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This invention relates to shoes and to the 
manufacture of shoes and more particularly 
to the construction of shoe bottom parts by 
which they may be readily positioned in jigged 
relation to each other and to the last upon which 
they are assembled during the making of the 
shoe. 

It is a matter of the utmost importance, in the 
manufacture of shoes and especially of the bet 
ter grades of shoes, that the insole be positioned 
upon the last bottom in proper relation thereto 
and in such a manner as to obviate the possi 
bility of the insole being shifted on the last, 
either intentionally or otherwise, for the reason 
that various operations such as toe lasting, side 
lasting, pulling-over, sewing and edge-trimming, 
are facilitated through proper positioning of the 
insole or of the outsole. Conversely, any malpo 
sitioning of the insole, either accidentally or 
through direct intervention of one of the oper 
ators on the shoe, is certain to render some or 
all of the subsequent operations much more 
difficult, it being not infrequently the case that 
the shoe, as a result of such displacement of 
the insole, is badly formed and has to be exten 
sively cobbled or even disassembled and relasted. 
It is important also that the outsole be accur 
ately located with respect to the insole and the 
upper, since such locating of the outsole facili 
tates such operations as outsole stitching, stitch 
indenting and edge setting. 

It is an object of the invention to provide an 
improved shoe construction, and more particu 
larly new sole units, which will expedite the 
assembly of shoe bottom parts in proper relation ;_: 
to each other. 

It is another object of this invention to locate 
an insole on a last in such manner that it will 
not be displaced, also to facilitate the position 
ing of an outsole in predetermined relation to 
the insole and to the last, thereby insuring the' 
assembly of these and other shoe bottom parts, 
such as the shank stiffener, in proper relation 
ship to each other. 

It is an important feature of the invention 
that an insole and an outsole are provided with 
interacting jig holes and jig pins for locating 
the outsole in jigged relation to the insole 
and to the last, the jigging elements in the in 
sole being spaced inwardly with respect to the 1 
area to be engaged by the lasting margin of an 
upper when said parts are embodied in a shoe. 
The provision of insoles and outsoles of this con 
struction facilitates greatly the operations of 
assembling and securing both soles to each other 
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and to the upper, all in proper relation to each 
other. 
In a preferred construction, ‘an outsole mem 

ber is provided with two or more jig pins in its 
central forepart and a jig pin or jig hole in its 
heel seat end for cooperation with an equal 
number of jig holes in the forepart of an insole 
and with corresponding jigging means in the 
heel seat end of the latter. Conveniently the 
jig pins on the outsole are carried by a plate 
of metal or of a plastic or other suitable mate 
rial secured to the attaching or ?esh surface 
of the outsole. If desired, this plate may extend 
from the forepart through the shank and into 
the vheel seat end of the outsole, in which case a 
shank stiffener may be applied upon the shank 
portion of the plate and located thereon with 
reference to a scale carried by the exposed sur 
face of said plate. The assembly of these parts, 
may be carried a step further by placing a ?ller 
member over the jig pins at the forepart of the 
plate and then subjecting the assembled outsole, 
plate, filler and shank stiffener while adhesive 
1v secured to each other to a molding operation. 
thereby providing an outsole unit having jig 
pins, including a jig pin or a jig hole at its heel 
seat end, so that this unit may be readily as 
sembled with respect to an insole on the last. 
The invention contemplates also the provision 

of a jig plate unit including a ?exible jig pin 
plate of the type described above as extending 
to the heel seat end of the sole members and 
having a scale to facilitate positioning of a shank 
stiffener thereon, the plate and the stiffener 
being bonded together and molded to make a 
unit which may be provided in quantity in lots 
of a range of sizes. Since the shank stiffener 
when applied serves to point out on the scale the 
size of the unit, the latter maybe readily se 
lected for application to a sole member of the 
corresponding size. ‘ 

According to a preferred method of manufac 
turing a shoe, a last bottom is provided with a 
plurality of spring supported and depressible 
jig pins of a length to project into but not com~ 
pletely through corresponding jig holes in an 
insole whereby the latter may be located in 
jigged relation to the last bottom. In this case, 
an outsole is provided on its attaching or ?esh 
surface with jig pins so located as to be insert 
able into the jig holes of the insole to locate 
the outsole on said insole, said. jig pins being 
of a length to depress the jig pins of the last 
to the level of the last bottom, thereby facili 
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tating subsequent removal of the shoe from 
the last. 
These and other important features and char 

acteristics of the invention, together with novel 
combinations of parts, will now be described in 
detail in the speci?cation and then pointed out 
more particularly in the appended claims. 

