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THERMOFORMING UPPER PROCESS WITH 
REINFORCEMENT 

FIELD 

[0001] The present disclosure relates to an article of foot 
Wear and a method of manufacturing an article of footwear. 

BACKGROUND 

[0002] This section provides background information 
related to the present disclosure Which is not necessarily prior 
art. 

[0003] Conventional footWear typically includes an upper 
structure, a strobel, and an outsole structure that cooperate to 
support a foot during use. The strobel connects a medial side 
of the upper structure to a lateral side of the upper structure 
and cooperates With the upper structure to securely receive 
and position the foot relative to the outsole structure. The 
outsole structure is typically secured to a loWer portion of the 
strobel and generally betWeen the foot and a ground surface 
and attenuates reaction forces by absorbing energy as the 
footWear contacts the ground. 
[0004] Many of the processes for manufacturing conven 
tional footWear are labor intensive and/or require numerous 
steps. Furthermore, each of the subassemblies of an article of 
footWearian upper structure, strobel, and outsole struc 
tureiare often formed from separate and distinct processes 
With each employing a myriad of materials formed in numer 
ous and distinct manufacturing processes. 
[0005] The upper structure, for example, typically includes 
a series of different materials such as leather, plastic, nylon, 
and metal, each independently formed and joined to gether. In 
forming the leather portion, a blank of material is typically cut 
into the desired shape With the offal or scrap being discarded. 
The plastic pieces are typically molded in a separate manu 
facturing operation, as are the metal pieces such as eyelets, 
and are then separately and individually joined to the leather 
portion of the outsole structure. Because the leather compo 
nents, plastic components, and metal components are all 
formed from different materials and are each formed in sepa 
rate manufacturing processes, manufacturing a conventional 
upper structure requires an investment in tooling to form the 
individual components, and also requires subsequent assem 
bly of the individual components. The additional tooling and 
manufacturing processes required to form the upper structure 
add to the overall cost and complexity of the article of foot 
Wear. 

[0006] Once the upper structure is formed, the upper struc 
ture is typically attached to the strobel, Which is manufactured 
in a separate manufacturing process and, as such, requires 
dedicated manufacturing tooling speci?c to formation of the 
material of the strobel. The strobel is subsequently attached to 
the upper structure by Way of stitching and/ or epoxy, thereby 
increasing the overall cost and complexity of the article of 
footWear. 

[0007] Formation of the upper structure, strobel, and out 
sole structure necessarily generates offal or scrap. For 
example, forming the leather portion of the upper structure 
from a blank of leather material (i.e., a sheet of leather mate 
rial) results in the material not used in forming the upper 
structure being discarded and, thus, Wasted. LikeWise, in 
manufacturing the strobel, forming the different layers of the 
strobel from different sheets of materials likeWise results in 
Waste When the strobel is trimmed into a desired shape. The 
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offal or scrap generated during formation of the upper struc 
ture, strobel, and outsole structure is typically discarded or 
recycled but, nonetheless, adds to the overall cost of manu 
facturing the upper structure, strobel, and outsole structure 
and, as such, adds to the overall cost and complexity associ 
ated With manufacturing the article of footWear. 

SUMMARY 

[0008] This section provides a general summary of the 
disclosure, and is not a comprehensive disclosure of its full 
scope or all of its features. 
[0009] An article of footWear is provided and includes an 
upper having a medial side and a lateral side simultaneously 
formed from a single sheet of material in a thermoforming 
mold. The medial side and lateral side are joined to each other 
such that a joint betWeen the medial side and the lateral side 
extends continuously from a heel portion of the upper to a toe 
portion of the upper. 
[0010] An upper for an article of footWear includes a 
medial portion having a ?rst heel portion, a ?rst bottom por 
tion, and a ?rst toe portion formed from a sheet of material in 
a thermoforming mold. The upper further includes a lateral 
portion having a second heel portion, a second bottom por 
tion, and a second toe portion formed from the sheet of 
material in the thermoforming mold. The lateral portion is 
joined to the medial portion to attach the ?rst heel portion to 
the second heel portion, to join the ?rst bottom portion to the 
second bottom portion, and to join the ?rst toe portion to the 
second toe portion. 
[0011] A method of manufacturing an upper for an article 
of footWear is provided and includes providing a sheet of 
material, forming the sheet into a medial portion of the upper 
in a thermoforming mold, and forming the sheet into a lateral 
portion of the upper in a thermoforming mold. The method 
further includes separating the medial portion from the sheet, 
separating the lateral portion from the sheet, and attaching the 
medial portion to the lateral portion along a joint extending 
from a heel portion to a toe portion of the attached medial and 
lateral portions. 
[0012] Further areas of applicability Will become apparent 
from the description provided herein. The description and 
speci?c examples in this summary are intended for purposes 
of illustration only and are not intended to limit the scope of 
the present disclosure. 

