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BALL-STRKNG IMPLEMENT AND METHOD 

FOR MAKING SAME 
Jeffrey J. Trowbridge, 39 Elm St., 
Sheboygan Falls, Wis. 53085 

Filed Jan. 11, 1965, Ser. No. 424,633 
21 Claims. (C. 273-72) 

ABSTRACT OF THE DISCLOSURE 
A baseball bat and method of manufacturing the same, 

including forming a square core of a dense, heavy wood, 
drilling a plurality of holes transversely through one end 
of the core, alternately perpendicular to one another, turn 
ing the other end to form a handle, glueing square sec 
tions of wood on all four sides of the drilled end of the 
core with the grain. of each outside section perpendicular 
to the core, turning the built up end to form the barrel of 
the bat, and molding a plastic knob on the end of the 
handle. 

The present invention relates to a ball-striking instru 
ment and a method of manufacturing the same. More spe 
cifically, the present invention relates to a bat for striking 
a ball and an improved method for manufacturing the 
Sae. 

In the art of manufacturing bats, particularly baseball 
and softball bats, a number of mutually contradictory 
characteristics and requirements are encountered. Accord 
ingly, the prior art attempts to meet these requirements 
have simply amounted to a balancing of disadvantageous 
characteristics or a selection of the lesser of two evils. 

Obviously, one requirement of a bat of this character 
is strength. First, it is well known that the denser, and 
thus the heavier, the wood utilized to manufacture the bat, 
the stronger the bat will be. However, the utilization of 
extremely dense, and thus heavy, woods is ruled out by 
the fact that the bat normally must be lighter in weight 
than the weight of a bat made of solid woods of the more 
dense variety. Therefore, it has been customary in the 
prior art to select lighter woods, such as, ash, rather than 
more dense woods, such as, hickory, thereby sacrificing 
the strength of the wood to meet the weight requirements. 
Another solution which has been suggested, in accordance 
with United States Patent 727,359, is the removal of a 
part of the interior of the bat by drilling a series of longi 
tudinal holes in the body of the bat. While this technique 
is effective in reducing the weight of the bat, it has numer 
ous disadvantages; including, a greater weakening of the 
bat than would be effected by using a less dense wood, 
creation of a noise problem due to echoing in the longitu 
dinal holes and the introduction of manufacturing prob 
lems in preventing the holes from being out of line and 
thus too near the surface at various points. 

Also related to the strength requirement is the tendency 
of wood, because of its natural grain structure, to split 
or separate either as a result of striking the ball at an 
angle such that the force causes such separation or simply 
because of aging and weathering of the bat. One effort to 
overcome the strength problem caused by the inherent 
nature of the wood used to manufacture a bat is illus 
trated in United States Patent 2,944,820. In accordance 
with the subject patent a bat is strengthened by milling a 
plurality of longitudinally disposed grooves in the barrel 
of the bat, perpendicular to the grain of the major por 
tion of the barrel of the bat, and inserting in these slots 
appropriately shaped slabs of wood. This technique, how 
ever, also involves a difficult manufacturing operation, 
and, although it improves the strength locally where the 
slabs are inserted, it actually weakens the portions of the 
wood between the slabs. 
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Finally, the handle of the bat must be tapered inwardly 

to provide a gripping surface of substantially smaller 
diameter than the barrel of the bat and this handle portion 
represents the weakest portion of the bat. Therefore, 
ideally, the handle should definitely be made of the strong 
est wood possible, but, as previously indicated, if a strong, 
dense wood is utilized, this will add weight to the bat and 
make it too heavy. Further, the handle of the bat also 
normally flares outwardly and terminates in an enlarged 
knob portion. Accordingly, this enlarged knob portion 
requires that a block of wood of cross-section substantial 
ly larger than the handle of the bat, be employed. Ac 
cordingly, in the formation of the handle, a substantial 
amount of the wood must be removed to reduce the han 
dle to its proper size, thus wasting a substantial amount 
of material. In addition, a knob end machined from the 
wood forming the handle of the bat is relatively weak and 
is prone to split very easily when accidentally dropped. 

It is therefore an object of the present invention to 
provide an improved ball-striking implement. 

It is another object of the present invention to provide 
an improved method for manufacturing a ball-striking implement. 
A further object of the present invention is to provide 

a ball-striking implement of substantially improved 
strength and durability. 

