; predictive maintenance can be
arranged accordingly.
The condition of the assets and decisions concerning the prioritization of inspection,
repair, or renewal of pipelines can be determined through condition assessment models.
Different models and techniques can be used to estimate pipeline failures caused by a
various source of damage. Three types of available model, namely: physical, statistical, and
artificial intelligence, are conventional assessment methods [172]. Physical models account
for a distinct quantitative relationship between degradation factors and the condition of
pipelines in service, whereas the uncertainty of the deterioration process is not considered.
In contrast, the uncertainties through employing probability-based equations are considered in statistical models. Appropriate probability distributions rather than deterministic
quantities represent the model variables in these models. Moreover, artificial intelligence
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models are recognized to be data-driven and not model-driven, where the mathematical
relationships between the failure factor and condition data are evaluated by “learning” the
failure behavior from collected data.
Physical models concern the physical mechanisms of the failure process of pipelines,
whereas inherent uncertainty in the failure process is not accounted for. These models
are based on the physical properties and mechanics of a certain phenomenon, which are
known as deterministic models as well. Meanwhile, linear, non-linear fitting equations and
single value degradation models related to the failure of the pipelines are available [173].
By assuming the linear process in defects growth, the linear growth rate models are
applied to forecast the depth of defects in linear modelling. Wang et al. [174] proposed
a general linear model framework and it can approximately describe a wide range of
pipeline condition assessment and defect detection problems. The system response is
determined by a linear function with pipeline properties at discrete locations along the
pipe. Afterward, the pipeline characteristics are reconstructed by fitting the measured
response with the least square method. As for estimating the external corrosion of buried
and aged oil and gas pipeline, non-linear functions are introduced to describe the nonlinear
relationship between soil factors and pit depth as the influence of the factors on the pit
depth growth is complexity [175]. The final model is the weighted sum of these individual
non-linear response functions representing its partial effect on the observed pit depth. On
the other hand, the single value models are another deterministic approach extensively
used, which assume a steady degradation growth rate over the analysis [176]. However,
the independence of the age and depth of defects are limitations of this modelling.
Statistical models are composed of a set of a probability distribution, which are used
to represent patterns of variability that random variables may display. In these cases,
historic data are used e.g., the probability of uncertainties of pipeline occur is taken into
consideration. Pesinis et al. [177] presented a statistical model which adopts a parametric
hybrid empirical hazard model complemented with the non-linear quantile regression for
reliability analysis and prediction. The model is segment-based and non-uniform Poisson
processes/Poisson square wave processes are used to model the defect to estimate rupture
probabilities due to external metal loss corrosion. A discrete Ferry–Borges stochastic
process is used to model the internal pressure load. Then the reliability of gas pipelines is
estimated based on historical failure data and the theory of structural reliability. Unlike the
statistical method based on historical data, a time-dependent physics-based probabilistic
approach was employed to determine the failure probability of pipelines [178]. The impact
of corrosion, external loads, burst failure, etc., is considered as well. To derive different
corrosion rate (CR) distributions, various corrosion growth models are involved and are not
limited to probabilistic models in [179], such as a single-value distribution, linear growth
corrosion model, time-dependent, time-independent model and Markov chain. Then a
Monte Carlo reliability framework that combining these CR distributions was developed
and applied to synthetic and field-collected corrosion data. The use of comprehensive data
helped to evaluate the performance of each CR model and to consider corrosion defects
of different sizes and ages. In addition, a gamma process-based corrosion growth model
is explained in [180]. Due to the monotonic increasing nature of the gamma process, it
is suitable for degradation mechanisms such as wear, fatigue, corrosion and creep. In
addition, the interaction process between complex environmental conditions and pipelines
can be studied by finite element simulation. Moreover, the uncertain deterioration factors
such as the physical properties of soil, corrosion patterns, etc., can be considered. Defects
and stress evaluation and predictive maintenance with both deterministic and probabilistic
approaches linked with finite element simulation are investigated in [181].
The analysis of a large number of pipes is often intensive and time-consuming because
the pipeline work is often large and complex. Data-driven methods are a research hotspot in
the era of big data, which is based on data to load the appropriate algorithm and obtain the
optimal model. Thus, these data can play the greatest value for acquiring a satisfactory need.
AI models, including artificial neural network (ANN) and different machine learning (ML)
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methods, including deep learning (DL) [182], are data-driven intelligence, which has been
applied for AI-based condition-based maintenance. M. S. El-Abbasy developed five models
based on the ANN technique for the prediction of the oil and gas pipelines condition by inline inspection dataset from major oil and gas companies in Qatar [183]. It was found that
the ANN technique provides better results compared with regression models previously
developed. Moreover, they concluded that the corrosion growth rate increased with the
increase of metal loss and decreased with the careful maintenance of pipeline cathodic
protection. A hybrid intelligent model named PCA-CPSO-SVR, which combines PCA, SVR
and chaos particle swarm optimization (CPSO), is proposed for corrosion rate improvement
of pipelines [184]. PCA plays a role in reducing data dimension and screening out the
main variables of corrosion influencing factors, such as temperature, liquid holdup, etc.
The CPSO algorithm was used to enhance the accuracy of the algorithm in support vector
regression. From the investigation, higher prediction accuracy was obtained by this hybrid
method, whereas it takes the consumption of running time. In addition, an advanced
intelligence framework has recently been developed by Seghier et al. [185] for predicting
maximum pitting corrosion depth in oil and gas pipelines. Six models containing ANN,
multivariate adaptive regression splines, M5 tree, kriging, locally weighted polynomials,
and extreme learning machines were completely applied in this framework. The maximum
pitting corrosion depth of pipelines located in different environments was sent to the
AI models in terms of training and testing. The relationship between the maximum
pitting depths and other probable factors inducing the pitting growth process such as the
pipeline age, as well as the characteristics of the surrounding environment were carried out.