DRAWINGS 

[0013] The draWings described herein are for illustrative 
purposes only of selected embodiments and not all possible 
implementations, and are not intended to limit the scope of 
the present disclosure. 
[0014] FIG. 1 is a perspective vieW of an article of footWear 
according to the principles of the present disclosure; 
[0015] FIG. 2 is an exploded vieW of the article of footWear 
of FIG. 1; 
[0016] FIG. 3 is an exploded vieW of a multi-layer sheet 
according to the principles of the present disclosure for use in 
forming a portion of an article of footWear; 
[0017] FIG. 4 is a perspective vieW of a mold according to 
the principles of the present disclosure for forming a portion 
ofthe article of footWear of FIG. 1; 
[0018] FIG. 5 is a perspective vieW of an upper and tongue 
formed from the sheet of FIG. 3 in the mold of FIG. 4; 
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[0019] FIG. 6 is a perspective vieW of the tongue and 
medial and lateral portions of the upper separated from the 
sheet of FIG. 5; 
[0020] FIG. 7A is a ?rst perspective vieW of an upper of the 
article of footWear of FIG. 1 according to the principles of the 
present disclosure; 
[0021] FIG. 7B is a second perspective vieW of the upper of 
the article of footWear of FIG. 1 according to the principles of 
the present disclosure; 
[0022] FIG. 7C is a third perspective vieW of the upper of 
the article of footWear of FIG. 1 according to the principles of 
the present disclosure; 
[0023] FIG. 8 is an exploded vieW of a sock liner for use 
With an article of footWear according to the principles of the 
present disclosure; 
[0024] FIG. 9 is a perspective vieW of the article of foot 
Wear of FIG. 1 including an outsole according to the prin 
ciples of the present disclosure; and 
[0025] FIG. 10 is a perspective vieW of the article of foot 
Wear of FIG. 1 including an outsole according to the prin 
ciples of the present disclosure. 
[0026] Corresponding reference numerals indicate corre 
sponding parts throughout the several vieWs of the draWings. 

DETAILED DESCRIPTION 

[0027] Example embodiments Will noW be described more 
fully With reference to the accompanying draWings. 
[0028] Example embodiments are provided so that this dis 
closure Will be thorough, and Will fully convey the scope to 
those Who are skilled in the art. Numerous speci?c details are 
set forth such as examples of speci?c components, devices, 
and methods, to provide a thorough understanding of embodi 
ments of the present disclosure. It Will be apparent to those 
skilled in the art that speci?c details need not be employed, 
that example embodiments may be embodied in many differ 
ent forms and that neither should be construed to limit the 
scope of the disclosure. In some example embodiments, Well 
knoWn processes, Well-knoWn device structures, and Well 
knoWn technologies are not described in detail. 
[0029] The terminology used herein is for the purpose of 
describing particular example embodiments only and is not 
intended to be limiting. As used herein, the singular forms 
“a,” “an,” and “the” may be intended to include the plural 
forms as Well, unless the context clearly indicates otherWise. 
The terms “comprises,” “comprising,” “including,” and “hav 
ing,” are inclusive and therefore specify the presence of stated 
features, integers, steps, operations, elements, and/or compo 
nents, but do not preclude the presence or addition of one or 
more other features, integers, steps, operations, elements, 
components, and/or groups thereof. The method steps, pro 
cesses, and operations described herein are not to be con 
strued as necessarily requiring their performance in the par 
ticular order discussed or illustrated, unless speci?cally 
identi?ed as an order of performance. It is also to be under 
stood that additional or alternative steps may be employed. 
[0030] When an element or layer is referred to as being 
“on,” “engaged to,” “connected to” or “coupled to” another 
element or layer, it may be directly on, engaged, connected or 
coupled to the other element or layer, or intervening elements 
or layers may be present. In contrast, When an element is 
referred to as being “directly on,” “directly engaged to,” 
“directly connected to” or “directly coupled to” another ele 
ment or layer, there may be no intervening elements or layers 
present. Other Words used to describe the relationship 
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betWeen elements should be interpreted in a like fashion (e. g., 
“betWeen” versus “directly betWeen,” “adjacent” versus 
“directly adjacent,” etc.). As used herein, the term “and/or” 
includes any and all combinations of one or more of the 
associated listed items. 