Still another object of the present invention is to pro 
vide an improved ball-striking implement utilizing a heavy, 
dense wood but which is of lightweight. 

Another and further object of the present invention is 
to provide an improved ball-striking implement having 
a novel arrangement of holes formed in the barrel end 
in order to lighten the implement. 
Another object of the present invention is to provide 

an improved ball-striking implement having only edge 
grain of the wood exposed on the barrel of the imple 
ment. 

Still another object of the present invention is to pro 
vide an improved ball-striking implement having a novel 
knob portion on the end of its handle. 
A further object of the present invention is to provide 

an improved ball-striking implement having a laminated 
barrel portion, including a central core which is only 
slightly larger than the finished handle portion of the implement, 
A further object of the present invention is to provide 

an improved method for forming a laminated ball-strik 
ing implement wherein the volume of material needed 
is substantially reduced. 
Another object of the present invention is to provide 

an improved method of manufacturing a ball-striking 
implement which results in an implement of high strength 
and light. weight. 
These and other objects, and advantages of the present 

invention will be apparent from the following detailed 
description, when read in conjuction with the drawings, 
wherein: 

- FIGURE 1 is a longitudinal cross-sectional view of the 
improved ball-striking implement of this invention; 
FIGURE 2 is an end view showing the method of form 

ing the barrel portion of the ball-striking implement of 
FIGURE 1; 
FIGURE 3 is an enlarged cross-sectional view of a por 

tion of the core of the ball-striking implement of FIG 
URE 1; 
"FIGURE 4 is an enlarged cross-sectional view illus 

strating the structure of the handle and knob portion 
of the ball-striking implement of FIGURE 1; 
FIGURE 5 is an enlarged view of a portion of an alter 

nate core structure for the ball-striking implement of 
FIGURE 1; - 



3,377,066 
s 

FIGURE 6 is a cross-sectional view taken along lines 
6-6 of FIGURE 5; 
FIGURE 7 is a cross-sectional view taken on line 7-7 

of FIGURE 5; 
FIGURE 8 is a cross-sectional view taken on line 8-8 

of FIGURE 5; and 
FIGURE 9 is a cross-sectional view taken on line 9-9 

of FIGURE 5. 
As was previously pointed out, a bat, particularly one 

used for baseball or softball, should ideally utilize a wood 
of high strength. While ash has been used to a great extent 
and can be used in accordance with the present invention, 
the present invention makes it possible to use hickory 
wood of much superior strength. Preferably, the hickory 
employed in accordance with the present invention is 
hickory of the shag bark species, rather than pecan 
hickorys. As indicated previously, hickory derives its 
strength from the fact that it is extremely dense. How 
ever, this density adds to the weight of the final product, 
which is undesirable. Accordingly, as will be pointed out 
with reference to the drawings, the present invention pro 
vides a method of manufacture and the product of this 
method in which a core of dense wood, such as hickory, 
is surrounded by laminations of edge grain wood at the 
barrel end, a plurality of transverse holes are drilled 
through the core and a plastic knob is formed on the end 
of the handle. 
FIGURE 1 is a cross-sectional view of the improved 

bat of the present invention, while FIGURE 2 shows the 
arrangement of the pieces of wood forming the barrel end 
of the bat prior to turning the bat. Specifically, an elon 
gated core 1 of rectangular cross-section is first cut. Core 
1 has the same cross-sectional dimension throughout its 
length. Specifically, the cross-sectional dimension of the 
core should be greater than about 1', and preferably 
greater than 1A6', but less than about 1%'. Where the 
bat is tobe used as a baseball bat, the core size is prefer 
ably 1%'. This core size is adequate for about 90% of 
the baseball bats manufactured. However, in about 10% 
of the cases, the core will be 134' in cross-section. Where 
the bat is to be used for softball, a core dimension of 
14' is required. While specific cross-sectional dimensions 
have been cited, the core cross-section is selected on the 
basis of three primary requirements. First, the dimension 
of core 1 must be sufficient to provide enough material 
for the flared or dovetail-shaped end 3 of the handle of 
the bat. Secondly, the core should be sufficiently small 
that the turned or finished bat will have the hereinafter 
mentioned edge grain wood extending approximately half 
the length of the bat. Finally, the core should be suf 
ficiently large to permit the removal of enough material 
from the barrel end of the core, as hereinafter more 
specifically disclosed, to control the utimate weight of the 
bat. 

