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ABSTRACT OF THE DISCLOSURE 
A ring retaining tapping punch and method of tapping 

an opening in a metal pipe in which a slug is formed in 
making the opening and removed from the pipe. 

This invention relates to a slug retaining pipe tap, and 
more particularly to a tap for use in a T ?tting, such 
as is employed commonly in the gas industry and other 
industries for tapping a main or a vessel containing liquid 
under pressure for the purpose of withdrawing such ?uid 
through a branch line connected to the T ?tting. 

This device is an improvement upon the device shown 
in Merrill et al. Patent No. 2,950,673, dated August 30, 
1960, and Merrill et al. Patent No. 2,990,731, dated July 
4, 1961. 

Prior devices of this character have provided inexpen 
sive, efficient, convenient, easily used means, such as a 
tap in a pipe ?tting, for forming an aperture in a pipe or 
other ?uid-containing steel member to which the ?tting 
is connected by rotatively advancing a screw-threaded 
punch type member to form an opening in the steel wall 
of the ?uid-containing member by a swedging action, 
which produced a slug or coupon. Such slug or coupon is 
discharged within the ?uid container or main which has 
been tapped and is retained therein. Such slugs are usually 
of such mass and comparatively small dimension that 
they do not substantially interfere with the ?ow of gas or 
other ?uid through the main past the branch ?tting or 
flow of gas or other fluid from the main through the tapped 
opening into T ?tting and the branch line connected there 
to. Some users would prefer avoidance of deposit of such 
a slug or coupon into a pipe main, but heretofore sub 
stantial problems have existed, rendering di?’icult reten 
tion of the coupon or slug by the punch or tapping member 
which formed it. 

It is the primary object of this invention to provide a 
tapping member capable of perforating a steel part by 
screw~threaded advance thereagainst and serving to form 
an opening by a swedging operation, displacing a slug or 
coupon, and then retaining that slug or coupon after sep 
aration from the part from which it is taken, so that the 
slug may be withdrawn from the tapped part to a re 
tracted position where it will not interfere with ?uid ?ow 
in the member which has been perforated, or ?uid ?ow 
from that member to a branch connected with the T ?t~ 
ting in which the tapping member is mounted. 
A further object is to provide a tapping tool capable 

of screw-threaded advance for tapping a steel member, 
which tool is characterized by a working portion or tip of 
non-circular external cross-sectional shape and of tapered 
form externally, and with a recess therein of greater depth 
than the thickness of the member to be tapped, and 
capable of receiving and con?ning a portion of a slug or 
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2 
coupon produced by a swedging action of the tool tip 
upon the work piece. 

Other objects will be apparent from the following spec 
i?cation. 

In the drawing: 
FIG. 1 is a view of our improved pipe tapping device 

mounted in a T ?tting secured to a pipe main with the 
tool illustrated in position at the completion of a tapping 
or hole forming operation; 

FIG. 2 is a fragmentary enlarged axial sectional view of 
the tip portion of the tapping tool, positioned intermediate 
the thickness of a member to be tapped during a tapping 
operation; 

FIG. 3 is a fragmentary sectional view illustrating the 
use of the tapping member as a valve to seal an opening 
which has been formed thereby previously in a work piece, 
such as a pipe main; 

FIG. 4 is a fragmentary view of a pipe main T ?tting 
and the tip portion of a tapping tool, illustrating the 
manner in which the tapping tool retains and carries with 
it a slug or coupon formed thereby, so that the slug may 
be withdrawn to a retracted position; 

FIG. 5 is an enlarged end view as seen in the direction 
of the arrows 5—5 of FIG. 3, illustrating one embodiment 
of the invention; 
FIG. 6 is a fragmentary side view of the tip portion of 

a tapping tool as viewed in the direction of the arrows 
6——6 in FIG. 5; 
FIG. 7 is a fragmentary side elevation view, illustrating 

the tip portions of the tool as viewed at right angles to 
FIG. 6, and in the direction of the arrows 7—7 of 
FIG. 6; 

FIG. 8 is an end view of a modi?ed embodiment of 
the invention; 