[0031] Although the terms ?rst, second, third, etc. may be 
used herein to describe various elements, components, 
regions, layers and/or sections, these elements, components, 
regions, layers and/or sections should not be limited by these 
terms. These terms may be only used to distinguish one ele 
ment, component, region, layer or section from another 
region, layer or section. Terms such as “?rst,” “second,” and 
other numerical terms When used herein do not imply a 
sequence or order unless clearly indicated by the context. 
Thus, a ?rst element, component, region, layer or section 
discussed beloW could be termed a second element, compo 
nent, region, layer or section Without departing from the 
teachings of the example embodiments. 
[0032] With reference to FIGS. 1 and 2, an article of foot 
Wear 10 is provided and includes an upper 12 and an outsole 
14. The upper 12 receives a user’s foot and cooperates With 
the outsole 14 to provide support and cushioning to the user’s 
foot during use. 

[0033] The upper 12 includes a medial portion 16, a lateral 
portion 18, and a tongue 20. The medial and lateral portions 
16, 18 cooperate to de?ne a generally holloW shell having an 
opening 19 through Which the user’s foot is inserted for use. 
The medial portion 16 includes a ?rst side portion 22, a ?rst 
toe portion 24, a ?rst heel portion 26, and a ?rst bottom 
portion 28. The lateral portion 18 includes a second side 
portion 30, a second toe portion 32, a second heel portion 34, 
and a second bottom portion 36. 

[0034] The tongue 20 is attached to the medial and lateral 
portions 16, 18. Laces 38 engaging the medial and lateral 
portions 16, 18 can draW the medial and lateral portions 16, 18 
toWards each other to secure the user’s foot Within the upper 
12. The tongue 20 improves the overall aesthetics of the 
article of footWear 10 and protects the user’s foot by prevent 
ing the laces 38 from rubbing against a dorsal portion of the 
user’s foot during use. In one con?guration, the tongue 20 
includes reinforcements 39 to provide additional support and 
protection for the user’s foot. 
[0035] An optional sock liner 40 may be disposed Within 
the upper 12 and may provide additional cushioning and 
shock absorption to the user’s foot during use. The sock liner 
40 may include a structural layer 42 and a cushioning layer 
44. The structural layer 42 is relatively rigid and may be 
formed from a hard polymeric material. The cushioning layer 
44 is relatively soft and is formed from a compliant foam or 
other polymeric material that cushions and/or directs mois 
ture aWay from the foot. The sock liner 40 is adhesively 
bonded, stitched, or otherWise suitably attached to the ?rst 
and second sole portions 28, 36. 
[0036] An optional collar 46 may be disposed on a rim of 
the opening 19 of the upper 12 to reinforce the opening 19. 
The collar 46 is a generally U-shaped member formed from a 
rigid polymeric material. The collar 46 improves the overall 
aesthetics of the article of footWear 10 and provides support 
for the user’s ankle during use. A cushioning material such as 
foam (not shoWn) may be disposed along an inner portion of 
the collar 46 to provide additional comfort during use. The 
collar 46 is adhesively bonded or otherWise suitably attached 
to the rim of the opening 19. 
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[0037] An optional toe cover 48 may be disposed over a 
joint between the ?rst and second toe portions 24, 32 of the 
upper 12 and may be formed from a generally rigid polymeric 
material. The toe cover 48 improves the aesthetics of the 
article of footWear 10 and provides protection for the phalan 
ges and metatarsals of the user’s foot during use. The toe 
cover 48 is adhesively bonded or otherWise suitably ?xed to 
the ?rst and second toe portions 24, 32 and generally covers a 
junction of the medial and lateral portions 16, 18. 
[0038] The outsole 14 includes a plate 50 and an integrated 
heel counter 52. The plate 50 is formed from a rigid material 
relative to the ?rst and second bottom portions 28, 36 to 
provide the article of footWear 10 With support. While the 
plate 50 is described as being rigid, the plate 50 is suf?ciently 
?exible to alloW a user to comfortably Walk, run and agilely 
maneuver during use. The plate 50 can be adhered directly to 
the ?rst and second sole portions 28, 36 of the upper 12. 
Alternatively, a midsole (not shoWn) canbe disposed betWeen 
the plate 50 and the ?rst and second sole portions 28, 36 of the 
upper 12. In the particular con?guration illustrated in FIG. 2, 
the plate 50 includes a plurality of cutouts 54 that reduce the 
overall Weight of the article of footWear 10, improve the 
?exibility of the outsole 14, and improve the aesthetics of the 
article of footWear 10. 