Formed adjacent the end 5 of core , which is destined 
to be the barrel end of the bat, the core has bored therein 
a plurality of holes 7. Holes 7 are drilled completely 
through the core 1, transverse to the central axis of the 
core, and each alternate hole is drilled penpendicular to 
the previous hole. Such alternation of the direction of the 
holes serves several important functions. First, a better 
balance in the final product is provided than could be 
obtained by having holes passing through the core in one 
direction only. Secondly, by alternating the direction of 
the holes through the core, all four sides of barrel end 5 
of core 1 are provided with substantially equal surface 
areas. As will be pointed out in more detail later, the 
provision of maximum and equal contact surfaces about 
barrel end 5 of core 1 contributes to the strength of the 
bat by providing maximum surface for bonding the here 
inafter mentioned edge grain portions of the barrel. Also, 
by having the holes transverse to the length of core 1, it 
is possible to remove a substantially greater amount of 
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reducing the strength of the bat. Giving this direcion to 
the drilled holes and locating the holes in the barrel end 
5 as close together as possible and as close to the end as 
possible, contribute to the strength of the bat, as com 
pared with techniques previously proposed. For example, 
if holes were drilled longitudinally, as taught in previ 
ously mentioned Patent 727,359, a single large diameter 
hole or a plurality of smaller holes would have to extend 
far into the handle portion of the bat in order to remove 
same amount of material as the transverse holes of the 
present invention. This would, of course, weaken the bat 
in that portion which is already weakest; namely, the 
handle portion. In addition, as previously indicated, such 
longitudinal holes cause a noise problem in the bat and 
are most difficult to form. 

Holes 7 are also generally decreased in diameter from 
barrel end 5 toward handle portion 9. This decrease in 
diameter is preferred so that the minimum thickness of 
wood outside the last hole adjacent handle portion 9 will 
be about 4''. It is also desirable in arranging the size 
and placement of holes 7 to have the holes as close to 
gether as possible without actually communicating with 
one another. In the preferred instance, 6 holes of about 
1/8' in diamer are formed adjacent barrel end 5; there 
after, 2 holes of approximately 1' in diameter are formed, 
and finally, 2 more holes of about 78' in diameter in the 
barrel portion adjacent handle portion 9. This, of course, 
is based upon having a core 1 whose cross-section is 1%'. 
As indicated, the size of the holes is dictated by the 
amount of weight which is to be removed. Generally, 
about 25 to 35% of the weight of core 1 will be removed 
by the drilling of hole 7 or, stated differently, about 15 
to 20% of the weight of the entire bat. 
As is clearly shown in FIGURE 2 of the drawings, the 

enlarged barrel portion of the bat is formed by bonding 
pairs of slabs of wood 11 and 13, respectively, about the 
exterior of barrel end 5 of core . As previously indi 
cated, the arrangement and sizing of holes 7 in core 1 is 
Such that all four sides of core 1 have substantially the 
Same exposed surface area and, therefore, a tight bond 
of equal strength can be obtained on all four sides. In 
addition, it is well known that presently available resinous 
glues form a bond which is actually stronger than the 
original wood. Consequently, the reduction of gluing area 
caused by the formation of holes 7 is compensated to 
a certain extent by the glue bond. The gluing operation 
itself preferably utilizes a urea- or phenol-formaldehyde 
resin, although phenol-resorcinol and straight resorcinol 
resins may also be used. The preferable formaldehyde 
type resin is urea-formaldehyde because of its much faster 
drying time and ease of application. Specifically, glue is 
applied to one piece of the wood and catalyst to the 
other. Thereafter, the two react and dry while clamped 
together under pressure. It has been found that clamping 
at a pressure of 200 lbs. per square inch for about 30 
minutes will produce an excellent bond when utilizing 
urea-formaldehyde. The urea-formaldehyde is also re 
sistant to wear and thus capable of withstanding normal 
outdoor use. 
The slabs are preferably of the same wood as core 1 so 

that both contract and expand by equal amounts due to 
changes in temperature or moisture. Slabs 11 and 13 are 
cut in a manner such that the grain is parallel to the 
thickness of the slab so that when the slab is placed on 
core 1 only edge grain of the wood will be exposed to 
the barrel of the bat. This exposure of edge grain around 
the entire barrel portion contributes considerably to the 
strength of the bat, preventing premature splitting, etc. 
In addition, by providing the edge grain-strength sur 
rounding the core, one is permitted to utilize a relatively 
small piece of core material. Slabs 11 and 13 are just 
thick enough that when the slabs are placed about core 1 
the cross-sectional dimension will be just slightly greater 
than the maximum diameter of the barrel of the finished 