Moreover, ML is a recent emerging-computation intensive analysis method to determine
the failure risk of oil and gas pipelines. Pipelines were divided into different failure risk
levels according to the failure probability. Eight machine learning algorithms like the
random forest, LightBoost (LGBoost) and eXtreme Gradient Boosting (XGBoost), etc., were
used and their performance is evaluated by confusion matrix in [186]. It is revealed that
machine learning algorithm performs a greater computational efficiency than the physicsbased approach, whether deterministic and probabilistic. Moreover, a time-dependent
corrosion defect depth growth model of the corroded pipeline based on machine learning
was established by using historical operation parameters [187]. A feedforward subspace
clustering neural network (SSCN) and particle swarm optimization (PSO) were linked
with the model. Furthermore, (CNN) is a kind of feedforward neural network with
convolution computation and depth structure. It is one of the representative algorithms
of deep learning. It imitates the visual perception mechanism of humans and suitable
to work with large volumes of input data. CNN has high efficiency in practice and is
guaranteed when working with big data. A work conducted by [188] identifies defects and
further condition assessment in the pipeline with CNN. A small database to determine
whether there are defects in the pipeline has also been proven to be effective. Another
kind of deep learning is reinforcement learning (RL). A model-free RL algorithm based
on Q learning was proposed in [189] for condition-based maintenance management of
a dry gas pipeline. In this process, a physical-based corrosion degradation model was
established as the environment to interact with a decision-maker agent, which obtains
information periodically from the pipeline through inspection and determines maintenance
action and executes that action, subsequently. After training and testing, the results of
the proposed algorithm indicate an improvement in the reliability and showed a 58%
reduction in maintenance costs compared to the periodic maintenance regime. However,
the limitations of a current agent, such as finite and discreet state and action spaces or
the trustable deep RL solution, are further content to investigate. Apart from this, due to
the large amount of data and complex environments, combing model-driven and datadriven methods for CBM is necessary. To study the threat of stray current corrosion defect
on pipelines, the investigation was conducted by Liu et al. [190]. They used parametric
analysis results as database calculated by finite element software to develop a three-layer
feedforward artificial neural network for failure pressure prediction. Through experimental
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burst test results and results of previous failure pressure estimation models verfied by each
other, the failure pressure of high-strength pipes with stray current corrosion defect was
predicted. It remains challenging to have an adaptive self-evaluated AI model/platform for
condition assessment and condition-based maintenance based on pipeline historic, in-situ
and environmental data.
4.3. Integrated Data Management System and Cloud-Based Management
Despite the emergence of various advanced technologies focusing on the design
of intelligent PIG tools, there is no other data analysis or mining method to assess the
occurrence of cracks and particle deposition. This is except for the pigging technologies
occurring in pipelines [191]. Pigging is usually carried out in time to obtain pipeline
infrastructure information, whereas it would result in time loss and maintenance costs.
Hence, it is vital to decide when and where to implement the inspection process since
this pigging operation is performed periodically. Moreover, it is impossible to identify
the leakage or particle deposition as well as the material property data at the initial stage
because the existing pigging process cannot predict it. In addition, it will lead to greater
risks during oil transportation if cracks, leakages or blockages begin to form inside the oil
pipeline after performing the pigging process [192]. This would not be noticed until the
next planning for that particular pipeline section arriving.
Although inspection techniques are usually better at locating leaks, they cannot be
used continuously. On-line monitoring technology is a better supplementary method.
Sensors inserted or connected to the pipe are connected to the software system so that pipe
parameters can be continuously monitored and analyzed. Thus, a more reliable, precise,
robust, and effective system for inspecting leaks, cracks, or bursts over the pipeline system
is required. This system must be supported by all types of data acquired and stored from
various field workstations to form a complete database management system. Prediction
models and integrity management programs depend on these high-quality analytical data
to assist threat identification, such as risk ranking and selection of mitigation techniques.
An example is presented in [29]. The procedure has the applicability of material traceability
data, including mechanical and chemical properties. Its appearance reflects the merits of
an integrated management data system. We can establish a cross-correlation relationship
between the early material properties and the test data. Thus, a better analysis for the causes
of failure and to predict the probability of defects can be undertaken. The conventional
monitoring system incorporates sensors settled on the pipes and communicated through
copper or fiber optical cables to central control with limited advantages [193]. Later, RFID
(radio of requests) [194,195] and portable robot methods were implemented together with
existing wireless applications [196]. The continuous advancement of Internet of Things
(IoT) innovations can likewise help achieve completely effective management, where
new IoT gadgets will collaborate to more readily handle the status of the appropriation
organization [197]. In this case, a critical test is to build a cloud-based network to supervise
these IoT devices and cultivate new management institutions to deal with these problems.
The data collected by the intelligent terminal is sent to the cloud for data management,
analysis, processing, storage, evaluation, prediction and interaction. Based on the big data
and cloud network detection and monitoring system in the data management system, it
will realize the real-time monitoring of the operation status of the pipe network and carry
out the dynamic monitoring and analysis of the big data. Then the treatment of the pipe
network emergencies, the analysis of the relevant information and the reasonable planning
and design of the pipe network can be undertaken.
As illustrated in Figure 6 from the project report [29], a growing number of web-based
technologies such as simulation, defect quantification, case studies and database, and cloud
data management are being developed and used for intelligent pipeline inspection and
data management.
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speed. Therefore, this method can only detect ID defects due to the frequency-dependent
skin depth effect in high-speed detection. However, the passive detector moves by the
fluid in the pipe, the velocity is not uniform, and there will be a mutation. Moreover, other
variables such as attachment and lift off will affect the characteristics of electromagnetic
signals as well. Under these circumstances, how to improve the inspection robustness and
adaptivity for varied environments is a big challenge for active pipeline robot and soft
robot for ILI.