[0039] The plate 50 may also include a plurality of inte 
grally formed cleats 56. The cleats 56 are shaped, siZed and 
arranged to optimiZe grip and traction betWeen the user’s foot 
and a turf or dirt surface during use for a given application or 
sport during Which the article of footwear 10 is intended to be 
Worn. In other con?gurations, the plate 50 may include a tread 
pattern 58 instead of the cleats 56 (FIG. 10). The plate 50 may 
include the tread pattern 58, Which may be optimiZed for 
other applications such as running, Walking, and cross-train 
ing, for example. In still other con?gurations, the plate 50 
may include other protrusions, spikes, contours and/or other 
features in addition to or in place of the cleats 56 and/or tread 
pattern 58. Such protrusions, spikes, contours and/ or features 
may optimiZe grip and traction betWeen the user’s foot and the 
ground or ?oor for a given application, thereby improving the 
user’s performance. In any of the foregoing con?gurations, 
the cleats 56 tread pattern 58, protrusions, spikes, contours, 
and/ or other features may be integrally formed With the plate 
50 during formation of the plate 50. FolloWing formation of 
the plate 50, the plate 50 may be attached to a bottom portion 
of the joined medial and lateral portions 16, 18, as Will be 
described beloW. 

[0040] The heel counter 52 is integrally formed With the 
plate 50 and includes a plurality of transverse structural mem 
bers 60 and one or more vertical structural members 62 that 
cooperate to provide rigidity and support for the user’s heel. 
While the heel counter 52 is described as being integrally 
formed With the plate 50, the heel counter 52 could be a 
separate component apart from the outsole 14 and could be 
molded into the upper 12 or inserted betWeen a rear portion of 
the upper 12 and an interior liner (not shoWn) of the upper 12. 
[0041] With reference to FIGS. 1-10, a method of manu 
facturing the article of footWear 10 Will be described. The 
upper 12 and tongue 20 are formed from a single sheet of 
material 102 (FIG. 3), thereby reducing Wasted material. The 
sheet of material 102 may include one or more layers 104 of 
a material or a plurality of materials. Such material or mate 
rials may be selected to provide support and protection for the 
user’s foot, While also providing ventilation for cooling the 
foot and removing perspiration. The sheet of material 102 
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may include localiZed reinforcements 106 that are siZed, 
shaped, and positioned to provide additional support and/or 
protection for predetermined portions of the user’s foot (e. g., 
the calcaneous, metatarsals, phalanges, and/or cuneiforrns) 
When the sheet of material 102 is formed into the upper 12. 
The localiZed reinforcements 106 may be areas of increased 
thickness in the sheet of material 102 and/or may include 
additional layers of rigid materials disposed on or betWeen 
the layers 104 of the sheet of material 102. 

[0042] The sheet of material 102 is thermoforrned in a mold 
110 having a ?rst portion 111 and a second portion 113 (FIG. 
4) that cooperate to simultaneously form the shapes of the 
medial portion 16, the lateral portion 18, and the tongue 20 
(FIG. 5). During the therrnoforming process, the ?rst side 
portion 22, ?rst toe portion 24, ?rst heel portion 26, and ?rst 
bottom portion 28 of the medial portion 16, as Well as the 
second side portion 30, second toe portion 32, second heel 
portion 34, and second bottom portion 36 of the lateral por 
tion 18 are formed simultaneously in the mold 110 generally 
betWeen the ?rst portion 111 and the second portion 113. The 
mold 110 illustrated in FIG. 4 is con?gured to form the upper 
12 for the article of footWear 10 having a predetermined siZe 
and corresponding to the user’s right foot. A second mold (not 
shoWn) is con?gured to form an upper for an article of foot 
Wear having the predetermined siZe and corresponding to the 
user’s left foot. 

