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To all whom it may concern.:

Beitknown thatI, ALoNzo L. BURT, of Mil-
burn, New .Jersey, have invented a new and

useful Improvement in Methods of Manufac-

turing Game-Balls, which invention is fully
set forth in the following specification.

- My invention relates to the art of manufac-

turing pool and other game balls, and particu-
larly to that class of balls known as ‘“compo-
sition” balls. Many balls of this class are
provided with a black number on a white or

a black cirele.
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The object of the présent invention is to
provide an efficient and expeditious method

~whereby said number and circle in black may

~ be formed in composition game-balls.

This

- class of balls is commonly formed of a plastic
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composition which is molded into suitable
form and subjected to heat and pressure, af-
ter which it is turned to the desired size and
polished.

With the aforementioned object in view the
invention consists in the following method of

forming the number and inclosing cirele on |

the ball or of forming the number without

~such cirele—that is to say, I form a flat cir-
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~ therein in deep

cular disk of the white plastic composition
~commonlyemployed in making pool-balls, the

base of which disk is preferably of the same
diameter as the exterior diameter of the circle
surrounding the number in the pool - ball,

while the -diameter of the top of the disk is |

equal to the interior diameter of said circle.
This disk has the desired naumber formed
intaglio. I next take this
disk and cover the top of it with black plas-
tic composition,which fills the depressed num-
ber and also covers the periphery of the disk
with the same black composition, so that the
entire disk as thus covered is of an equal di-
ameter at top and bottom and has a wall of
the black material of even thickness entirely
surrounding the same. This number -disk

may be prepared with great rapidity by the

use of a tool for stamping out the disk in

-~ white by one operation and then by a single
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-additional operation applying the black ma-

terialthereto. Thenumber-diskthusformed
is then placed in proper position in a pool or

other game ball formed of plastic composition,

’ and.the WhIOlé is then subjected to heat and

cirele become united into a very hard homo-
geneous mass, after which the ball is turned
down to the desired size. This turning oper-
ation removes the black material from the
surface of the disk; but by reason of the depth

face is turned off and they appear in black.
V-arious methods may be employed in placihg
thedisk covered with black in proper position
in the ball preparatory to subjecting the ball
and disk to heat and pressure. Forexample,
one disk may be placed face downward on
the bottom die of the mold used in shaping
or forming the plastic ball and the proper
amount of plastic material to form a ball be
then placed in the mold above the one disk,
| after which a second disk may be embedded
face nppermost in the plastic material and
the top die applied and subjected to pressure
to compact the plastic material into a ball.
This forms a ball of plastic material with the
covered number-disks embedded therein.
According to another method I take a com-
position ball, preferably, though not neces-
sarily, before it has been subjected to heat
, and accompanying pressure, and form a suit-

able hole or circular depression therein hav-
ing a diameter equal to the diameter of the
black covered number-disk. Thisdepression
may be formed in the ball as it is being mold-
ed or it may be drilled or otherwise cut out
| after the ball is formed. This having been
done, I insert the black-coated number-disk
| within the opening or depression in the ball

and then subject the ball to heat and pres-

| sure, these two steps being preferably simul-
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taneously performed. Afterthenumber-disk
has been placed in proper position in the ball
by one of the above or any other method I

usually place it in the well-known hydrostatic

gun, the same being a device whereby. the
composition ball is simultaneously subjected
to heat and hydraulic pressure. This last-

composition of which the ball and number-
disk are formed, so that it becomes a thor-

| oughly hard and homogeneous mass, and
when it is removed from the hydrostatic gun
| and cooled the entire ball is then turned to

of the ¢ircle and number only their outer sar-

mentioned step acts to solidify the plastic

pressure, whereby the ball, number, disk, and
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~the desired diameter.
the ball down the black material which was
placed over the surface of the whifte number-
disk is entirely removed, while that which
filled the depressed number in the disk re-

iy |
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In the act of turning

mains, as also that which was formed around
the peﬂphery of the disk, thus disclosing a
number in black surrounded by the desired
cirele. By this means I am able to form the

number-disk with its number in black and
the black circle by the use of forming or

stamping tools with great rapidity. Another

advantage lies in the fact that the number

. may _be-accu rately-eentered within the cirele,
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while the eircle itself is formed of a black line
of even thickness throughout its extent.
One manner of carrying out the invention

is illustrated in tho a%ompdnymﬂ' drawings,
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in which—
Figure 1 shows a roughly- formed ball with
a depre"sswn therein.

~after it has been subjected to heat and pres-

'been applied thereto. Fig. 6 1sa cross-section
of b e6 6. Iig.7isaplanview
of the disk after the coating of black mate-
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sure, but before turning.
Ifg.
4 is a plan view of the completed ball atter
turning. Fig. 5 is a plan view of the disk of
white material before the black coating has

of IFig. 5on the line 6 6.

rial has been applied thereto, and Fig. 8 is a
cross-section of Ifig., 7 onthe line 88,

Referring to the drawings, 1 is a game-ball
of suitable plastic material having a hole or
depression 2 therein.

4 is a disk of white plastlc matelml such
as 1s ordinarily employed in the manutfacture
of composition pool and other balls, which
disk has formed therein in intaglio a num-
ber, as indicated by the reference-numeral
5. This number is very deeply sunken into
the disk, as shown in Fig. 6. It will be seen

- that the bottom 7 of the disk 4 1s larger in
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diameter than the top of the disk, and pref-

erably the diameter of the disk is quite rap-

idly contracted near the bottom and then re-
mains constant to the top of the disk, as will
be readily understood by inspecting Fig. 6.