•

Accuracy of location and sizing of defect detection, classification, and quantification

The instrumental systems are regularly found to be stuck during the operation because
of the complex shape of the pipeline, bends or magnetization force in MFL PIG systems.
Thus, it causes data discontinuity and data analysis will lead to inaccurate positioning [200].
In recent years, an emerging technology is to add an auxiliary positioner to smart devices for
accurate locating. These consist of odometer wheel, inertial measurement unit (IMU), etc.
However, these auxiliary apparatuses are time-dependent, and the cumulative error will
increase with time-consuming. In addition, as described in Section 5, no tools can achieve
100% signal diversity detection probability in different environments. Therefore, the
accuracy of location and sizing of defect detection [201], classification, and quantification
would be a research spot in the future instrumental system.

•

Multiple parameter measurement and characterization, e.g., integration of inspection
and structural health monitoring, e.g., defect detection and stress characterization

For some accident-prone areas [30] or suspicious areas detected by the inspection
tools, multi-parameter measurement and real-time monitoring are very necessary [202].
Moreover, due to the promotion of the internet of things and physical network systems,
RFID tag antennas and sensors have been widely used in the field of antennas and sensors.
These type of sensors have potential applications in SHM [203] because of their passivity,
wireless, simplicity, compactness and multimodality, especially in the life cycle of large
infrastructure [204]. Thus, it is very suitable for pipeline monitoring. Meanwhile, the
applications of characterizing materials in terms of microstructure, condition, and properties are important tasks. The birth of the micromagnetic multiparametric microstructure
and stress analyzer (3MA) and its broad range of applications indicate that it is a possible
method to quantitatively determine the mechanical properties of materials [205]. However,
applications are primarily available in the laboratory and some specialized systems can be
used for semi-finished products, e.g., strip steel, heavy plates, or ferromagnetic steels [206].
Moreover, the physical mechanism of different operation configurations, the relationship
between the excitation mode and the measured multi-feature quantity are still needed to
be further studied. It is the inevitable trend of future development to integrate inspection
and structural health monitoring for defect detection and microstructure characterization.
Meanwhile, the related physical principles for better understanding characterization relationship and sensor/system design also have broad research prospects and markets. For
example, flexible sensors [113] can be applied for inspection and monitoring [207].

•

Lifetime prediction, AI-assisted condition-based maintenance through intelligent data
management and security