[0043] The molds 110 may be formed in a variety of pre 
determined siZes to form uppers corresponding to a variety of 
users’ foot siZes, including children’s siZes and/or adults’ 
siZes. Accordingly, a facility for manufacturing the upper 12 
of the present disclosure may be equipped With a plurality of 
molds 110, each corresponding to one of a plurality of pre 
determined siZes. 

[0044] After being formed from the sheet of material 102, 
the medial portion 16, lateral portion 18, and tongue 20 are 
separated from the sheet of material 102, as shoWn in FIG. 6. 
The medial portion 16, lateral portion 18, and tongue 20 may 
be separated from the sheet of material 102 and from each 
other via a laser cutting process, for example, or via any other 
automated or manual cutting process. Flash or scrap material 
112 may be discarded or recycled. Because the tongue 20 is 
formed from the same sheet of material 102 as the medial 
portion 16 and the lateral portion 18, the method of manufac 
turing the article of footWear 10 disclosed herein reduces the 
amount of scrap material. Speci?cally, because the area of the 
sheet of material 102 disposed betWeen the medial portion 16 
and the lateral portion 18 is not used in forming the medial 
portion 16 or the lateral portion 18, this material is Wasted and 
must either be discarded or recycled. Forming the tongue 20 
in this region betWeen the medial portion 16 and lateral por 
tion 18 reduces the amount of material that must be discarded 
or recycled and, as such, reduces the overall cost and com 
plexity associated With manufacturing the article of footWear 
10. 

[0045] After the medial portion 16 and the lateral portion 
18 are separated from the sheet of material 102 and from each 
other, the medial and lateral portions 16, 18 are joined 
together to form the upper 12 including a unitary toe portion 
114, a unitary heel portion 116, and a unitary bottom portion 
118, as shoWn in FIGS. 7A-7C. The medial portion 16 and 
lateral portion 18 are fastened directly to each other at a joint 
120 disposed betWeen the medial portion 16 and the lateral 
portion 18. 
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[0046] The medial portion 16 and the lateral portion 18 may 
be attached to one another at the joint 120 by stitching, high 
frequency Welding, and/or adhesively bonding the medial 
portion 16 directly to the lateral portion 18. Such stitching, 
high-frequency Welding, and/or adhesive may extend along 
the entire joint 120 or, alternatively, may be selectively 
applied at discrete locations along the joint 120. 
[0047] The joint 120 extends continuously from a top por 
tion of the heel portion 116 and across the bottom portion 118 
and the toe portion 114. In this manner, the ?rst and second 
toe portions 24, 32 form the unitary toe portion 114, the ?rst 
and second heel portions 26, 34 form the unitary heel portion 
116, and the ?rst and second bottom portions 28, 36 form the 
unitary bottom portion 118, as shoWn in FIGS. 7A-7C. 
Because the medial and lateral portions 16, 18 include ?rst 
and second bottom portions 28, 36 that are joined together to 
form the unitary bottom portion 118, the article of footWear 
10 can be manufactured Without a strobel. 

[0048] The tongue 20 is stitched, high-frequency Welded, 
and/ or adhesively bonded to the medial and lateral portions 
1 6, 18. The tongue 20 may be secured to the medial and lateral 
portions 16, 18 before, during, or after the medial and lateral 
portions 16, 18 are secured to each other. 
[0049] The structural layer 42 and cushioning layer 44 of 
the optional sock liner 40 may be molded, laser cut, or oth 
erWise formed from corresponding sheets or blanks of mate 
rial (not shoWn). The structural layer 42 and cushioning layer 
44 may be stitched, adhesively bonded, and/ or high-fre 
quency Welded together to form the sock liner 40. The sock 
liner 40 can be formed before, during, or after molding the 
upper 12. Optionally, the sock liner 40 may be inserted into 
the upper 12 and may be stitched, adhesively bonded, and/or 
high-frequency Welded on an inner side of the bottom portion 
118 of the upper 12. 
[0050] After the upper 12 is formed by securing the medial 
portion 16 and lateral portion 18 to each other, the outsole 14 
may be over-injected or injection molded directly onto the 
upper 12. The plate 50 may be formed directly on an outer 
side of the bottom portion 118 such that the heel counter 52 is 
simultaneously formed directly on the heel portion 116. A 
single mold (not shoWn) is used to substantially simulta 
neously form the plate 50, the heel counter 52, and, option 
ally, the cleats 56 or tread pattern 58. 