‘The diameter of the bottom of the disk should

be such as to just permit the disk to concen-
trically enter the hole 2 in the ball 1. The
object of having the diameter of the dISk and
of the hole thus so nearly the same is to per-
fectly center the nu mber-spot in the hole or
opening
the black circle subsequently to be formed
may be entirely uniform. The disk 4 hav-
ing been formed, as shown in Figs. 5 and 0,
is then coated with black plastiec material 9,
Figs.7 and 8, the black material being spread
over the entire top surface of the disk, forced

- down into the depressed number so as to en-
~tirely fill the same, and at the same time that

the top is thus treated the periphery of the |

disk is also given a coating of this same black

‘base.

| will just fit within the hole 2 of the ball.

Fig. 2 shows a ball
- with the number-disk embedded therein and

- FFig. 3 shows a
ceross-section of Kig. 2 on the line 3 3

and to the end that the thickness of

731,542

around the disk, except at the immediate
When the disk has thus been coated
with the black material, its diameter 1s uni-

| coating. is of uniform thickness entirely -

7io"'

form from top to bottom and is such that it

other words, the diameter of the disk from

top to bottom when coated with black, as

shown in Hig. 8, is the same as bhe'diameter

of the bottom of the disk when formed in
The disk thus
coated, as shown in Figs. 7 and 8, is then in-
I'serted in the depression 2 in the ball 1 or
{ formed up with the ball, as before described,

white, as shown in Fig. 6.

In
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and the entire ball (md_dlsk are ppefelably_ -
inclosed in rubber cups and subjected to heat

and pressure, preferably in the well-known
hydrostatic gun employed in -the manufae-
| ture of composition pool-balls.
‘been done, the body of the ball, the white ma-

This having

terial of the disk, and the black material for )

the number and the circle all become thor-
oughly united and form a hard homogeneous
mass which is readily turned in a lathe, and
when so turned the black portion 9, as shown

| in Fig. 3, is removed from the outer surface
of the disk and the white of the disk is ex-

posed. The black constituting the numeral
5, however, remains clearly exposed and sur-

90_-__

95

rounded by the white of the disk 4, while -
that portion of the black material which sur-

rounds the periphery of the white disk 1s ex-

‘posed at its outer surface and appears in the

form of the ring 10, Fig. 4.
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The white disks 4, with the numbers de- |

| pressed therein, can be struck out with great
| rapidity by suitable dies or maehines and
 may be then coated with the black composi-

tion by means of suitable dies or presses, this
step being also performed very rapidly, after
which it is the work of but a second to insert
the coated number-disk into the depressions
provided therefor in the ball, so that all of
the operations in connection with the num-
ber and ifs inclosing circle are cheaply and
rapidly performed.

While I have for the purpose of illustrat-
ing my invention shown a ball provided with
a single number-disk, it will of eourse be un-
derstood that the same process is applied 1n
making balls having two or the usual num-
ber of number dlSkS therein.

Having thus described my 1nvent10n what
I claim is--

1. Theprocessof ma,nufactuunﬂ'numbeled
game-balls, which consists in forming a num-
ber-disk of plastic material with a “number
depressed or formed therein in 1intaglio, coat-
ing said disk on its top and sides with com-

| position plastic material contrasting in color

with the material of the disk and of the ball,
embedding said disk in a ball of plastic com-
position and subjecting the ball and disk to
heat and pressure.

- 2. Theprocessof manufacturi ing numbered
came-balls, which consists in f01 ming the

plastlc eomposmon undel pressure, which | balls of composition material with a numbel
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hole or depression therein, forming a number-
disk with a number depressed therein in in-
taglio, coatingsaid disk with composition ma-
terial on its top and sides, said coating con-
trasting in color with the material of the disk
and of the ball, inserting said coated disk
into the hole or depression in the ball, and
subjecting the disk and ball to heat and pres-
sure.

. The process of manufacturing numbered
game- balls, which consists in forming the

- ball of plastic composition, said ball having

15

a number hole or depression therein, forming

a number-disk with its bottom of the same |
diameter as the hole or depression in the ball,

but with its top of slightly less diameter, said
disk having a number formed. or stamped

- therein in intaglio, coating the periphery of

- 20

sald disk with composition plastic material

sald material contrasting in color with the
disk and ball, the thickness of said coating

- being such as to make the entire disk of the

..25

same diameter as the base of the disk before
~ coating, impressing or otherwise filling the

intaglio number in the disk with plastic com-

Pposition material contrasting in- color with |

__th&t of the disk and ball, inserting the disk

thus coated in the hole or depression in the

ball, subjecting the ball and disk to heat and

pressure and then turning off the surface of 3o

the ball and disk whereby the number is dis-
closed on the surface of the ball surrounded

by a circle of uniform thickness.

4. The process of making numbered game-
balls which consists in coating a number-disk
of plastic material with plastic material con-
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‘trasting in color, embedding said coated disk

in a ball of plastic material, subjecting the

‘whole to heat and pressure and then turning

the ball to the desired size.

5. The process of making nu mbered Fame-

balls which eonsists in coating a number-disk

| of plastic material with plastic material con-

Ing witnesses.

]

trasting in color, embedding said coated disk

in a ball of plastic material, simultaneously
subjecting the whole to heat and pressure and
then turning the ball to the desired size.
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In testimony whereof I have signed this

specifiecation in the

ALONZO L. BURT.

Witnesses:
H. J. PALMER,
M. B. FoRbp.

presence of two subserib-
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