FIG. 9 is a fragmentary side view of the tip of a 
tapping tool as viewed in the direction of the arrows 
9——-9 in FIG. 8; 
FIG. 10 is a fragmentary side view of the tip portion 

of a tapping tool at right angles to the view shown in 
FIG. 9 and taken in the direction of the arrows 10-10 
of FIG. 9; 
‘FIG. 11 is a fragmentary side view of the tip portion 

of another modi?ed embodiment of the invention; and 
FIG. 12 is a fragmentary side view taken in the di 

rection of the arrows 12—12 of FIG. 11. 
Referring to the drawing, and particularly to FIGS. 1 

to 7 thereof which illustrate one embodiment of the in 
vention, the numeral 20 designates a T ?tting which is 
adapted to be secured to a pipe main 22 or other steel 
member containing gas or other ?uid under pressure. 
The T ?tting may have a tubular part 24 with one end 
abutted against the member 22 and preferably sealed as 
by welding thereof at 26. The T ?tting has a lateral 
tubular portion 28 intermediate its length and communi 
cating therewith and adapted for connection by welding 
or by any other suitable means well understood in the 
pipe?tter’s art, with a branch line (not shown). The end 
portion 30 of the cross tube 24 of the T ?tting is inter 
nally screw-threaded from its free or open end to the 
part 28 and preferably has a smaller diameter or bore 
than the remainder thereof. Part 30 may be externally 
screw-threaded at 32 at its outer end to mount a screw 
threaded cap 34 thereon. If desired, one or more guide 
lugs 36 may be provided within the T part 24 to serve 
as guides. 
The tapping member preferably has an elongated shank 

portion 38 of a diameter less than the diameter of the 
bores of the parts 24 and 30, and one end portion 40 
of this shank is of enlarged diameter and externally 
screw-threaded to mesh with screw-threads (not shown) 
within the part 30 so as to permit axial advance of the 
tool upon rotation. A non-circular socket 42, such as 
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a hexagonal socket, is formed in the part 40 at its outer 
end. The shank 38 may be stepped and in the form shown 
in FIGS. 1 and 3, may be provided with a portion 44 of 
substantially cylindrical con?guration concentric with 
but of smaller diameter than the shank part 38. A frusto 
conical shoulder 46 is formed at the leading end of the 
shank part 44 and a reduced dimension tip portion 48 
projects from tool part 44 coaxially therewith. 
The tool tip portion 48 is preferably characterized by 

a non-circular cross-sectional con?guration of uniform 
character for the major part of its length and preferably 
de?ned by a pair of semi-cylindrical surfaces 50 whose 
respective centers 52 are displaced from the axis of the 
tool oppositely and preferably equally, as seen in FIG. 5. 
The resulting exterior con?guration is generally oval but 
is characterized by a pair of diametrically opposed longi 
tudinal ridges 54 extending along the lines of greatest 
cross-sectional dimension of the tool tip portion 48. The 
tip portion 48 has an axial bore 56 formed therein. By 
virtue of the cross-sectional shape of the tool tip portion 
it will be apparent that it is generally tubular but ‘varies 
in wall thickness from a maximum thickness at the area 
adjacent the ridges 54 to a minimum thickness midway 
between the ridges 54, as best seen in FIG. 5. The depth 
of the bore 56 will preferably be greater than the thick 
ness of the member to be pierced, such as the main 22, 
and preferably will be of a depth in the order of from one 
and one-quarter times such thickness of the wall to be 
pierced to twice the thickness of the wall to be pierced. 
The leading end of the tip portion is characterized by 

a pair of frusto conical tapered or beveled surfaces 60 
whose axes are substantially parallel to but displaced from 
the axis of the tool and which preferably coincide with 
the axes 52 of the surfaces 50 of the tip portion 48. In 
asmuch as the wall thickness of the tip portion varies, 
the resulting leading edge 62 de?ned at the junction of 
the surfaces 60 and of the bore 56 is curved. Also as 
a result of the shape of the surfaces 62, the bevel leading 
end portion of the tool tip has opposed ridges 64 con 
verging towards its free end. 
The angle of taper or bevel of surfaces 60 relative to 

the axis of the tool may be from 25 degrees or less to 
approximately 65 degrees. We prefer that this angle shall 
be from 30 degrees to 65 degrees to the axis of the tool. 
We have found that angles which materially exceed 65 
degrees displacement from the axis of the tool tend to in 
crease the torque required to utilize the tool and also 
are of less e?iciency as far as coupon retention is con 
cerned. 