[0051] In some embodiments, a midsole (not shoWn) may 
be disposed betWeen the bottom portion 118 of the upper 12 
and the outsole 14 to provide the article of footWear 10 With 
a layer of shock-absorbing material. The midsole may be 
directly attached to the bottom portion 118 of the upper 12 via 
a suitable adhesive and may likeWise be attached to the plate 
50 by a suitable adhesive. 
[0052] The heel counter 52 is formed onto the upper 12 
separately from the plate 50 and may be attached to the upper 
12 by an adhesive. The heel counter 52 could alternatively be 
disposed betWeen layers 104 of the sheet of material 102 and 
may be formed simultaneously With the medial and lateral 
portions 16, 18 in the mold 110. For example, the localiZed 
reinforcements 106 may be inserted into the sheet of material 
102 and/or mold 110 in a region of the heel such that When the 
medial portion 16 and the lateral portion 18 are formed in the 
mold 110, respective halves or portions of the heel counter 52 
are likeWise formed. When the medial portion 16 and the 
lateral portion 18 are joined, the halves of the heel counter 52 
formed from the localiZed reinforcements 106 are likeWise 
joined and cooperate to form the heel counter 52. 
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[0053] The collar 46 and/or toe cover 48 are separately 
injection molded or otherWise molded, machined, or formed. 
After the medial portion 16 and lateral portion 18 are secured 
together, the collar 46 and/or toe cover 48 are attached to the 
upper 12. The collar 46 is attached to the upper 12 at a rim of 
the opening 19 (FIG. 1) via adhesive bonding, stitching, and/ 
or high-frequency Welding, for example. The toe cover 48 is 
disposed over the joint 120 on the toe portion 114 of the upper 
12 and attached thereto via adhesive bonding, stitching, and/ 
or high-frequency Welding, for example. In another con?gu 
ration, the collar 46 and/or toe cover 48 are over-injected onto 
the upper 12 in a similar fashion as the process described 
above, Whereby the outsole 14 is over-inj ected onto the upper 
12. The collar 46 and/or toe cover 48 may be formed inte 
grally With the medial and lateral portions 16, 18 in the mold 
110 by placing localiZed reinforcements 106 in an area 
around the collar 46 and/or toe cover 48 such that When the 
medial and lateral portions 16, 18 are joined, the localiZed 
reinforcements 106 are likeWise joined and form the opening 
19 and/or toe cover 48. 

[0054] Regardless of hoW the collar 46, toe cover 48, and 
heel counter 52 are formed, providing the collar 46, toe cover 
48, and heel counter 52 With a material of increased rigidity 
and/or thickness may be advantageous depending on the par 
ticular application of the article of footWear 10. For example, 
if the article of footWear 10 is designed for use in a sport such 
as soccer, increasing the thickness and/or rigidity of the toe 
cover 48 aids in applying a force and striking a ball. HoWever, 
if the article of footWear 10 is designed for use in a sport such 
as running or jogging, providing the article of footWear 10 
With a relatively rigid collar 46, toe cover 48, or heel counter 
52 provides little to no bene?t to the user during the intended 
activity. In such a con?guration, the sheet of material 102 may 
not include localiZed reinforcements 106 but, rather, may 
include a generally uniform thickness. 
[0055] The foregoing description of the embodiments has 
been provided for purposes of illustration and description. It 
is not intended to be exhaustive or to limit the invention. 
Individual elements or features of a particular embodiment 
are generally not limited to that particular embodiment, but, 
Where applicable, are interchangeable and can be used in a 
selected embodiment, even if not speci?cally shoWn or 
described. The same may also be varied in many Ways. Such 
variations are not to be regarded as a departure from the 
invention, and all such modi?cations are intended to be 
included Within the scope of the invention. 

What is claimed is: 
1. An article of footWear comprising: 
an upper including a medial side and a lateral side simul 

taneously formed from a single sheet of material in a 
therrnoforrning mold and joined to each other such that 
a joint betWeen said medial side and said lateral side 
extends continuously from a heel portion of saidupper to 
a toe portion of said upper. 

2. The article of footWear according to claim 1, further 
comprising a tongue connected to said upper and formed 
simultaneously With said medial and lateral sides from said 
single sheet of material. 