Defects growth calculation and lifetime prediction can be applied in future inspection
planning, excavation costing planning and a pipeline operator’s decisions on maintenance
or replacement. This information can be obtained by appropriate mathematical physics
models or artificial intelligence technologies with intelligent data management. According
to the datasets, pipeline safety planning and management should take place without delay
if the defect growth rates are high or the predicted lifetime is coming to an end [173].
Despite the convenience of information sharing, security [208] and accessibility of
data management should not be ignored. If necessary data are missed or changed at will,
this will cause data failure and bring serious consequences. The stability and response
speed of massive data transmission [203] will also face great challenges. Unstable data
transmission will lead to partial data loss, thus affecting the integrity of the data. At the
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same time, the slow transmission speed would waste time and reduce efficiency as well.
More research on remaining life prediction methods, models, and theories in associated
with AI and big data will be required.
6. Conclusions
In this paper, four main procedures of a pipeline integrity management technology
have been discussed. The significance of pipeline inspection is firstly highlighted under the
discussion of different defect information and types of failure. In addition, the basics of nondestructive evaluation technologies and the use of PIGs or other robots as the application
are reviewed in detail. Furthermore, data analysis methods and models are utilized for
defect quantification and classification, and the prediction of failure and maintenance are
reviewed. Then the challenges, problems, and development trends of the instrumental
system have been discussed and analyzed. In conclusion, the main objectives of pipeline
integrity management should first obtain accurate information through detection. Then all
reasonable anticipated defects and safety threats during pipeline design, construction and
operation should be identified and evaluated. Afterwards, appropriate measurements need
to be taken to prevent failures that could cause damage to pipelines. Effective techniques
require to predict and estimate the future condition or lifetime of pipelines. Thus, conditionbased maintenance and intelligent decision making can be determined. According to this,
further research on pipeline inspection must continue to evolve. The research directions
should not only focus on innovation of detection theory but also improve integration of
multi-function detection systems and data management. This paper has undertaken a
systematic review from inspection, robot-based data acquisition, data management and
decision making.
In the future, multi-physical field fusion inspection is likely to be a hot spot for sensor
research and development in detection tools. Based on this, new materials, new sensor
structure design, and higher requirements are needed. At the same time, the challenge
of speed effect and robustness and adaptivity for varied environments need to be solved
urgently. In addition, more reliable and efficient signal processing and data analysis approaches need to be developed to remove noise and accurately evaluate defects. Accuracy
of location and sizing of defect detection, classification, and quantification will require
higher demand with the equipment updating. In addition, when the inspection and structural health monitoring are integrated, multi parameters are required to characterize the
defects and stress. Then, the macro signal and micro mechanism are organically combined,
which makes the non-destructive evaluation more scientific. After that, intelligent life
prediction and auxiliary maintenance are indispensable. Last but not least, based on big
data and cloud network management systems, privacy security and accessibility cannot be
ignored as well.
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Jančárik, V.; Pal’a, J. Influence of lift off on Barkhausen noise parameters of construction steel. J. Electr. Eng. 2018, 69, 474–476.
[CrossRef]
Zeng, K.; Tian, G.; Liu, J.; Gao, B.; Qiu, F. Repeatability and stability study of residual magnetic field for domain wall characterization. J. Magn. Magn. Mater. 2019, 485, 391–400. [CrossRef]
Suyama, F.M.; Delgado, M.R.; da Silva, R.D.; Centeno, T.M. Deep neural networks based approach for welded joint detection of