In the drawings, , , 

Fig. 1 is a perspective view of a sole blank com 
monly referred to as a block sole; 

Fig. 2 is a similar view of‘ a pattern showing 
the shape to which the block sole of Fig. 1 is cut 
in the machine of Fig. 3; ' ‘ i 

Fig. 3 is a somewhat diagrammaticview of 
the Work holding parts of a sole rounding ma 
chine; I v 

Fig. 4 is a perspective view partly in section 
of a plate provided with jig pins; ’ 

Fig. 5 is a similar view of a smaller plate carry 
ing one jig pin; 

Fig. 6 is a perspective view of a shoe sole with 
the jig plates of Figs. 4 and 5 located in proper. 
position on the sole; 

Fig. '7 is a perspective view of an insole and 
an upper assembled on a last; 

' Fig. 8 is a detail view showing portions of a 
last, an insole, and an outsole together with a 
jig pin plate, all sectioned, to show the relation 
ship of the jig pin to the insole and to the last; 

Fig. 9 is a plan view of an outsole with a dif 
ferent form of jig pin plate; 7 

Fig. 10 is a. perspective view of a molded outsole 
unit comprising the plate shown in Fig. 9 to 
gether with a shank piece and .?ller member 
assembled with an outsole and then bonded and 
molded together; , 

Fig. 11 is a perspective view of an outsole pro 
vided with jig holes, a portion in section to show 
that the jig holes extend part way only through 
the thickness of the sole; 

Fig. 12 is a perspective view of an upper and 
an insole assembled on a last, the insole being 
provided with jig pin plates in the forepart and 
heel seat ends thereof; 

Fig. 13 is a view in side elevation and partly 
in section of an upper and an, insole assembled 
on a last by means of depressible jig pins car 
ried by the last, a shank piece and an outsole 
unit being also shown in spaced relation to the 
insole on the last; and 

Fig. 14 is a side view, partly in section, of an 
upper, an insole, and an outsole unit all as 
sembled on a last clamped against the pad of an 
outsole laying machine. 
While various methods may obviously be em 

ployed in the manufacture ofv an outsole 20 (Fig. 
6) to provide the latter with jigging means, such 
as jig pins andjig holes or depressions, this ob 
ject may be conveniently accomplished at the 
time a sole is cut from a sole blank or block 
sole 22 (Fig. 1) in a sole rounding machine (Fig. 
3) by providing one of the patterns 24 (Fig. 2) 
of such machine with conical projections 26 so 
that when a sole blank 22 is clamped between 
the pattern member 24 and a cooperating clamp; 
ing member 28, the projecting conical portions 26 
of metal members 30 (Fig. 3) will produce cor 
responding conically shaped depressions in the 
adjacent surface of the sole 20, one of these de 
pressions being shown at 3| in Fig. 8. It follows 
that each and every sole which is rounded in the 
machine shown in Fig. 3 with the aid of the pat 
tern 24 will be provided on its flesh or attaching 
surface with jigging depressions which will serve 
to locate, in properly jigged relation thereon, a 
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jig pin plate or plates such as those shown at 
32 and 34 in Figs. 4, 5 and 6, these plates 32 and 
34 serving to position jig pins 36 in proper rela— 
tion to the forepart portion and the heel seat 
portion of the outsole, it being understood in 
this connection that the plates 32 and 34 are 
provided with conically shaped jigging projec 
tions 35 (Figs. 4 and 5) receivable in the jigging 
depressions formed in the outsole by the conical 
projections 26 of the pattern member 24. The 
plates 32 and 34 are preferably bonded to the 
outsole 20 by a suitable adhesive. A conically 
shapedjigging projection on the under surface 
of the, plate 32 is shown in the sectional view of 
portionsof the outsole 20, an insole 31, and the 
jig plate.32 in Figs. 8 and 13 of the drawings. 
Fig. 8 also shows a jig pin 36 extending upwardly 
from the plate 32 into a jig hole or opening in 
the insole 31. 