Insofar as the eccentricity of the axes of the beveled 
faces 60 and the part-cylindrical surfaces 50 of the tool 
tip with respect to the axis of the tool is concerned, 
such eccentricity preferably extends from approximately 
one sixty-fourth of an inch to three sixty-fourths of an 
inch. This produces a difference in the diameter of the 
portion 48 of the tool of from one thirty-second of an 
inch to three thirty-seconds of an inch as between the 
minimum and maximum cross-sectional dimensions. 
Minimum wall thickness occurs at the narrowest part. 
The dimensions above quoted are particularly applicable 
to tools intended to form an opening of one-half inch in 
diameter. Tools intended to produce openings of other 
sizes may have eccentricity dimensions substantially pro 
portional to those quoted above. In each instance the 
diameter of the bore will be correlated with the amount 
of eccentricity so as to produce a wall thickness of the 
tubular part of the tool tip portion 48 to assure requisite 
strength of the tool. 

In the use of the device, assuming that the T 20 has been 
welded or otherwise secured upon the steel member 22 
which is to be tapped, as by welding or by the use of a 
saddle clamp or any other means well known in the art, 
and assuming further that the branch line has been welded 
or joined in any other suitable manner to the part 28 of 
the T ?tting, and further assuming that the cap 34 has 
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4 
been removed, the device is ready for use. The tapping 
tool is introduced into the T with its beveled piercing end 
foremost and its trailing portion 40 is screw-threaded in 
the part 30 of the T until the end of the beveled tip is 
brought to bear against the part 22. Thereafter, con 
tinued rotation of the tool ‘will axially advance the tool, 
‘forcing the beveled edge against the steel member 22 and 
will progressively swedge the member 22 by forming an 
annular groove therein, as illustrated in FIG. 2. As this 
action takes place, the metal in advance of the tool is 
displaced to some extent, while a cylindrical portion is 
formed from the work piece and enters the axial bore 56 
of the tool. Rotation of the tool continues until an open 
ing is formed extending completely through the part 22, 
as shown at 23 in FIG. 4. During the tapping or piercing 
operation, contact between the beveled surfaces 60 and 
the work will be limited to a narrow area adjacent each 
of the ridges 64, and the remainder of the beveled sur 
faces will be free and clear of the work piece, that is, free 
and clear of the bottom of the annular groove being 
formed, as illustrated in FIG. 2..At the same time, the 
diameter of the opening being formed is determined by 
the ridges 64 and 54 which occur at the maximum cross 
sectional dimension of the tool, and this contact will be 
a narrow area of contact adjacent each of said ridges 
54 and 64 so that the remaining portions of the surfaces 
50 and 60 are clear of the work piece. The stud which 
enters the bore of the tool being cylindrical serves to 
center the free end of the tool after the formation of 
the bore has commenced. 

In cases where the angles of taper or bevel are in the 
ranges speci?ed above, and the eccentricity of the surfaces 
is of the order speci?ed above, minimum resistance to 
the perforating operation is encountered and minimum 
torque is therefore required to be exerted by an operator 
as through a hand tool, such as a ‘wrench. The provision 
of the ribs is also important by reason of the fact that 
they minimize friction resistance to the tapping operation. 

Prior to the tapping operation a thick non~corrosive 
grease or lubricant is applied to the tip portion of the 
tool. A dry form lubricant may be used and applied 
either by dipping or spraying and is concentrated at the 
tapered tip edge, although lubricant is preferably pro 
vided along the ridge portions 54 of the shank. One 
lubricant which has been found suitable constitutes a 
molybdenum disulphide suspended in a volatile material. 
Other lubricants which are suitable entail a carrier of the 
synthetic resin type which may have suspended therein 
minute particles or ?akes of copper, lead or indium. 
One characteristic of the device which is particularly 