oil pipelines in radiographic images with Double Wall Double Image exposure. NDT E Int. 2019, 105, 46–55. [CrossRef]
Haith, M.I.; Ewert, U.; Hohendorf, S.; Bellon, C.; Deresch, A.; Huthwaite, P.; Lowe, M.J.S.; Zscherpel, U. Radiographic modelling
for NDE of subsea pipelines. NDT E Int. 2017, 86, 113–122. [CrossRef]
Malarvel, M.; Sethumadhavan, G.; Bhagi, P.C.R.; Kar, S.; Thangavel, S. An improved version of Otsu’s method for segmentation
of weld defects on X-radiography images. Optik 2017, 142, 109–118. [CrossRef]
Boaretto, N.; Centeno, T.M. Automated detection of welding defects in pipelines from radiographic images DWDI. NDT E Int.
2017, 86, 7–13. [CrossRef]
Hou, W.; Zhang, D.; Wei, Y.; Guo, J.; Zhang, X. Review on computer aided weld defect detection from radiography images. Appl.
Sci. 2020, 10, 1878. [CrossRef]
Yazdani, S.; Yusof, R.; Riazi, A.; Karimian, A.; Hematian, A. Evaluation of pipelines in industrial radiography using image
processing techniques. Adv. Sci. Eng. Med. 2014, 6, 81–85. [CrossRef]
Grosse, C.U.; Ohtsu, M. Acoustic Emission Testing; Springer Science & Business Media: Berlin/Heidelberg, Germany, 2008.
Quy, T.B.; Kim, J.M. Crack detection and localization in a fluid pipeline based on acoustic emission signals. Mech. Syst. Signal
Process. 2021, 150, 107254. [CrossRef]
Paton, B.; Lobanov, L.; Nedoseka, A.Y.; Nedoseka, S.; Milenin, A. On the application of AE technology in continuous monitoring
of pipelines of power units operating at high temperatures. Int. J. Cond. Monit. 2018, 8, 100–105. [CrossRef]
Wisner, B.; Mazur, K.; Perumal, V.; Baxevanakis, K.P.; An, L.; Feng, G.; Kontsos, A. Acoustic emission signal processing framework
to identify fracture in aluminum alloys. Eng. Fract. Mech. 2019, 210, 367–380. [CrossRef]
Ahn, B.; Kim, J.; Choi, B. Artificial intelligence-based machine learning considering flow and temperature of the pipeline for leak
early detection using acoustic emission. Eng. Fract. Mech. 2019, 210, 381–392. [CrossRef]
Shukla, A.; Karki, H. Application of robotics in offshore oil and gas industry—A review Part II. Robot. Auton. Syst. 2016, 75,
508–524. [CrossRef]
Ab Rashid, M.Z.; Yakub, M.F.M.; bin Shaikh Salim, S.A.Z.; Mamat, N.; Putra, S.M.S.M.; Roslan, S.A. Modeling of the in-pipe
inspection robot: A comprehensive review. Ocean Eng. 2020, 203, 107206. [CrossRef]
Song, H.; Yang, L.; Liu, G.; Tian, G.; Ona, D.; Song, Y.; Li, S. Comparative Analysis of In-line Inspection Equipments and
Technologies. IOP Conf. Ser. Mater. Sci. Eng. 2018, 382, 032021. [CrossRef]
Sampath, S.; Chaurasiya, K.L.; Aryan, P.; Bhattacharya, B. An innovative approach towards defect detection and localization in
gas pipelines using integrated in-line inspection methods. J. Nat. Gas Sci. Eng. 2021, 90, 103933. [CrossRef]
Xie, M.; Tian, Z. A review on pipeline integrity management utilizing in-line inspection data. Eng. Fail. Anal. 2018, 92, 222–239.
[CrossRef]
Ma, Q.; Gao, B.; Tian, G.; Yang, C.; Xie, L.; Chen, K. High sensitivity flexible double square winding eddy current array for surface
micro-defects inspection. Sens. Actuators A Phys. 2020, 309, 111844. [CrossRef]
Al-Barqawi, H.; Zayed, T. Condition rating model for underground infrastructure sustainable water mains. J. Perform. Constr.
Facil. 2006, 20, 126–135. [CrossRef]
Banakhevych, Y.V. Technologies of cleaning and in-line inspection of gas mains. J. Hydrocarb. Power Eng. 2020, 7, 16–25.
Stawicki, O.; Ahlbrink, R.; Schroeer, K. Shallow Internal Corrosion sensor technology for heavy pipe wall inspection. In
Proceedings of the PPSA Seminar, Aberdeen, UK, 18 November 2009; Available online: http://www.ppsa-online.com/papers/09
-Aberdeen/2009-05-Stawicki.pdf (accessed on 24 January 2012).
Keuter, J. In-Line Inspection of Pipes Using Corrosion Resistant Alloys (CRA). In Proceedings of the PPSA Seminar, Aberdeen,
UK, 19 November 2014.
Barbian, A.; Beller, M. In-line inspection of high pressure transmission pipelines: State-of-the-art and future trends. In Proceedings
of the 18th World Conference on Nondestructive Testing, Durban, South Africa, 16–20 April 2012.
Krieg, W.; Beuker, T.; Klann, M.; Damaschke, J.; Lindner, H. A novel EMAT crack detection and coating disbondment (RoCD2) ILI
technology. In Proceedings of the 2nd Pipeline Technology Conference, Hannover, Germany, 16–17 April 2007.
I2I Pipelines. Available online: http://www.i2ipipelines.com/ (accessed on 9 April 2019).
Denenberg, S.A.; Yanko, S.; Neil, J.G.; Todd, M.D.; Andrew, P.W.; Don, S.; Brian, M. Method and Apparatus for Measurement of
Material Condition. UK Patent Application No. GB2534808A, 22 October 2014.