material, thereby lightening the bat without seriously 75 bat after the turning operation has been performed. In 
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the present case, where a core diameter of about 1%' is 
used, the slabs are about one-third this dimension, or, 
specifically, just slightly greater than %'. Slabs 11 and 
13 are approximately equal to one-half of the length of 
core 1, thus providing edge grain-wood for the entire 
length of the barrel or striking portion of the bat. Slabs 
1 are approximately the same width as core 1 and form 

a rectangle therewith and slabs 13 are wider by an amount 
approximately equal to the thickness of a single slab so 
that the sides of slabs 13 will overlap about half way 
over the edges of slabs 11. It is to be recognized that this 
greater width is necessary to permit turning of the as 
semblage to produce a round bat with as little waste of 
material as possible and to provide a substantial thickness 
of edge grain-wood about the entire barrel. It should also 
be recognized that slabs 11 and 13, particularly the latter, 
may be made up of several pieces, for reasons of econ 
omy, so long as the assembled slabs present edge grain 
as specified. 

After slabs i and 13 have been glued to barrel por 
tion 5 of core 1, the entire bat is turned to form the 
enlarged barrel portion of one end which gradually tapers 
inwardly toward the opposite end to form handle portion 
9, and finally flares outwardly to form terminal end 3 
of handle 9. It is to be recognized at this point that it 
has been necessary to remove very little of core 1 to 
form the thinnest portion (adjacent the center) of handle 
portion 9. This, of course, results in a substantial saving 
in material. This reduction in the amount of material re 
moved to form handle portion 9 is made possible by 
both the edge grain-laminations about the barrel portion 
of the bat and the novel knob 15 formed on terminal end 
3 of handle portion 9. By forming knob 15 separately 
from the main body of the bat, and particularly the 
core section 1, one is permitted to utilize a small core 
and also to provide a much stronger handle end 3, as 
well as knob 5. It is to be noted that in its preferred form 
end 3 of handle portion 9 is flared slightly to form a dove 
tail-shaped end. This dovetail-shaped end not only helps 
to hold knob 15 on the bat, when knob 15 is held on un 
der pressure, but also adds strength to the entire handle 
portion 9 of the bat by holding end 3 under compres 
sion. It is to be noted that dovetail portion 3 has a maxi 
mum diameter substantially equal to the original maxi 
mum cross-sectional dimension of core 1. 
Knob 15 is preferably formed of plastic and, more spe 

cifically, a plastic which will shrink a small amount upon 
hardening. This slight shrinkage of the plastic, as well as 
the dovetailed structure of end 3, results in an extremely 
tight bond between the plastic and the end 3, thus pre 
venting knob 15 from being pulled or knocked off, and 
also holds the end 3 under compression, thereby contrib 
uting to the strength of handle portion 9 of the bat. As 
a matter of fact, this particular construction permits one 
to form knob 15 on end 3 without the necessity of 
gluing. Because of cost, ease of handling and toughness 
of the cured plastic, polyethylene, polypropylene and 
polystyrene are preferred for the formation of knob 15. 
Knob 15 is formed by preparing suitable die blocks of 
the shape of knob 15 and adapted to receive end 3 of 
the bat. End 3 of the bat is then clamped into a suitable 
pressure injection molding apparatus having the die block 
therein. The plastic, which normally is sold in powdered 
form and is thermoplastic, is then melted in the heat 
ing cylinder of the molding apparatus and is forced into 
the die cavity under pressure. The material is then per 
mitted to cool to a solid plastic. Knob 15 may be varied 
in size and shape without departing from the present 
invention. 
FIGURES 5 through 9 show an alternate core struc 