Assuming that the outsole member shown in 
Fig. 6=is of the proper size, it may be readily 
assembled with respect to the insole 31 on last 
40 (Fig. '7) by engaging jig pins 36 on the plate 
32 with jig holes 42 in the forepart of the insole 
and jig pin 36 on plate 34 with a slot 44 in the 
heel seat end of said insole 31, it being under 
stood in this connection that the jig pins 36 
on the plate 32 locate the forward end of the out 
sole both laterally and longitudinally with re 
spect to the forepart of the insole 3‘! and. that 
the jig pin 36 On plate 34 locates the heel seat 
end of the outsole transversely with respect to 
the heel seat end of the insole by engagement 
with the-slot 44 in the latter, a slot being used 
in place of a round hole in order that the sole 
may be readily positioned on the insole despite 
the fact that it does not necessarily conform 
thereto especially in the shank portions of the 
insole." The slot 44 is, therefore, necessary to 
permit a certain amount of adjustment of the 
rear end of the outsole with respect to the cor 
responding parts of the insole in the preliminaries 
of positioning and attaching the outsole. 
In place of the two plates 32 and 34 provided 

with outsole 20 in Fig. 6, an alternative con 
struction shown in Figs. 9 and 10 possesses cer 
tain advantages. Here a ?exible plate 50 for an 
outsole member 5| is provided with jig pins 52 in 
the- forepart and jig pin 53 in the rear end there 
of, and is extended to provide a shank portion 
54 and a heel seat portion 56 which latter carries 
the jig‘ pin 53. In this construction, the plate 50 
may be provided with scale marks 58 to assist 
in locating the forward end of a metal shank 

1 stiffener 59 according to the size and style of 
the shoe in which this outsole unit will be em 
ployed, it being understood in this connection 
that the rear or heel end of the sole shown in 
Figs. '9 and 10 is not completed or shaped for 
one size only but that such sole member 5i may 
be utilized for sizes ranging between 3 and 9. 
In this case, the ?nal shaping of the heel end 
of the sole takes place after the sole is attached 
to the shoe. If desired, the rear end of the shank 
stiffener 59 may be bifurcated to engage the jig 

' pin 53 at the heel seat end 56 of the jig plate to 
locate said shank stiffener in proper relation 
transversely of the outsole 5|. A ?ller member 
60 may be positioned upon the jig pins 52 at the 
forward part of the plate 5|] to ?ll in the space 
on the forepart of the insole inside the lines of 
the inturned upper. When outsole member 5|, 
plate 50, shank sti?‘ener 59, and ?ller 66 have 
been assembled with the aid of a bonding or 
adhesive material, as just described, they may 
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be molded at one operation into an outsole‘unit 
in which the jig pins 52 not only locate certain 
of the parts mentioned in proper position rela 
tively to each other, but the said jig pins also 
serve to locate such a molded outsole unit with 
respect to an insole 31' and an upper 62 assem 
bled upon a last member as shown in Fig. 7. A 
useful alternative construction is provided by 
bonding together and molding into a unit the 
plate 51!, the shank stiffener 5t and (if desired) 
the ?ller member 69. Such a jig plate unit may 
be made in lots, each lot being of a different size 
from the others according to the position of the 
shank stiffener, the selected position of the latter 
determining the size in the'given range of 3 to 9, 
inclusive. 