Sensors 2021, 21, 3862

27 of 29

122. Harris, C. Assessing mechanical damage using multiple data sets in inline inspection. In Proceedings of the Pigging Products and
Services Association (PPSA) Seminar Papers, Aberdeen, UK, 14 November 2012.
123. Shi, Y.; Zhang, C.; Li, R.; Cai, M.; Jia, G. Theory and application of magnetic flux leakage pipeline detection. Sensors 2015, 12,
31036–31055. [CrossRef] [PubMed]
124. Xiaoting, G.; Yunpeng, S.; Huadong, S.; Chunfeng, X.; Haibo, Z.; Yunan, W. Design and application of magnetoelectric composite heterogeneous field multi-function sensor. In Proceedings of the 2019 14th IEEE International Conference on Electronic
Measurement & Instruments (ICEMI), Changsha, China, 1–3 November 2019; pp. 880–885.
125. Lindner, H. Deepwater, High-Pressure and Multidiameter Pipelines—A Challenging in-Line Inspection Project. Oil and Gas Pipelines;
John Wiley & Sons, Inc.: Hoboken, NJ, USA, 2015; pp. 777–784.
126. Beuker, T.; Brockhaus, S.; Ahlbrink, R.; McGee, M. Addressing challenging environments–Advanced In-line inspection solutions
for gas pipelines. In Proceedings of the 24th World Gas Conference, Buenos Aires, Argentina, 5–9 October 2009.
127. ROSEN. Available online: https://www.rosen-group.com/ (accessed on 1 March 2018).
128. Philips, B. How to ensure integrity in non-piggable pipelines. Pipeline Gas J. 2001, 228, 26–28.
129. Mirzoev, S.; Mashurov, S.; Sibila, J. A Comprehensive Approach to Integrity of Non-Piggable Pipeline Based on Combined
DCVG/CIPS/MTM Survey. In Proceedings of the Pipeline Technology Conference, Berlin, Germany, 8–10 June 2015.
130. Fletcher, R.; Chandrasekaran, M. SmartBall™: A new approach in pipeline leak detection. In Proceedings of the International
Pipeline Conference, Calgary, AB, Canada, 29 September–3 October 2008; Volume 48586.
131. Ariaratnam, S.T.; Chandrasekaran, M. Development of a Free-Swimming Acoustic Tool for Liquid Pipeline Leak Detection
Including Evaluation for Natural Gas Pipeline Applications. Available online: https://rosap.ntl.bts.gov/view/dot/34534
(accessed on 29 June 2020).
132. Papavinasam, S. Corrosion Control in the Oil and Gas Industry; Gulf Professional Publishing: Houston, TX, USA, 2013.
133. Roh, S.; Choi, H.R. Differential-drive in-pipe robot for moving inside urban gas pipelines. IEEE Trans. Robot. 2005, 21, 1–17.
134. Oya, T.; Okada, T. Development of a steerable, wheel-type, in-pipe robot and its path planning. Adv. Robot. 2005, 19, 635–650.
[CrossRef]
135. Yukawa, T.; Suzuki, M.; Satoh, Y.; Okano, H. Design of magnetic wheels in pipe inspection robot. In Proceedings of the 2006 IEEE
International Conference on Systems, Man and Cybernetics, Taipei, Taiwan, 8–11 October 2006; pp. 235–240.
136. NACE. Performing Close-Interval Potential Surveys and DC Surface Potential Gradient Surveys on Buried or Submerged Metallic Pipelines;
NACE SP0207; NACE Standards (NACE International): Houston, TX, USA, 2007.
137. Borek, H.; Leeds, J. A Practical Comparison of Above Ground Techniques for Coating Defect Delineation. Ind. Corros. 1988, 6,
14–21.
138. Nayak, A.; Pradhan, S. Design of a new in-pipe inspection robot. Procedia Eng. 2014, 97, 2081–2091. [CrossRef]
139. Kakogawa, A.; Ma, S. Stiffness design of springs for a screw drive in-pipe robot to pass through curved pipes and vertical straight
pipes. Adv. Robot. 2012, 26, 253–276. [CrossRef]
140. Atef, A.; Zayed, T.; Hawari, A.; Khader, M.; Moselhi, O. Multi-tier method using infrared photography and GPR to detect and
locate water leaks. Autom. Constr. 2016, 61, 162–170. [CrossRef]
141. Cabrera, D.A.; Herrera, M.; Izquierdo, J.; Levario, S.J.O.; García, R.P. GPR-based water leak models in water distribution systems.
Sensors 2013, 13, 15912–15936. [CrossRef]
142. Liu, Z.; Kleiner, Y. State of the art review of inspection technologies for condition assessment of water pipes. Measurement 2013,
46, 1–15. [CrossRef]
143. Beller, M.; Sabido, C.; Steinvoorte, T. Inspection of Challenging Pipelines. In Proceedings of the Pipeline Technology Conference,
Berlin, Germany, 8–10 June 2015.
144. Hao, T.; Rogers, C.D.F.; Metje, N.; Chapman, D.N.; Muggleton, J.M.; Foo, K.Y.; Wang, P.; Pennock, S.R.; Atkins, P.R.; Swingler, S.G.;
et al. Condition assessment of the buried utility service infrastructure. Tunn. Undergr. Space Technol. 2012, 28, 331–344. [CrossRef]
145. Li, L.; Tan, A.E.C.; Jhamb, K.; Rambabu, K. Buried object characterization using ultra-wideband ground penetrating radar. IEEE
Trans. Microw. Theory Tech. 2012, 60, 2654–2664. [CrossRef]
146. Torrione, P.A.; Throckmorton, C.S.; Collins, L.M. Performance of an adaptive feature-based processor for a wideband ground
penetrating radar system. IEEE Trans. Aerosp. Electron. Syst. 2006, 42, 644–658. [CrossRef]
147. Castanedo, C.I.; Sfarra, S.; Ambrosini, D.; Paoletti, D.; Bendada, A.; Maldague, X. Infrared vision for the nondestructive assessment
of panel paintings. CINDE J. 2010, 31, 5–9.
148. Solla, M.; Cacheda, R.A.; Nieto, X.N.; Carnero, B.C. Evaluation of historical bridges through recreation of GPR models with the
FDTD algorithm. NDT E Int. 2016, 77, 19–27. [CrossRef]
149. Srivani, A.; Xavior, M.A. Investigation of surface texture using image processing techniques. Procedia Eng. 2014, 97, 1943–1947.
[CrossRef]
150. Costello, S.; Chapman, D.; Rogers, C.; Metje, N. Underground asset location and condition assessment technologies. Tunn.
Undergr. Space Technol. 2007, 22, 524–542. [CrossRef]
151. Kim, Y.G.; Moon, H.S.; Park, K.J.; Lee, J.K. Generating and detecting torsional guided waves using magnetostrictive sensors of
crossed coils. NDT E Int. 2011, 44, 145–151. [CrossRef]
152. Al Kindi, G.; Baul, R.; Gill, K. An application of machine vision in the automated inspection of engineering surfaces. Int. J. Prod.
Res. 1992, 30, 241–253. [CrossRef]