ture method of reducing the weight of barrel portion 5 of 
elongated core 1. Specifically, weight control holes 17 are 
drilled into barrel portion 5 from each side of barrel por 
tion 5 and adjacent alternate corners of the core such that 
an interior web section 19 having outstanding strength 
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6 
characteristics remains. More specifically, assuming that 
core 5 is 1/2' square, holes 17, 1946' in diameter and IA6' 
deep, are drilled. The first hole 17 has its central axis Ag' 
from one edge of barrel portion 5 and then each successive 
hole on the remaining sides of barrel portion 5 is 7Ag' 
from the nearest edge moving in a clockwise direction. 
If a cross section through the center lines of the 4 holes 
17 is taken, as shown in FIGURES 6 and 7, the thinnest 
portion of web 19 is about A6' and the thickest portion, 
in the center and on the outside edges is %g'. Accordingly, 
web 19, as shown in FIGURES 6 and 7, has a swastika 
shape configuration. It is, of course, obvious that the web 
portion 9, at the planes illustrated in FIGURES 6 and 7, 
is the narrowest web portion, since the holes 17 are 
cylindrical. Each successive set of holes 7 is drilled 
on a plane about 34 inch from the plane passing through 
the centerlines of the set on either side and is oriented 
so that the holes on any one side are alternated from 
one edge to the other. Finally, a second series of holes 
21 is drilled in the center of alternate sides of barrel 
portion 5 as the handle portion 9 is approached. Holes 
21 are the same size as holes 7 and differ from holes 
17 only in the fact that they are drilled on the central 
axis of barrel portion 5 and are drilled from two op 
posing sides only. Each successive set of holes 21 is al 
ternated with respect to the sides from which they are 
drilled, as shown in FIGURES 6, 8 and 9. This reduc 
tion in the number of holes 21 drilled in barrel portion 
5 near the handle portion 9, of course, adds strength 
where edge slabs 11 and 13 will eventually be thinnest. 
By the same token, holes 17 and 21 remove substantially 
the same amount of weight as is removed by drilling 
the holes 7, as shown in FIGURES 1 and 3. The con 
figuration of holes 7 and 25 provides more structural 
strength than the variation referred to previously. Also, 
it should be recognized that by making all of holes 17 
and 21 the same size rather than graduating the size 
of the holes, as in FIGURES 1 and 3, some reduction 
in the cost of manufacture can be realized. 

it will be obvious from the above that various modi 
fications and variations of the present invention will oc 
cur to one skilled in the art. Accordingly, the specific 
examples given herein are illustrative only and the present 
invention is to be limited only in accordance with the ap pended claims. 

I claim: 
1. A bat for striking a ball, comprising: 
(a) an elongated core of hickory wood, including: 
(b) a barrel portion comprising about half the length 
of said core and about 1/2' square; 

(c) said barrel portion having formed therethrough, 
at spaced points along said barrel portion, a plural 
ity of circular holes transverse to the central axis 
of said core and the axis of each of said holes be 
ing perpendicular to the axes of the immediately ad 
jacent holes; 

(d) said holes being located as near to the terminal 
end of said barrel portion as possible, and as close 
to one another as possible, without communicating 
with one another; 

(e) said holes also having a diameter of about 1/8' 
adjacent said terminal end of said barrel portion and 
diminishing to 78' in diameter adjacent the center 
of said core; and 

(f) a cylindrical handle portion formed on the remain 
ing half of the core; 

(g) said handle portion having a diameter adjacent 
said barrel portion, substantially equal to the cross 
sectional dimension of said barrel portion, then grad 
ually tapering inwardly to a diameter of about 1' 
near the center section of said handle portion and, 
thereafter, tapering outwardly to a diameter sub 
stantially equal to the cross-sectional dimension of 
said barrel portion at a point adjacent the terminal 
end of said handle portion; 
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(h) said terminal end of said handle portion also hav 
ing a generally dovetailed shape; 

(i) a first pair of elongated slabs of hickory wood, sub 
stantially equal in length to said barrel portion of 
said core and about equal in width to said barrel 
portion, having flat sides glued to opposing sides of 
said core; 

(j) said first pair of slabs having arcuate outside sur 
faces with their maximum thicknesses near the ter 
minal end of said barrel portion and gradually di 
minishing in thickness toward the center of said core 
to generally conform to the curvature of said handle 
portion near the center of the core; 

(k) said maximum thickness of said first slabs being 
about one-third the cross-sectional dimension of said 
barrel portion and the grain of the wood of said first 
slabs running in the direction of the thickness of 
said slabs to present the edge of the grain at the 
exterior of the arcuate surfaces; 

(l) a portion of the edges of said first slabs, near the 
terminal end of said barrel portion, being flat and 
coincident with the other opposing sides of said bar 
rel portion; 