If desired, the outsole 20 shown in Fig. 6 as 
provided with jig pin plates in the forepart and 
heel seat ends thereof may have, in addition to 
said jig pins and plates, jigging indentations for 
locating a shank stiffener in both transverse and 
longitudinal relation upon said outsole. To 
provide such jigging indentations, the pattern 
member 24 (Fig. 2) may have marking knives IE5 
secured to the same surface which carries the 
conically shaped jigging projections 26. t will 
be clear that the marking knives ‘Hi will provide 
two parallel lines or depressions in the ?esh or 
attaching surface of the outsole 2D for locating 
a shank stiffener on the outsole in transverse 
relation thereto. Furthermore, another marking 
knife 72 may be provided on the pattern mem 
ber 24 to produce a line or depression on the 
flesh or attaching surface of the outsole as a H 

n. 

gage mark for the forward end of a shank stif 
fener, should it be desired to secure a shank 
stiffener to an outsole to make an outsole unit 
somewhat similar to that shown in Fig. 10. It is 
possible, for example, to provide a molded out- 
sole unit similar to that shown in Fig. 10 but 
utilizing an outsole having the spaced jig plates 
32 and 3d of Fig. 6, if the outsole be provided 
with the jigging lines or indentations for the 
location of a shank stiffener on said outsole pre 
liminarily to a molding operation in which the 
shank stiffener would be attached to the outsole 
both by a binder and by molding pressure. 
Whereas in the foregoing description of the 

shoe bottom parts, the outsole has been pro 
vided with jig pins for cooperation with jig holes 
in the insole, in locating the outsole in jigged 
relation to the insole, it will be understood that 
the jigging means may be rearranged so that the 
insole is provided with jig pins adapted to be re 
ceived in correspondingly placed jig holes in an 
outsole member. Upon reference to Figs. 11 and 
12, it will be observed that the insole 80 is pro 
vided with a jig plate 82 having jig pins 84 and 
that these jig pins extend clear through the ,1 
plate 82 to provide corresponding jig pins 85 for 
locating the plate 82 on the insole 80 by en 
gaging corresponding jig holes in the latter. It 
will be understood, of course, that the jig pins 
84 need not extend through the plate 32 since 
the construction of the plate 82 may be that of 
DI‘OVidiIlg jig pins extending from its opposite 
surface in predetermined relation to the insole 
and to the plate 82 without regard to continuity 
in the pins upon opposite surfaces of the plate. 
In Fig. 12, a heel seat jig pin 8‘! is carried by a 
separate plate 88. In. order that an outsole 
member 30 may be readily located in jigged re 
lation with respect to the insole 8D, the outsole 
is provided with jig holes 82 which extend only 
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part way through the thickness of the outsole 
and with a slot 94 in the heel seat end thereof 
which extends entirely ‘through the thickness of 
the outsole since this heel seat end will subse 
quently be covered by other parts of the shoe, in 
cluding the heel. While as stated, the jig holes 
92 extend only part way through the thickness 
of the outsole, having been made of suitable 
depth as by a drilling operation, it is of course 
possible to have them extend entirely through 
the thickness of the outsole. In the latter case, 
the jig pins 84 will be longer and of a material 
corresponding in wearing resistance to the sub 
stance of the outsole so that the outsole and the 
jig pins will wear away equally, thereby avoiding 
a condition which might be produced as a result 
of having pins of more wear-resisting quality 
projecting from the surface of a worn sole. 
In assembling the outsole 80 (Fig. 11) upon 

the insole unit 83 including the jig plates 82 and 
88 (Fig. 12) , the said outsole 90 will be positioned 
by engaging the jig holes 92 with the jig pins 84, 
the heel seat end of the outsole being positioned 
transversely of the insole by engaging the slot 
94 therein with the jig pin 81' projecting from the 
plate 88 at the heel seat end of the insole. 
The insole members shown in Figs. 7 and 12 

may be provided with their jig openings in any 
suitable manner. However, for production of such 
insoles in quantity, a special machine may be 
used for making jig holes in proper locations in 
insoles, as disclosed in United States Letters Pat 
ent No. 2,257,132, granted September 30, 1941, 

