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‘This invention relates to a method of covering.
balls and more particularly o a method of cover-
ing golf balls,

At the present time, the standard procedure
among golf ball manufacturers is to mold two 5
half shells from golf ball covering stock and
then place these half shells on the wound core
or ball body, whereupon the half shells are molded
about the ball in a spherical mold to form the

"golf hall cover.

The use of these half shells to form the ball
cover presents several manufacturing difficulties
such as, that of securing a firm bond between the
shells where their edges meet, loose shells, shells
not properly filled out, shells of improper weight, 15
loose ends of the thread windings sticking out

_ between the shells, trapped air within the shells,
and a large number of operations required in
covering the ball with these shells. i

The present invention contemplates a method
for covering golf balls and the like in which the
wound core or ball body is enclosed in a seamless
and jointless cover which is formed upon the ball
body, as distinguished from the pre-formed half
shells commonly employed heretofore. - _25

In accordance with the present invention the
cover fcrming stock of plastic material for the
ball is made into a thin wide ribbon which is
.wound tightly upon the ball body to thereby en-
close this body in a seamless cover.

. If, however, this cover forming ribbon should
‘be wound upon the ball body in the form of a
perfect sphere, then difficulty would be experi-
enced when such covered ball is molded in the
usual mold formed of two cooperating semi-
spherical sections, since in order to provide suf-
ficient cover forming stock for the molding oper-
ation the covered ball would need to be some--
what larger in diameter than the interior of the 40
spherical mold, with the result that when the
semi-spherical mold sections are forced together
about the covered ball they will unduly displace
the windings forming such cover. .
In accordance with the present invention, thls
difficulty is avoided by placing these cover form-
ing windings upon the ball body so as to give the
exterior of the ball an elliptical shape in which
more of the cover forming stock is deposited at
the opposite poles of the ball than at the equator.
The -covered ball is then placed in a mold such
as a heated spherical mold formed of cooper-
ating semi-spherical sections of well known con-
struction, but it is important to so place the ball
in the mold that its major axis will extend in 58
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the direction in which the mold sections are ad-
vanced to close the mold. .

This causes an excess amount of cover stock
to be positioned at the top and bottom of the .
mold so that when the mold sections are heated

. and forced together the cover forming stock will
_flow towards the mold juncture to thersby force

out the enclosed air as the mold is closed. The
reduced gauge at the equator of the ball pre-
vents too much drag from being produced as the .
mold is closed.

A cover having the desired ‘elliptical shape
when formed upon a round ball body, may be
produced by employing different types of wind-
ings of the cover forming. material on the body,

. but the desired elliptical shape is preferably se-
. -cured by winding the cover forming tape on the

ball body in planes passing through the ball poles
and lying upon the axis connecting said poles,
so that the successive windings lie one on ‘top

.of the other at the opposite poles but are spaced

laterally from each other at the equator, to there-
ty -cause the material to be deposited in greater
thickness at the poles than at the equator.

The invention will be more fully understood
from the following description when read in con-
nection with the’ accompanying drawing wherein:

Fig. 1 is a side view of a wound core or ball
body of usual construction for a golf ball; :

Fig. 2 is a side view of an unfinished golf ball
conisisting of the ball body shown in Fig. 1 hav-

" ing a cover wound thereon in the form of an

ellipse as herein contemplated; and,

Fig. 3 is a vertical sectional view through a
mold of usual construction showing the ball of
Fig. 2 therein and the mold ready to be closed.

The wound core or ball body 10 of Fig. 1 may
be of well known construction, such for example

-as is formed by winding the rubber thread 11

upon a solid rubber, hquxd or other type of core
not shown.

- The ball body Io wound to the desired s1ze, is
in accordance with the present invention, pro-
vided with the cover forming material by wind-
ing tightly thereupon a thin ribbon of plastic
material such as balata or gutta percha to pro-
vide the windings 12 which are deposited on the
round ball body so as to form a cover having the
above described elliptical shape in which the cover
forming ‘material is thicker adjacent the poles .
than at the equator. )

These windings may be disposed laterally of
the ball or longitudinal thereof with respect to

‘1ts poles. It is deemed preferable, however, to
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form such cover of a balata or gutta percha tape
approximately a quarter of an inch wide and less
than a hundredth of an inch thick and to wind
this tape about the ball body as shown in Fig. 2
so that the successive windings pass through the
opposed poles of the ball and le one on top of
the other at the poles, but are spaced laterally
from each other at the equator, to thereby pro-
vide a cover which is considerably thicker at the
poles than at the equator as will be apparent
from Fig. 2.