important is that the leading end of the tool is subject 
to distortion incident to the tapping operation. The ac~ 
tion is one in which the tip is constricted transversely be 
tween the ridges 64 of the tip. The tool is expanded trans 
versely at the part of its tip which is of minor dimension, 
i.e., at which it has clearance with the work during the 
operation as mentioned above. We have found that the 
distortion which may result can be as much as .015 inch 
in some cases. This distortion results in change of the 
con?guration of the tool bore 56 at its mouth from a 
true cylindrical con?guration to a slightly oval con?gura 
tion. This distortion results in the effective gripping of a 
slug or coupon by the tool, as illustrated at 68 in FIGS. 
1 and 4. The slug or coupon which is formed is generally 
of mushroom like character and its small shank portion 
within the bore is ?rmly gripped. The outer diameter of 
the head portion of the slug is usually in the order of 
the minor diameter of the tip portion 48 of the tool, so 
that, if the tool is advanced after the coupon has been 
released to the extent necessary to insure that the hole 
23 has a uniform diameter throughout its length, the 
large or head portion of the coupon will have clearance 
in the hole 23 so that it may be withdrawn through the 
hole 23 without interference or without dislodgement 
from the tool as the tool is moved from the position shown 
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in FIG. 1 to the position shown in FIG. 4. In this way 
retention of the slug or coupon is assured and the tool 
may be withdrawn to an extent to insure that ?uid may 
?ow through the opening 23, past the retained coupon 
68, and around the tool shank to the tubular part 28 of 
the T ?tting at which the branch pipe is connected. 

In the embodiment of the invention illustrated in 
FIGS. 8, 9 and 10, the construction of the leading end 
or tip portion of the tool is similar to that described 
above and illustrated in FIGS. 1 to 7, inclusive, with 
the exception that the portion 48' at the tip of the tool 
is cylindrical externally and has a coaxial cylindrical bore. 
The beveled surfaces 60 are conical sections formed with 
reference to the axes 52 eccentric of the axis of the tool, 
as previously described, so that opposed ridges 64 are 
provided in substantially diametrically opposed relation 
to constitute the work-engaging portions of the tip, as 
explained previously. A construction of the character 
shown in FIGS. 8, 9 and 10 has been found to be subject 
to suf?cient distortion incident to the tapping operation to 
insure that the slug or coupon 68 formed thereby is re 
tained by the tool after it is freed from the work piece. 
The large portion of this slug is smaller than the di 
ameter of the external surface of the tip portion 48', so 
that after the tool has formed a continuous opening 23 
of uniform diameter, the slug, while still carried by the 
tool, may be withdrawn through the opening 23 as pre 
viously explained. 
The embodiment of the invention illustrated in FIGS. 

11 and 12 discloses a cylindrical tool tip portion 48’ 
similar to that utilized in FIGS. 8, 9 and 10, and a pair of 
beveled tip surfaces 60' which are eccentric of the axis of 
the tool but which are curved longitudinally as Well as 
circumferentially. The eccentricity of the surfaces 60' 
provide a pair of opposed ridges 64' which are curved 
rather than straight as in the form shown in FIGS. 1 
to 7, inclusive, and in FIGS. 8 to 10, inclusive. A tool 
of the character shown in FIGS. 11 and 12 is also effective 
to form an opening in a steel member by a swedging 
action to produce a mushroom-shaped coupon. The tool 
of FIGS. 11 and 12 is also capable of gripping or re 
taining the coupon after it is freed from the work piece, 
so that the same advantages in usage as expressed above 
can be achieved by using it. The degree of bevel at 
the surfaces 60' and the degree of eccentricity of the 
axes of the surfaces 60' relative to the axis of the tool 
is preferably of the same order as expressed above. 
While the preferred embodiments of the invention have 

been illustrated and described, it will be understood that 
changes in the construction may be made within the scope 
of the appended claims without departing from the spirit 
of the invention. 
We claim: 
1. A member adapted to be screw-threaded in a T 

?tting connected to a steel walled ?uid-containing mem- I" 
her to be tapped and to a discharge conduit, comprising 

an elongated steel member having a screw-threaded 
end portion, and a punching end portion of smaller 
cross-sectional dimension than said threaded. end 
portion, 

said punching end portion having a bore open at its 
end, coaxial with said punch and of an axial di 
mension greater than the thickness of the wall to be 
tapped, 

the tip of said punching end portion being de?ned by at 
least two surface portions convergent toward the 
axis of said bore on all radii and of curved shape 
on all planes transverse of the axis of said punch, 
each of said converging surface portions having a 
longitudinal axis offset from the axis of said bore, 
and each converging surface intersecting a similar 
surface portion to form longitudinally forwardly 
converging ridges extending from the outer surface 
to near the bore of said punching end portion. 