Sensors 2021, 21, 3862

28 of 29

153. Yu, J. Machine tool condition monitoring based on an adaptive Gaussian mixture model. J. Manuf. Sci. Eng. 2012, 134, 031004.
[CrossRef]
154. Raghavan, A. Guided-Wave Structural Health Monitoring. Ph.D. Thesis, University of Michigan, Ann Arbor, MI, USA, 2007.
155. Lu, S.; Feng, J.; Zhang, H.; Liu, J.; Wu, Z. An estimation method of defect size from MFL image using visual transformation
convolutional neural network. IEEE Trans. Ind. Inform. 2018, 15, 213–224. [CrossRef]
156. Czimmermann, T.; Ciuti, G.; Milazzo, M.; Chiurazzi, M.; Roccella, S.; Oddo, C.M.; Dario, P. Visual-Based Defect Detection and
Classification Approaches for Industrial Applications—A SURVEY. Sensors 2020, 20, 1459. [CrossRef]
157. Moomen, A.; Ali, A.; Ramahi, O.M. Reducing sweeping frequencies in microwave NDT employing machine learning feature
selection. Sensors 2016, 16, 559. [CrossRef]
158. Kesharaju, M.; Nagarajah, R.; Zhang, T.; Crouch, I. Ultrasonic sensor based defect detection and characterisation of ceramics.
Ultrasonics 2014, 54, 312–317. [CrossRef]
159. Kim, J.; Yang, G.; Udpa, L.; Udpa, S. Classification of pulsed eddy current GMR data on aircraft structures. NDT E Int. 2010, 43,
141–144. [CrossRef]
160. Tant, K.; Galetti, E.; Mulholland, A.; Curtis, A.; Gachagan, A. A transdimensional Bayesian approach to ultrasonic travel-time
tomography for non-destructive testing. Inverse Probl. 2018, 34, 095002. [CrossRef]
161. Chen, X.; Hou, D.; Zhao, L.; Huang, P.; Zhang, G. Study on defect classification in multi-layer structures based on Fisher linear
discriminate analysis by using pulsed eddy current technique. NDT E Int. 2014, 67, 46–54. [CrossRef]
162. Zajam, S.; Joshi, T.; Bhattacharya, B. Application of wavelet analysis and machine learning on vibration data from gas pipelines
for structural health monitoring. Procedia Struct. Integr. 2019, 14, 712–719. [CrossRef]
163. Le, D.V.K.; Chen, Z.; Wong, Y.W.; Isa, D. A complete online-SVM pipeline for case-based reasoning system: A study on pipe
defect detection system. Soft Comput. 2020, 24, 16917–16933. [CrossRef]
164. Layouni, M.; Hamdi, M.S.; Tahar, S. Detection and sizing of metal-loss defects in oil and gas pipelines using pattern-adapted
wavelets and machine learning. Appl. Soft Comput. 2017, 52, 247–261. [CrossRef]
165. Khodayari-Rostamabad, A.; Reilly, J.P.; Nikolova, N.K.; Hare, J.R.; Pasha, S. Machine learning techniques for the analysis of
magnetic flux leakage images in pipeline inspection. IEEE Trans. Magn. 2009, 45, 3073–3084. [CrossRef]
166. Agletdinov, E.; Pomponi, E.; Merson, D.; Vinogradov, A. A novel Bayesian approach to acoustic emission data analysis. Ultrasonics
2016, 72, 89–94. [CrossRef]
167. Luo, Q.; Fang, X.; Liu, L.; Yang, C.; Sun, Y. Automated visual defect detection for flat steel surface: A survey. IEEE Trans. Instrum.
Meas. 2020, 69, 626–644. [CrossRef]
168. Kovács, P.; Lehner, B.; Thummerer, G.; Mayr, G.; Burgholzer, P.; Huemer, M. Deep learning approaches for thermographic imaging.
J. Appl. Phys. 2020, 128, 155103. [CrossRef]
169. Ruan, L.; Gao, B.; Wu, S.; Woo, W.L. DeftectNet: Joint loss structured deep adversarial network for thermography defect detecting
system. Neurocomputing 2020, 417, 441–457. [CrossRef]
170. Hu, B.; Gao, B.; Woo, W.L.; Ruan, L.; Jin, J.; Yang, Y.; Yu, Y. A Lightweight Spatial and Temporal Multi-Feature Fusion Network
for Defect Detection. IEEE Trans. Image Process. 2020, 30, 472–486. [CrossRef]
171. Li, Y.; Peng, S.; Li, Y.; Jiang, W. A review of condition-based maintenance: Its prognostic and operational aspects. Front. Eng.
Manag. 2020, 7, 323–334. [CrossRef]
172. Hawari, A.; Alkadour, F.; Elmasry, M.; Zayed, T. A state of the art review on condition assessment models developed for sewer
pipelines. Eng. Appl. Artif. Intell. 2020, 93, 103721. [CrossRef]
173. Nasser, A.; Montasir, O.; Zawawi, N.W.A.; Alsubal, S. A review on oil and gas pipelines corrosion growth rate modelling
incorporating artificial intelligence approach. In Proceedings of the IOP Conference Series: Earth and Environmental Science,
Proceedings of the 2nd International Conference on Civil & Environmental Engineering, Langkawi, Kedah, Malaysia, 20–21
November 2019; IOP Publishing: Bristol, UK, 2020; Volume 476, p. 012024.
174. Wang, X.; Ghidaoui, M.S.; Lee, P.J. Linear model and regularization for transient wave–based pipeline-condition assessment. J.
Water Resour. Plan. Manag. 2020, 146, 04020028. [CrossRef]
175. Balekelayi, N.; Tesfamariam, S. External corrosion pitting depth prediction using Bayesian spectral analysis on bare oil and gas
pipelines. Int. J. Press. Vessel. Pip. 2020, 188, 104224. [CrossRef]
176. Kuruvila, R.; Kumaran, S.T.; Khan, M.A.; Uthayakumar, M. A brief review on the erosion-corrosion behavior of engineering
materials. Corros. Rev. 2018, 36, 435–447. [CrossRef]
177. Pesinis, K.; Tee, K.F. Statistical model and structural reliability analysis for onshore gas transmission pipelines. Eng. Fail. Anal.
2017, 82, 1–15. [CrossRef]
178. Mazumder, R.K.; Salman, A.M.; Li, Y.; Yu, X. Reliability analysis of water distribution systems using physical probabilistic pipe
failure method. J. Water Resour. Plan. Manag. 2019, 145, 04018097. [CrossRef]
179. Valor, A.; Caleyo, F.; Hallen, J.M.; Velázquez, J.C. Reliability assessment of buried pipelines based on different corrosion rate
models. Corros. Sci. 2013, 66, 78–87. [CrossRef]
180. Heidary, R.; Gabriel, S.A.; Modarres, M.; Groth, K.M.; Vahdati, N. A review of data-driven oil and gas pipeline pitting corrosion
growth models applicable for prognostic and health management. Int. J. Progn. Health Manag. 2018, 9, 1–13.
181. Ji, J.; Robert, D.; Zhang, C.; Zhang, D.; Kodikara, J. Probabilistic physical modelling of corroded cast iron pipes for lifetime
prediction. Struct. Saf. 2017, 64, 62–75. [CrossRef]