‘ upon application of A. R. Schoenky. Further 
more, the insoles of Figs. 7 and 12 are located on 
their respective lasts by an operator as a pre 
liminary to securing each insole in place on the 
last by means of an insole tacker such as that 
shown in United States Letters Patents Nos. 
1,106,393 and 1,312,557, granted August 11, 1914, 
and August 12, 1919, respectively, on applications 
?led in the name of Fred L. MacKenzie. 
For accuracy and speed in locating an insole 

on a ‘last, the latter is preferably provided with 
depressible jig pins such as those shown at “it 
and I!!! in Figs. 13 and 14. In this case, each jig 
pin N10 or IE]! is provided with a collar Hi2 ?xed 
thereto to engage a spring I04 seated in a socket 
or pocket in a last 195, the socket being prefer 
ably lined with'a metal member or shell :05. Pro 
jecting from the other surface of the collar “32 
isa pin or shaft 108 extending through the-spring 
I04 and having a head I It slidable in a socket of 
reduced size extending in alinement with the 
larger sleeve-lined socket. It will be readily un 
derstood that the insole member 31 may be read 
ily assembled with the last 185 by engaging the 
jig holes in the insole with the jig pins H35 and 
HH. These latter are long enough to project only 
part way through the thickness of the insole for a 
reason which will be evident as this description 
proceeds. It will be noted that jig pin Hill is 
stouter than pin ml, since pin IE0 is called upon 
to take the thrust of the toe lasting operation in 
which there is a marked tendency to shift the 
insole in a direction from front to rear of the last. 
At its heel seat end the last I95 vis provided 

with a heel seat pin I [2 which is ?xed to the 
last. In this case, therefore, the jig hole in the 
heel seat end of the insole extends clear through 
the thickness of the latter, said pin H2 being of 
a length to serve as positioning means not only 
for the insole 31 but also for a shank sti?ener 
H4 and an outsole member H6, the ‘latter hav 
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ing a slot H8 in its heel ‘seat end‘ for engagement 
with the jig pin I I2. ' 
In order that the outsole I I6 may be assembled 

in jigged relation to the insole 31 on the last I05, 
the said outsole I I 6 is provided at its forepart 
end with a jig plate I20 (Fig. 14) carrying jig 
pins I22, I24 for engagement with the correspond 
ing jig holes in the insole 31. To facilitate this 
engagement it is necessary that the jig pins I00, 
IOI should not project clear to the surface of 
the insole but should stop short of such surface, 
as heretofore described. On the other hand, the 
jig pins I22, I24 should be of a length to engage 
and depress the jig pins I00 and IOI to a point 
such that the ends of the latter are even with the 
surface of the last bottom, as clearly shown in 
Fig. 14. It follOws then that the pins I22, I24 
serve not only to locate the outsole in jigged rela 
tion to the insole but to depress the jig pins I00 
and IOI so that they will not interfere with the 
operation of removing the completed shoe from 
the last. In this construction of the last I05, 
there may be also provided a jig pin I26 (Fig. 13) 
in the vicinity of the ball line of the last for en 
gagement with the insole 31, the arrangement 
being such that a jig pin I28 on the metal shank 
piece II4 engages in the jig hole in the insole 
corresponding to the jig pin I 26 to locate the 
shank stiffener, said jig pin I28 also depressing 
'the jig pin I26 to the surface of the last bottom. 
In this construction, therefore, the depressible 
jig pins in the last bottom serve to locate the in 
sole accurately in jigged relation to the last by 
engagement with jig holes in said insole, these 
jig holes serving also in cooperation with jig pins 
on the outsole to locate the outsole in jigged re 
lation to the insole and to the last. Furthermore, 
by the provision of the jig pins shown in Fig. 13 
a shank stiffener is located in jigged relation to 
the insole and also to the outsole by means of 
the stationary jig pin H2 and also by means of 
the depressible jig pin I26 which is adapted to be 
engaged by the jig pin I28 at the forward end of 
the shank stiffener II4. It may be desirable to 
utilize a ?ller member such as that shown at I2I 
(Fig. 13) in which case the jig plate I20 may be 
dispensed with and the jig pins I22 and I24 ar 
ranged to be carried by small independent plates, 
such as plate 34 in Figs. 5 and 6 and‘plate 88 
in Fig. 12, bonded to the outsole IIS by adhesive. 
It follows that all of the bottom parts of the 
shoe are assembled in properly jigged relation to 
each other. 
Having described my invention, what I claim as 