2. A member as de?ned in claim 1, wherein said con 
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6 
verging tip de?ning surfaces are part conical with their 
respective axes spaced from and substantially parallel to 
the axes of said member. 

3. A member as de?ned in claim 1, wherein said con 
verging tip de?ning surface portions are curved longi 
tudinally thereto. 

4. A member as de?ned in claim 1, wherein said tip 
de?ning converging surfaces are tapered at angles be 
tween 25 degrees and 65 degrees to the axis of said mem 
bet. 

5. A member as de?ned in claim 1, wherein said punch 
ing end portion is tubular with an elliptical outer cross 
section whereby the wall of said tube differs in thickness 
on different radii thereof, said wall thickness being great 
est adjacent said tip ridges. 

6. A member as de?ned in claim 1, wherein said 
punching end portion has an exterior de?ned by two part 
cylindrical surface areas whose respective axes are spaced 
from and parallel to the axis of said member, said punch 
ing end portion having longitudinal ridges between said 
part-cylindrical surface areas and adjacent to the ridges 
of said tip. 

7. A substantially tubular, longitudinally extending, 
metal topping punch with a bore at its tapping end for re> 
raining a slug formed from the metal member tapped by 
the punch, said slug having, upon being formed, a head 
portion and a stud or shank portion extending therefrom, 
said head portion of the slug being of a larger cross-sec 
tional size than said bore and said stud being of a cross 
sectional size substantially conforming to that of the bore, 
said punch having a leading tapping portion at its tapping 
end and a trailing tapered tapping portion which is to 
percd substantially continuously circumjerentially, the 
trailing tapered rapping portion having an angle of taper 
relative to the central axis of the punch of about 25° to 
about 65° and an external cross-sectional size su?‘icient to 
tap a larger opening than the leading tapping portion, and 
being positioned rearwardly of, but su?iciently close to, 
the leading topping portion so as to swedge the sides of 
the opening in a member being tapped su?‘icicntly large 
to permit a slug held in said punch bore, which head por 
tion of the slug is larger in cross-section than the opening 
tapped by said leading rapping portion and smaller in 
cross-section than said opening after being swedged by the 
trailing portion, to be withdrawn with the punch through 
said swedged opening. 

8. A substantially tubular, longitudinally extending, 
metal tapping punch with a bore at its tapping end for re 
taining a slug formed from the member tapped by the 
punch, said punch having a leading tapping portion at its 
tapping end and a trailing tapered rapping portion, the 
trailing tapered tapping portion having a non-circular ex 
ternal cross-sectional shape, at least one longitudinally 
extending ridge having a substantially V'shaped external 
cross-section, and an external cross»secti0nal size suffi 
cient to tap a larger opening than the leading tapping por 
tion, and being positioned rearwardly of, but sufficiently 
close to, the leading tapping portion so as to swedge the 
sides of the opening in a member being tapped su?‘iciently 
large to permit a slug held in said punch bore, which slug 
is smaller in cross-section than said opening after being 
swedged by the trailing portion, to be withdrawn with the 
punch through said swedged opening. 

9. The metal rapping punch of claim 8 wherein the 
trailing tapered tapping portion includes a plurality of 
longitudinally extending ridges having a substantially V 
shaped external cross-section and said ridges are substan 
tially equally spaced about said trailing tapered topping 
portion. 

10. A substantially tubular, longitudinally extending, 
metal tapping punch with a bore at its rapping end for re 
taining a slug formed from the member tapped by the 
punch, said punch having a leading tapping portion at its 
tapping end and a trailing tapered tapping portion, the 
trailing tapered tapping portion having a non-circular ex 
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ternal cross-sectional shape, at least one longitudinally ex 
tending ridge having a substantially V-shaped external 
cross-section, an angle of taper relative to the central axis 
of the punch of about 25° to about 65°, and an external 
cross-sectional size su?‘icieni to tap a larger opening than 
the leading tapping portion, and being positioned rear 
wardly of, but su?iciently close to, the leading tapping 
portion so as to swedge the sides of the opening in a mem 
ber being tapped su?iciently large to permit a slug held in 
said punch bore, which slug is smaller than said opening 
after being swedged by the trailing portion, to be with 
drawn with the punch through said swedged opening. 

