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1. 

My invention relates to improvements in the 
art of covered balls and the like and methods of 
making same. More particularly my invention 
relates to a new method of manufacture for se 
curing cover members on covered balls, such as 
baseballs, and the like, and to a new structure 
in such balls which eliminates the use of stitch 
ing to secure the cover members. 

Prior to my invention, one of the major costs 
in the manufacture of balls, such as indoor base 
balls or outdoor baseballs, has been the cost of 
the labor required for securing the ball cover 
members on the ball. The prior methods in 
cluded the hand sewing of the cover members 
and it will be easily apparent that to eliminate 
the necessity for manually sewing the cover mem 
here together is a great stride in the art. 
To my knowledge no prior device has been 

constructed for sewing the ball cover members 
together and which eliminated the necessity of 
the manual sewing. However, in order to solve 
the problem of eliminating the necessity of man 
ual sewing, I approached the problem from a new 
direction and by utilizing some of the physical 
properties of the material of the covering mem 
bers, I have been able to eliminate entirely the 
necessity ‘of stitching the cover members to 
gether by sewing, either manual or mechanical. 

It is an object of my invention to provide a 
cover for baseballs and the like which eliminates 
the use of stitches to secure the cover members. 
It is an object of my invention, therefore, to pro 
vide a new and novel means for securing covers 
on baseballs and the like. 

It is a further object of my invention to pro 
vide a new means for mounting cover members on 
baseballs by employing an adhesive substance 
or the like to attach the cover to the core of the 
ball. 
Other and further objects of my invention 

will become apparent from the following de 
scription and appended claims, reference being 
made to the accompanying drawings and numer 
als of reference thereon. 
On the drawings: 
Fig. l is an elevational view of a ball illustrat 

ing one embodiment of my invention, a portion 
of a cover member being broken away. 

Fig. 2 is an elevational view of the cover mem~ 
ber of Fig. 3 after it has been molded to conform 
to the contour of the ball. 

Fig. 3 is a view of the outer surface of a con 
ventional cover member and before molding. 

Fig. 4 is an exploded view of the ball of Fig. 1. 
Referring to Fig. 4, it will be seen that numeral 
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l [I designates a conventional ball core or the like, 
the outer portion of Whichmay be formed or 
made of wound string or thread II. It should 
be understood that my invention is not to be 
limited to any particular kind of core or any 
particular materials comprising the core. And 
it should be further understood that my inven 
tion is equally applicable and may be utilized in 
connection with hard balls or baseballs, soft balls 
or indoor balls, or any playing balls which have 
a cover member or members secured on the out 
side of a ball core. 
As illustrated in Fig. 3, numeral l3 designates 

a conventional cover member which is ordinarily 
in the shape of a ?gure 8 and made of leather 
or the like and which is adapted to cooperate with 
another substantially identical member to pro 
vide a cover for a ball core H]. 
In order to simulate the stitching which is 

present on the conventional types ‘of prior balls, 
line It representing the stitches may optionally 
be stamped on the cover member in the appropri 
ate positions as illustrated on the drawings. If 
desired, a plurality of holes or apertures I5 are 
utilized to facilitate enhanced securance of the 
cover members to the core [0. . 

The cover members in their conventional form, 
as illustrated in Fig. 3, are ?at and do not adapt 
themselves to be secured by adhesion to the 
curved surface of the core because a great deal 
of manual manipulation would be required and 
no savings would be achieved by attempting to 
apply the substantially ?at cover member 53 in 
the appropriate position on the core l9. 
Inasmuch as cover members of leather or the 

like adapt themselves to heat treatment and may 
be made to assume another con?guration than 
that of the ?at member which is illustrated in 
Fig. 3, by heat-treating the cover member, it can 
be made to substantially conform to the shape 
of the core ill. The heat-treated and molded 
cover member is illustrated in side elevation in 
Fig. 2 and is designated as numeral IS. A wide 
variety of ranges of temperature and time may 
be used for securing the desired molding of the 
cover member, but I have found the most favor 
able temperature to be 180° to 200° Fahrenheit, 
such temperature giving the desired ?exibility 
and permitting retention of the desired physical 
characteristics of the leather cover member. 
In the molded con?guration illustrated in Figs. 

2 and 4, the cover members I6 may easily be as 
sembled and secured by adhesion on the ball core 
ill. Any suitable means or method for causing 
adhesion of the molded cover members 16 to the 
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core it may be utilized. However, I have found 
that iatex is among the better bonding or ad 
hesive materials. 
In the preferred method of assembly, the core 

ii? is dipped, sprayed or brushed with latex and 
is permitted to fully or partially set or dry. The 
cover members it are partially impregnated with 
an ammonia solution of latex and the ammonia 
solution of latex is permitted to dry or partially 
dry until a very slight tackiness is present on 

under surface of the cover members it. I 
then apply latex on the top of the core member 
it), which preferably already has a coating of 
nearly dry latex, and assemble the molded cover 
members it and permit the latex or adhesive sub~ 
stance to set or dry. To speed the setting process 

at the same time to insure the proper rela 
tion of the cover members Hi to the core it, the 
assembled ball may be subjected to temperatures 
of 180° to 200° Fahrenheit and preferably in a 
mold. It will be appreciated that the provision 
of the apertures it provides means for achieving 
a greater bonding of the cover members it, por~ 

tions of the latex, cementitious or adhesive terial extending into the apertures I5. 

I found that the end product which re~ 
suits from the use of novel method is highly 
superior to priorly known balls because the bond 
or“ the cover members to the ball is so strong 
that the forces which tend to cause removal of 
the cover members from the core 50 will ?rst ei 
i'ect a tearing of the leather cover member. In 
prior balls it is only necessary to break the stitch 
ing which secured the cover members 13 together 
in order to render the ball useless. 
As changes could be made in the above 

construction, and as many apparently widely 
different embodiments of my invention within 
the scope of the claims could be constructed 
without departing from the spirit and scope 
thereof, it is intended that all matter contained 

the accompanying speci?cation shall be ir 
terpreted as illustrative and not in a limiting 
sense. 

I claim: 
1. In a method for making covered balls; heat 

molding to conform substantially to the shape of 
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the contour of a ball core, cover members having 
a plurality of apertures formed therein; apply 
ing an adhesive to the outer surface of the ball 
core; applying an adhesive to said cover nem 

bers; and then a?ixing the cover members to adhesive covered core whereby adhesive extends 

through said apertures formed in said cover 
members. 

2. In a method for making covered balls; heat 
molding to conform substantially to the shape 
of the contour of a ball core, cover mom's ~s 
having a plurality of apertures formed therein; 
applying an adhesive to outer surface of the ball 
core; partially impregnating the cover members 
with an adhesive; applying an adhesive layer be» 
tween said adhesive covered bali core and said 
partially impregnated cover members and al 
lowing adhesive to extend through said aper 
tures; and then permitting said adhesive to set. 

3. In a method for making covered balls; heat 
molding cover members to conform substantial 
1y to the shape of the contour of a bail core; a, 
plying an adhesive to the outer surface of i , 
ball core; applying an adhesive to said cos: 
members; affixing the cover members to said ad~ 
hesive covered ball core whereby adhesive 
tends through a plurality of apertures former 
said cover members; and then heat setting said 
adhesive in a mold. 
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