The ball of Fig. 2 may then be placed in the

mold of Fig. 3 which may be of usual construc-
_ tion and may consist of the pair of semi-spheri-
. cal mold sections 13 and {4 having means, not
shown, for forcing one semi-spherical section to-
- wards the other to thereby exert the desired mold-
ing pressure upon the confined ball in a well
known manner.

It is important in carrying out the present in-
vention that the covered ball of Fig. 2 shall have
a major diameter considerably in excess of the
diameter of the closed spherical mold, and it is

also important that the ball be placed in the mold'

as shown in Pig. 3 so that the poles of the ball
where the cover stock is of the greatest thickness
will engage the bottom and top walls respectively
of the mold sections. Then when the mold is
heated and pressure is applied to close the same
the plastic covering material at the poles will be
softened by the heat and will flow under the
mold pressure towards the point of mold Junc-
ture to thereby force out the enclosed air and dis-
tribute this cover stock evenly about the ball body
to form a seamless and jointless round cover
that snugly embraces-and is firmly bonded to the
ball body 10. It is desirable in many cases to
provide the covered ball with a diameter some-
what less than the diameter of the mold as will
be apparent from Fig, 3, but this is not essen-
tial since good balls can be made by causing the
ball to have a minor diameter as large or slightly
larger than the diameter of the mold since the
cover will yleld somewhat to enter the mold.
" | The molded spherical cover on the ball may
“then be painted or other wise finished in the
usuial manner to prepare the golf ball ready for
the market.

Havino thus described my invention what I
claim and desire to protect by Letters Patent is:

1. The method of providing a ball body with a
jointless outer cover which comprises, unevenly

. distributing cover forming windings of tensed
plastic material on a ball body with the material
thickest at opposed poles and decreasing in thick-
ness toward the equator, and then compacting
and evenly distributing the cover material on sald

“body by molding in a spherical mold.

2. The method of providing a ball body with a
jointless outer cover which comprises, unevenly
distributing cover forming windings of tensed
heat plastic material on a ball body with the ma-
terial thickest at opposed poles and decreasing in
thickness foward the equator, and. then compact-
ing and evenly distributing the cover material on
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sald body by molding in & heated spherjcal mold.

3. The method of providing a ball body witha

jointless outer cover which comprises, winding
in substantially & single plane a tensed narrow

strip of plastic material on a ball body and at the -

same time turning said ball body on & single axis
substantially in said plane as the successive
windings are formed to thereby deposit a greater
thickness of the material adjacent the poles of
said axis than at the equator, and then compact-

© ing and evenly distributing the winding mate-
rial on said body by molding in a spherical mold, .
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4. The method of providing a ball body with a

o~

jointless outer cover which comprises, winding -

tensed plastic material on & ball body so that
the successive windings lie one on top of the
other at opposed poles but are spaced laterally

from each other at the equator to deposit the

material thickest at the. poles and decreasing in
thickness toward the equator, and then compact-
ing and evenly distributing the cover materia]l on
said body by molding in a spherical mold.

5. The method of providing a golf ball body
with a Jjointless outer cover which comprises,
winding tensed heat plastic material on a ball
body so that all windings pass through the ball
poles 20 as to deposit the material thickest at the
poles and of less thickness adjacent the equator,
and then compacting and evenly distributing the
cover material on said body by moldlnz na
heated spherical mold.

6. The method of providing a ball body with a
jointless outer cover which comprises, rotating

. & ball body on a fixed axis while winding thereon
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a tensed narrow strip of heat plastic material in
a plane at right angles to sald axis, and also ro-

. tating sald body throughout said winding opera-
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tion on a single axis disposed at right angles to
sald fixed axis to thereby superimpose the wind-
ings at the poles and deposit the material thick-
est at the poles and of decreasing thickness to-

.ward the equator, and then compacting and

evenly distributing the material on said body by
molding in a heated spherical mold of less di-
ameter than the polar diameter of the covered
ball and greater diameter than the equataor di-
ameter of said ball,

7. The method of providing a ball body with a
jointless outer cover which comprises, rotating

& ball body on a fixed axis while winding thereon

a tensed narrow strip of heat plastic material in
a plane at right angles to said axis, and also ro-

tating said body periodically throughout sald

winding operation on ‘a single axis disposed at
right angles to sald fixed axis to thereby super-

impose the windings at the poles and deposit the’

material thickest at the poles and of decreasing
thickness toward the equator, and then compact-
ing and evenly distributing the material on said
body by molding in a heated spherical mold of
less diameter than the polar diameter of the cov-
ered ball and greater diameter than the equator
diameter of said ball.

VICTOR H. HURT.