11. The metal tapping punch of claim 10 wherein the 
trailing tapered tapping portion includes a plurality of 
longitudinally extending ridges having a substantially V 
shaped external cross-section and said ridges are substan 
tially equally spaced about said trailing tapered tapping 
portion. 

12. Slug retaining pipe tapping assembly means com 
prising: 
a T-?tting adapted to be secured to a steel walled, ?uid 

containing pipe to be tapped and to a branch‘ line, 
said ?tting having a longitudinally extending tubular 
portion adapted to be secured to the pipe at one end 
and having internal screw threads at its other outer 
end, and having a laterally extending tubular portion 
intermediate said ends of said longitudinally extend 
ing tubular portion and adapted to be connected to a 
branch line; and 

a substantially tubular, longitudinally extending, metal 
tapping punch member with screw threads at its outer 
end adapted to threadably engage the said internal 
screw threads at the outer end of said longitudinally 
extending tubular portion of the fitting and to permit 
axial advancement of said punch member upon ro~ 
tation into said pipe to be tapped and withdrawal 
therefrom upon reverse rotation, said punch member 
having an axial bore at its other, tapping end for re 
taining a slug formed from said pipe tapped by ad 
vancement of the punch member, said slug having, 
upon being formed, a head portion and a stud or 
shank portion extending therefrom, said head portion 
of the slug being of a larger cross-sectional size than 
said bore and said stud being of a cross-sectional size 
substantially conforming to that of the bore, said 
punch member having a leading tapping portion at its 
said other, tapping end and a trailing tapered tapping 
portion which is tapered substantially continuously 
circumferentially, the trailing tapered tapping por 
tion having an angle of taper relative to the central 
axis of the punch member of about 25° to about 65 ° 
and an external cross-sectional size sufficient to tap a 
larger opening than the leading tapping portion, and 
being positioned rearwardly of, but su?iciently close 
to, the leading tapping portion so as to swedge the 
sides of the opening in said pipe being tapped suffi 
ciently large to permit a slug held in said punch bore, 
which head portion of the slug is larger in cross-sec 
tion than the opening tapped by said leading tapping 
portion and smaller in cross-section than said open 
ing after being swedged by the trailing portion, to be 
withdrawn with the punch member through said 
swedged opening. 

13. Slug retaining pipe tapping assembly means com 
prising: 

a T-?tting adapted to be secured to a steel walled, ?uid 
containing pipe to be tapped and to a branch line, 
said ?tting having a longitudinally extending tubular 
portion adapted to be secured to the pipe at one end 
and having internal screw threads at its other outer 
end, and having a laterally extending tubular portion 
intermediate said ends of said longitudinally extend 
ing tubular portion and adapted to be connected to 
a branch line; and 

a substantially tubular, longitudinally extending, metal 

25 

30 

35 

40 

45 

50 

55 

60 

65 

70 

75 

8 
tapping punch member with screw threads at its outer 
end adapted to threadably engage the said internal 
screw threads at the outer end of said longitudinally 
extending tubular portion of the ?tting and to permit 
axial advancement of said punch member upon ro 
tation into said pipe to be tapped and withdrawal 
therefrom upon reverse rotation, said punch member 
having an axial bore at its other, tapping end for re 
taining a slug formed from said pipe tapped by ad 
vancement of the punch member, said punch mem 
ber having a leading tapping portion at its said other, 
tapping end and a trailing tapered tapping portion, 
the trailing tapered tapping portion having a non 
circular external shape, at least one longitudinally 
extending ridge having a substantially V-shaped ex 
ternal cross-section and an external cross-sectional 
size su?icient to tap a larger opening than the lead 
ing tapping portion, and being positioned rearward 
ly of, but su?‘iciently close to, the leading tapping 
portion so as to swedge the sides of the opening in 
said pipe being tapped su?iciently large to permit a 
slug held in said punch bore, which slug is smaller 
in cross-section than said opening after being swedged 
by the trailing portion, to be withdrawn with the 
punch member through said swedged opening. 