3. The article of footWear according to claim 1, further 
comprising an outsole disposed on a bottom portion of said 
upper. 

4. The article of footWear according to claim 3, Wherein 
said outsole is over-injected directly onto said upper. 
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5. The article of footwear according to claim 3, wherein 
said outsole includes a tread pattern or a plurality of integrally 
formed cleats. 

6. The article of footwear according to claim 3, further 
comprising a counter integrally formed with said outsole. 

7. The article of footwear according to claim 1, further 
comprising a toe cover disposed over a portion of said joint. 

8. The article of footwear according to claim 1, wherein 
said sheet of material includes at least one localiZed thick spot 
operable to form an area of increased strength on said upper. 

9. The article of footwear according to claim 1, wherein 
said area of increased strength is at least one of a heel counter 
and a toe counter. 

10. The article of footwear according to claim 1, further 
comprising at least one reinforcement member molded into at 
least one of said medial side and said lateral side. 

11. The article of footwear according to claim 1, wherein 
said joint between said medial and lateral sides is formed by 
at least one of stitching, high-frequency welding, and adhe 
sive bonding. 

12. An upper for an article of footwear, the upper compris 
ing: 

a medial portion including a ?rst heel portion, a ?rst bottom 
portion, and a ?rst toe portion formed from a sheet of 
material in a thermoforming mold; and 

a lateral portion including a second heel portion, a second 
bottom portion, and a second toe portion formed from 
said sheet of material in said thermoforming mold, said 
lateral portion joined to said medial portion to attach 
said ?rst heel portion to said second heel portion, said 
?rst bottom portion to said second bottom portion, and 
said ?rst toe portion to said second toe portion. 

13. The upper according to claim 12, wherein said medial 
portion is attached to said lateral portion along a continuous 
joint extending from a joint between said ?rst and second heel 
portions, along a joint between said ?rst and second bottom 
portions, and to a joint between said ?rst and second toe 
portions. 

14. The upper according to claim 13, wherein said continu 
ous joint is formed by at least one of stitching, high-frequency 
welding, and adhesive bonding. 

15. The upper according tot claim 14, further comprising a 
tongue formed simultaneously from said sheet of material. 

16. The upper according to claim 12, further comprising an 
outsole over-injected directly onto said ?rst bottom portion 
and said second bottom portion. 

17. The upper according to claim 16, wherein said outsole 
includes a tread pattern or a plurality of integrally formed 
cleats. 
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18. The upper according to claim 16, further comprising a 
counter integrally formed with said outsole. 

19. The upper according to claim 12, further comprising 
integrally formed counter halves respectively formed with 
said medial portion and said lateral portion. 

20. The upper according to claim 12, further comprising at 
least one reinforcement member molded into at least one of 
said medial portion and said lateral portion. 

21. A method of manufacturing an upper for an article of 
footwear, the method comprising: 

providing a sheet of material; 
forming said sheet into a medial portion of the upper in a 

thermoforming mold; 
forming said sheet into a lateral portion of the upper in a 

thermoforming mold; 
separating said medial portion from said sheet; 
separating said lateral portion from said sheet; and 
attaching said medial portion to said lateral portion along a 

joint extending from a heel portion to a toe portion of 
said attached medial and lateral portions. 

22. The method of claim 21, wherein said forming steps are 
performed in the same mold. 

23. The method of claim 21, wherein said separating 
includes laser cutting said medial portion and said lateral 
portion from said sheet. 

24. The method of claim 21, wherein said joining includes 
at least one of stitching, high-frequency welding, and adhe 
sively bonding. 

25. The method of claim 21, wherein said joining includes 
forming a continuous joint between said medial portion and 
said lateral portion extending from said heel portion to said 
toe portion. 

26. The method of claim 21, further comprising forming an 
outsole over a bottom portion of said j oined medial and lateral 
portions. 

27. The method of claim 26, wherein said forming said 
outsole includes over-injecting said outsole onto said joined 
medial and lateral portions. 

28. The method of claim 21, further comprising forming a 
reinforced heel counter on said medial and lateral portions. 

29. The method of claim 28, wherein ?rst and second 
portions of said reinforced heel counter are formed simulta 
neously with said medial and lateral portions. 

30. The method of claim 21, further comprising position 
ing a sock liner within said joined medial and lateral portions. 

* * * * * 