new and desire to secure by Letters Patent of 
the United States is: > 

1. That improvement in shoemaking which 
consists in providing an insole, an outsole, and 
an upper having a lasting margin, one of said 
soles having a plurality of jig holes spaced in 
wardly with respect to the area to be engaged 
by the lasting margin of the upper when said 
parts are embodied in a shoe and the other sole 
having a corresponding number of jig pins ar 
ranged for engagement within said jig holes, as 
sembling said upper with said insole upon a last, 
lasting the shoe and securing the lasting margin 
of the upper in overlasted position upon said in 
sole only in locations spaced outwardly from said 
jig holes, laying said outsole over said lasting 
margin, and interengaging said jig pins and said 
jig holes thereby positioning the outsole in jigged 
‘relation to the insole and the upper while the last 
remains in the shoe. 

2. That improvement in shoemaking which 
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consists'in providing an insole, an outsole, and 
an upper ~having a lasting margin, the insole 
having a plurality of jig holes spaced inwardly 
with respect to the area to be engaged by the 
lasting margin of the upper when said parts are 
embodied in a shoe and the outsole having a 
corresponding number of jig pins arranged for 
engagement within said jig holes, assembling 
saidupper with said insole upon a last, lasting 
the shoe and securing the lasting margin of the 
upper in overlasted position upon said insole. 
laying said outsole over said lasting margin, and 
interengaging said jig pins and said jig-holes 
thereby positioning the outsole in jigged rela 
tion to the insole and the upper. 

3. In the manufacture of shoes. the method 
which comprises providing a plurality of inter 
acting positioning means in relation to a last 
bottom and to an insole to locate the insole on 
said last bottom, providing jig holes in the in 
sole, placing the insole in position on the last 
with said holes opening on the exposed surface 
of said insole, assembling upon the lasted in 
sole an outsole having jig pins receivable in 
said jig holes, locating said pins Within said 
holes thereby positioning the outsole in jigged 
relation to the insole and to the last, and se 
curing the outsole to the insole with the aid of 
said jig pins and holes. 

4. In the manufacture of shoes, the method 
which comprises providing a plurality of inter 
acting positioning means in relation to a last bot— 
tom and to an insole to locate the insole on said 
last bottom, providing jig' holes in the insole 
in both the forepart and heel seat portions there 
of, placing the insole in position on the last 
with said holes opening on the exposed surface of 
said insole, assembling with the lasted insole 
an outsole having jig pins in both the forepart 
and the heel seat end of the. outsole for entry 
into corresponding .jig holes in the insole, and 
locating said pins within said holes thereby po 
sitioning the outsole in jigged relation to the in 
sole and to the last. 

5. In the manufacture of shoes, the method 
which comprises providing a plurality of inter 
acting positioning means in relation to a last 
bottom and to an insole to locate the insole on 
said last bottom, placing the insole on the last 
with the aid of said interacting positioning 
means, providing an outsole and the exposed 
surface of the insole on the last with interact 
ing jig holes and jig pins so that the outsole 
may be located in jigged relation to the insole 
and to the last, then assembling said outsole 
on said insole, and subsequently securing the out 
sole to said insole with the aid of said jig pins 
and holes. ' 

6. In the manufacture of shoes, the method 
Which comprises providing a plurality of depres 
sible jig pins in both the forepart and the heel 
seat portions of the bottom of a last, locating an 
insole having corresponding jig holes by engag 
ing said pins in said holes, providing a member 
having pins receivable in the jig holes of the in 
sole to locate said member in jigged relation to 
the insole, the last-mentioned pins being of a 
length to depress the jig pins of the last bottom 
to the level of such bottom, and assembling said 
member with the last and insole and thereby de 
pressing said ?rst-mentioned pins to free the in 
sole therefrom. 