14. Slug retaining pipe tapping assembly means com 
prising: 

a T-?tting adapted to be secured to a steel walled, ?uid 
containing pipe to be tapped and to a branch line, 
said ?tting having a longitudinally extending tubular 
portion adapted to be secured to the pipe at one end 
and having internal screw threads at its other outer 
end, and having a laterally extending tubular portion 
intermediate said ends of said longitudinally extend 
ing tubular portion and adapted to be connected to a 
branch line; and 

a substantially tubular, longitudinally extending, metal 
tapping punch member with screw threads at its outer 
end adapted to threadably engage the said internal 
screw threads at the outer end of said longitudinally 
extending tubular portion of the ?tting and to permit 
axial advancement of said punch member upon ro 
tation into said pipe to be tapped and withdrawal 
therefrom upon reverse rotation, said punch member 
having an axial bore at its other, tapping end for re 
taining a slug formed from said pipe tapped by ad 
vancement of the punch member, said punch mem 
ber having a leading tapping portion at its said other, 
tapping end and a trailing tapered tapping portion, 
the trailing tapered tapping portion having a non 
circular external cross-sectional shape, at least one 
longitudinally extending ridge having a substantially 
V-shaped external cross-section, an angle of taper 
relative to the central axis of the punch member of 
about 25° to about 65°, and an external cross-sec 
tional size sui?cient to tap a larger opening than the 
leading tapping portion, and being positioned rear 
wardly of, but sul?ciently close to, the leading tap 
ping portion so as to swedge the sides of the opening 
in said pipe being tapped sufficiently large to permit 
a slug held in said punch bore, which slug is smaller 
in cross-section than said opening after being swedged 
by the trailing portion, to be withdrawn with the 
punch member through said swedged opening. 

15. The method of tapping an opening in a metal pipe 
in which a slug is formed in making the opening and the 
slug is subsequently removed from inside the pipe, which 
comprises: 

positioning a substantially tubular, longitudinally ex 
tending, metal tapping punch with an axial bore at 
its tapping end for retaining a slug formed from a 
pipe tapped by the punch, so that said punch extends 
substantially normal to the axis of a metal pipe and 
threadably engages with means for facilitating axially 
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moving the punch into and out of contact with the 
pipe by rotation of the punch; 

said punch having a leading tapping portion at its 
punching end and a trailing tapered tapping portion 
positioned rearwardly of the leading tapping portion, 
the trailing tapered tapping portion having at least 
one longitudinally extending ridge having a substan 
tially V-shaped external cross-section and an external 
cross-sectional size larger than the leading tapping . 
portion; 

threadably rotating and axially advancing the punch 
into contact with the pipe and‘ continuing such move 
ment to advance the tapping portions of the punch 
into the pipe wall by a swedging action by which 
metal from the pipe is caused to enter the punch bore 
and thus form the stud or shank of a slug punched 
from the pipe having a head larger than the stud, said 
slug being generally mushroom—shaped in character, 
said head of the slug being formed from an inner 
portion of the tapped pipe and being of a larger 
cross-sectional size than the opening made in the pipe 
by the leading tapping portion; 

continuing to rotate the punch to advance the trailing 
tapered tapping portion and, by means of the at least 
one longitudinally extending ridge thereon, swedging 
the opening made by the leading tapping portion 
larger than the head portion of the slug for the full 
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length of the opening, the at least one longitudinal 
ridge e?ecting the desired swedging by narrow area 
or line of contact with the metal wall of the opening, 
thus minimizing torque needed to e?ect swedging by 
said trailing tapered tapping portion; and 

reversing rotation of the punch to withdraw it from the 
so-punched, enlarged opening with the slug retained 
by the punch bore. 

16. The method of claim 15 wherein the trailing ta 
pered tapping portion has an angle of taper relative to the 
central axis of the punch of about 25° to about 65 °. 

17. The method of claim 15 wherein said trailing ta~ 
pered tapping portion is curved longitudinally. 
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