Sensors 2021, 21, 3862

29 of 29

182. Liu, W.; Wang, Z.; Liu, X.; Zeng, N.; Liu, Y.; Alsaadi, F.E. A survey of deep neural network architectures and their applications.
Neurocomputing 2017, 234, 11–26. [CrossRef]
183. El Abbasy, M.S.; Senouci, A.; Zayed, T.; Mirahadi, F.; Parvizsedghy, L. Artificial neural network models for predicting condition
of offshore oil and gas pipelines. Autom. Constr. 2014, 45, 50–65. [CrossRef]
184. Peng, S.; Zhang, Z.; Liu, E.; Liu, W.; Qiao, W. A new hybrid algorithm model for prediction of internal corrosion rate of multiphase
pipeline. J. Nat. Gas Sci. Eng. 2021, 85, 103716. [CrossRef]
185. Seghier, M.E.A.B.; Keshtegar, B.; Taleb-Berrouane, M.; Abbassi, R.; Trung, N.-T. Advanced intelligence frameworks for predicting
maximum pitting corrosion depth in oil and gas pipelines. Process Saf. Environ. Prot. 2021, 147, 818–833. [CrossRef]
186. Mazumder, R.K.; Salman, A.M.; Li, Y. Failure risk analysis of pipelines using data-driven machine learning algorithms. Struct.
Saf. 2021, 89, 102047. [CrossRef]
187. Ossai, C.I. Corrosion defect modelling of aged pipelines with a feed-forward multi-layer neural network for leak and burst failure
estimation. Eng. Fail. Anal. 2020, 110, 104397. [CrossRef]
188. Vankov, Y.; Rumyantsev, A.; Ziganshin, S.; Politova, T.; Minyazev, R.; Zagretdinov, A. Assessment of the condition of pipelines
using convolutional neural networks. Energies 2020, 13, 618. [CrossRef]
189. Mahmoodzadeh, Z.; Wu, K.Y.; Droguett, E.L.; Mosleh, A. Condition-Based Maintenance with Reinforcement Learning for Dry
Gas Pipeline Subject to Internal Corrosion. Sensors 2020, 20, 5708. [CrossRef] [PubMed]
190. Liu, X.; Xia, M.; Bolati, D.; Liu, J.; Zheng, Q.; Zhang, H. An ANN-based failure pressure prediction method for buried high-strength
pipes with stray current corrosion defect. Energy Sci. Eng. 2020, 8, 248–259. [CrossRef]
191. Priyanka, E.; Maheswari, C.; Thangavel, S. Remote monitoring and control of LQR-PI controller parameters for an oil pipeline
transport system. Proc. Inst. Mech. Eng. I J. Syst. Control. Eng. 2019, 233, 597–608. [CrossRef]
192. Shen, L.; Li, J.; Wu, Y.; Tang, Z.; Wang, Y. Optimization of artificial bee colony algorithm based load balancing in smart grid cloud.
In Proceedings of the 2019 IEEE Innovative Smart Grid Technologies-Asia (ISGT Asia), Chengdu, China, 21–24 May 2019; pp.
1131–1134.
193. Mayilvaganan, M.; Sabitha, M. A cloud-based architecture for Big-Data analytics in smart grid: A proposal. In Proceedings of the
2013 IEEE International Conference on Computational Intelligence and Computing Research, Madurai, India, 26–28 December
2013; pp. 1–4.
194. Marindra, A.M.J.; Tian, G.Y. Chipless RFID sensor tag for metal crack detection and characterization. IEEE Trans. Microw. Theory
Tech. 2018, 66, 2452–2462. [CrossRef]
195. Zhang, H.; Yang, R.; He, Y.; Tian, G.Y.; Xu, L.; Wu, R. Identification and characterisation of steel corrosion using passive high
frequency RFID sensors. Measurement 2016, 92, 421–427. [CrossRef]
196. El Kouche, A.; Hassanein, H.S. Ultrasonic non-destructive testing (NDT) using wireless sensor networks. Procedia Comput. Sci.
2012, 10, 136–143. [CrossRef]
197. Meier, J.; Tsalicoglou, I.; Mennicke, R. The future of NDT with wireless sensors, AI and IoT. In Proceedings of the Proceedings
15th Asia Pacific Conference for Non-Destructive Testing, Singapore, 13–17 November 2017; pp. 1–11.
198. Li, H.; Gao, B.; Miao, L.; Liu, D.; Ma, Q.; Tian, G.; Woo, W.L. Multiphysics structured eddy current and thermography defects
diagnostics system in moving mode. IEEE Trans. Ind. Inform. 2020, 17, 2566–2578. [CrossRef]
199. Guo, W.; Gao, B.; Tian, G.Y.; Si, D. Physic perspective fusion of electromagnetic acoustic transducer and pulsed eddy current
testing in non-destructive testing system. Philos. Trans. R. Soc. A 2020, 378, 20190608. [CrossRef]
200. Abney, L.J. Systems and Methods for Determining the Location of a Pig in a Pipeline. U.S. Patent US7222549B2, 29 May 2007.
201. Segers, J.; Hedayatrasa, S.; Poelman, G.; van Paepegem, W.; Kersemans, M. Probing the limits of full-field linear local defect
resonance identification for deep defect detection. Ultrasonics 2020, 105, 106130. [CrossRef]
202. Tokognon, C.A.; Gao, B.; Tian, G.Y.; Yan, Y. Structural health monitoring framework based on Internet of Things: A survey. IEEE
Internet Things J. 2017, 4, 619–635. [CrossRef]
203. Priyanka, E.; Thangavel, S.; Gao, X.-Z. Review analysis on cloud computing based smart grid technology in the oil pipeline sensor
network system. Pet. Res. 2021, 6, 77–90. [CrossRef]
204. Zhang, J.; Tian, G.Y.; Marindra, A.M.; Sunny, A.I.; Zhao, A.B. A review of passive RFID tag antenna-based sensors and systems
for structural health monitoring applications. Sensors 2017, 17, 265. [CrossRef] [PubMed]
205. Wolter, B.; Gabi, Y.; Conrad, C. Nondestructive testing with 3MA—An overview of principles and applications. Appl. Sci. 2019, 9,
1068. [CrossRef]
206. Dobmann, G.; Altpeter, I.; Wolter, B.; Kern, R. Industrial Applications of 3MA–Micromagnetic Multiparameter Microstructure
and Stress Analysis. In Electromagnetic Nondestructive Evaluation (XI); IOS Press: Amsterdam, The Netherlands, 2008; Chapter 31;
pp. 18–25.
207. Rice, J.A.; Mechitov, K.; Sim, S.; Nagayama, T.; Jang, S.; Kim, R.; Spencer, B.F., Jr.; Agha, G. Flexible smart sensor framework for
autonomous structural health monitoring. Smart Struct. Syst. 2010, 6, 423–438. [CrossRef]
208. Dileep, G. A survey on smart grid technologies and applications. Renew. Energy 2020, 146, 2589–2625. [CrossRef]