(m) a second pair of elongated slabs of hickory wood, 
substantially equal in length to said barrel portion 
of said core, having flat sides glued to said other 
opposing sides of said core; 

(n) said second pair of slabs having arcuate outside 
surfaces with their maximum thicknesses near the 
terminal end of said barrel portion and gradually 
diminishing in thickness; toward the center of said 
core; 

(o) said maximum thickness of said second pair of 
slabs being about one-third the cross-sectional dimen 
sion of said core and the grain of the wood of said 
second slabs running in the direction of the thick 
ness of said slabs to present the edge of the grain 
at the exterior of the arcuate surfaces; 

(p) said second pair of slabs together with the arcu 
ate portions of said first pair of slabs forming a sub 
stantially cylindrical barrel portions, having its maxi 
mum diameter adjacent the terminal end of said bar 
rel portion and gradually diminishing to a diameter 
equal to the diameter of said handle portion, adja 
cent the center of said core; and 

(q) a round knob element formed about the dove 
tailed end of said handle portion by pressure injec 
tion moiding of a thermoplastic resin which contracts 
slightly upon hardening. 

2. A method of manufacturing a bat for striking a ball, 
comprising: 

(a) cutting an elongated core of hickory wood about 
1/3' square: 

(b) drilling a plurality of circular holes through said 
cores, at spaced points along one end of said core 
and transverse the axis of said core; 

(c) each of said holes having its axis perpendicular 
to the axes of immediately adjacent holes; 

(d) said holes being as close to said one end of said 
core as possible and as close to one another as pos 
sible without communicating with one another; 

(e) those of said holes adjacent the said one end of 
said core being about 1/8' in diameter and dimin 
ishing in diameter to 78' adjacent the center of said 
COre; 

(f) cutting a first pair of rectangular, elongated slabs 
of hickory wood about one-half the length of said 
core, about equal in width to the cross-sectional di 
mension of said core and of a thickness about one 
third the cross-sectional dimension of said core; 

(g) cutting a second pair of rectangular, elongated 
slabs of hickory wood about one-half the length of 
said core, about equal in width to the cross-sectional 

0 

5 

20 

30 

40 

55 

60 

65 

70 

8 
said first pair of slabs and of a thickness about one 
third the cross-sectional dimension of said core; 

(h) said first and second slabs having their grain run 
ning in the direction of the thickness of said slabs; 

(i) gluing said first pair of slabs to that end of said 
core having said holes and on opposing sides of said 
core with the edges of said slabs coincident with the 
other opposing sides of said core; 

(j) gluing said second pair of slabs to said ends of 
said core having said holes and on said other op 
posing sides of said core with the sides of said Sec 
ond pair of slabs overlapping the edges of said first 
pair of slabs; 

(k) turning the assembled core and slabs to form a 
cylindrical bat body, including, a barrel portion 
whose terminal end is substantially equal in diam 
eter to the thickness of one pair of slabs plus the 
cross-sectional dimension of said core, then grad 
ually diminishes in diameter toward a handle por 
tion, beginning adjacent the center of the bat, and 
said handle portion diminishing in diameter to about 
1' adjacent the center section of said handle por 
tion and thereafter gradually increasing in diameter 
toward the terminal end of said handle portion to a 
diameter substantially equal to the cross-sectional 
dimension of said core, and finally, terminating in 
a dovetail-shaped end; and 

(1) pressure injection molding a thermoplastic resin 
which contracts slightly on hardening about said 
dovetail-shaped end to form a generally rounded, 
enlarged plastic knob on said terminal end of said 
handle. 

3. A ball-striking implement, comprising: 
(a) an elongated, solid core of wood, including; 
(b) a handle portion of generally cylindrical con 

figuration formed on one end of said core; and 
(c) a barrel portion of substantially flat 4-sided con 

figuration formed on the other end of Said core; 
(d) said barrel portion having a plurality of holes 
formed therein, transverse to the axis of said core; 

(e) a plurality of elongated slabs of wood bonded about 
the exterior surface of said barrel portion; 

(f) said slab sections being generally cylindrical in 
configuration and having the edge of the grain of 
said slabs exposed at the surface of said cylinder; 
and 

(g) a generally rounded, enlarged knob bonded about 
and overlapping a portion of the terminal end of 
said handle portion of said core. 

4. An implement in accordance with claim 3 wherein 
the core and the slabs are made of the same wood. 

5. An implement in accordance with claim 4 wherein 
the core and the slabs are made of hickory wood. 

6. An implement in accordance with claim 3 wherein 
the barrel portion of the core is substantially square in 
cross-section. 

7. An implement in accordance with claim 6 wherein 
the barrel portion of the core is slightly greater in cross 
sectional dimension than the diameter of the largest part 
of the handle section. 

8. An implement in accordance with claim 6 wherein 
the core has a cross-sectional dimension between about 
1. and 1% . 

9. An implement in accordance with claim 3 wherein 
each of the holes formed in the core has its axis perpen 
dicular to the axes of immediately adjacent holes. 

10. An implement in accordance with claim 3 wherein 
the holes are as close to the terminal end of barrel por 
tion as possible, and as close to one another as possible, 
without communicating with one another. 

11. An implement in accordance with claim 3 wherein 
four slabs are bonded about the barrel portion and sides 
of one opposing pair of said slabs partially overlaps the 
edges of the other pair of slabs near the terminal end of 

dimension of said core plus the thickness of one of 75 the barrel portion, 
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12. An implement in accordance with claim 3 wherein 

the terminal end of the handle portion flares outwardly. 
13. An implement in accordance with claim 3 wherein 

the terminal end of the handle portion is dovetailed in shape. 
14. An implement in accordance with claim 3 wherein 

the knob is formed of plastic. 
15. An implement in accordance with claim 14 wherein 

the plastic is thermoplastic which shrinks slightly upon 
hardening. 

16. A method of manufacturing a ball-striking imple 
ment, comprising: 

(a) cutting a solid, elongated core of wood; 
(b) drilling a plurality of holes through said core, 
spaced along one end of said core and transverse to 
the axis of said core; 

(c) bonding a plurality of slabs of wood about that end 
of said core containing said holes in a manner such 
that the edge of the grain of said slabs is exposed at 
the exterior surfaces of said slabs; 

(d) turning said assembled core and slabs to form a 
generally cylindrical barrel portion having its maxi 
mum diameter adjacent the terminal end of said bar 
rel portion and diminishing in diameter to a mini 
mum diameter in the handle portion to form said 
handle portion from said solid core; and 

(e) bonding a generally rounded, enlarged knob about 
and overlapping a portion of the terminal end of said 
handle portion. 

17. A method in accordance with claim 16 wherein the 
slabs are bonded to the core by applying pressure to a 
urea-formaldehyde resin. 

18. A ball-striking implement, comprising: 
(a) an elongated, solid core of wood, including: 
(b) a handle portion of generally cylindrical configu 

ration formed on one end of said core; and 
(c) a barrel portion of substantially flat 4-sided con 

figuration formed on the other end of said core; 
(d) said barrel portion having a plurality of holes 
formed therein, transverse to the axis of said core; 

(e) a plurality of elongated slabs of wood bonded 
about the exterior surface of said barrel portion; and 

(f) said slab sections being generally cylindrical in 
configuration and having the grain of said slabs gen 
erally perpendicular to the flat sides of the barrel 
portion. 
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13. An implement in accordance with claim 18 wherein 
at least Some of the holes are drilled from each side of 
the core adjacent alternate corners thereof and said holes 
are of a size and are oriented such that a swastika-shaped 
web of wood remains between said holes after said holes 
are drilled. 

20. A method of manufacturing a ball-striking imple 
ment comprising: 

(a) cutting an elongated, solid core of wood; 
(b) drilling a plurality of holes into said core, spaced 

along one end of said core and transverse to the axis 
of said core; 

(c) bonding a plurality of slabs of wood about that 
end of said core containing said holes in a manner 
such that the grain of said slabs is generally perpen 
dicular to the surfaces of said core; and 

(d) turning said assembled core and slabs to form a 
generally cylindrical barrel portion having its maxi 
mum diameter adjacent the terminal end of said 
barrel portion and diminishing in diameter to a mini 
mum diameter in the handle portion to form said 
handle portion from said solid core. 

21. A method in accordlance with claim 20 wherein 
at least Some of the holes are drilled from each side of 
the core adjacent corners thereof and said holes are of a 
size and are oriented such that a swastika-shaped web of 
Wood remains between said holes after said holes are 
drilled. 
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