'7. In the manufacture of shoes, the method 
which comprises providing a plurality of depres 
sible jig pins in the bottom of a last, locating an. 
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insole having corresponding jig holes by 'en- ~ 
gaging said pins in said holes, providing a shank 
stiffener having a jig pin receivable in one of 
the jig holes in the insole to locate the stiffener 
on the insole, said last-mentioned pin being of a " 
length to depress one of said depressible pins to 
the level of the last bottom, and assembling said 
shank stiffener with the insole on the last and 

CI 

thereby depressing one of said ?rst-mentioned , 
pins to free the insole therefrom. - v 

8. An outsole unit including an outsole having 
secured to the attaching surface thereof a plate 
carrying a plurality of jig pins useful in posi 
tioning said outsole unit in proper jigged rela- _ 
tion to an insole attached to a last and having 
jig holes therein, said outsole unit also having 
at its heel seat‘ end an elongated opening for 
engagement with a jig pin at the heel seat end 
of the last. 

9. A method of preparingan outsole unit which ' ' 
comprises providing the wooden pattern of a 
sole rounding machine with conical projections 
so that an outsole clamped in the machine for 
rounding operations, by which a sole is formed 
substantially in ?nal shape, is at the same time ' 
provided with conical depressions in its attaching 
surface in predetermined relation to the forepart 
and the heel seat contours of the sole, providing 
a plate or insert having conical projections’ on 
one surface thereof to enter said conical de 
pressions in the surface of the outsole for locat~ 
ing said plate on the outsole, said plate having 
jig pins on the other surface thereof to locate 
the outsole unit in jigged relation to a corre 
sponding insole, and assembling said plate with 
the outsole. 

10. A method of preparing an outsole unit 
which comprises providing the wooden pattern of 
a sole rounding machine with conical projections 
so that an outsole clamped in the machine for 
rounding operations, by which a sole is formed 
substantially in ?nal shape, is at the same time 
provided with conical depressions in its attaching 
surface in predetermined relation to the forepart 
and the heel seat contours of the sole, providing 
a plate or insert having conical projections on 
one surface thereof to enter said conical depres 
sions in the surface of the outsole for locating 
said plate on the outsole, said plate having jig 
pins on the other surface thereof to locate the 
outsole in jigged relation to a corresponding 
insole, assembling said plate with the outsole, 
and providing said outsole on its attaching sur 
face with a jig pin plate at the heel seat end 
thereof, said plate having a conical projection 
for projection into a conical depression formed 
in said outsole at the time of the sole rounding 
operation, whereby said outsole is provided with 
jig pins in predetermined relation thereto in 
both the forepart and heel seat part thereof. 

11. An outsole unit including an outsole hav 
ing secured to its attaching surface a plate hav 
ing jig pins projecting from its surface for en 
gagement with corresponding jig holes in an in 
sole, a ?ller member located on said plate by said 
jig pins, said plate having further a shank por 
tion extending into the heel seat end of the out 
sole, said shank portion of the plate being sub 
stantially of the same width as a metal shank 
piece to be assembled therewith, and a metal 
shank piece located on the shank portion of the 
?exible plate in predetermined relation to the 
ball line of the outsole, said outsole, flexible plate, 
and shank piece being conformed to each other 
and bonded together, whereby there is provided 
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an outsole unit ready for laying upon‘ an insole 
in place on a last. 

12. A method of making shoes which includes 
positioning an insole on a last by jig pins asso 
ciated with the last and removably engaging cor 
responding jigholesin the forepart of the in 
sole, securing the insole temporarily to the last, 
providing an outsole with jig pins extending from 
the attaching surface thereof, and locating the‘ 
outsole on the insole and on the last by means 
of said outsole jig pins projecting into jig holes 
in the insole. . 

13. A method of making shoes which includes 
positioning an insole on a last by jig pins asso 
ciated with the last and removably engaging cor 
responding jig holes in the forepart of the insole, 
securing the insole temporarily to the last, pro 
viding an outsole with jig pins extending from the ~ 
attaching surface thereof, locating the outsole on 
the insole and on the last by means of said out 
sole jig pins projecting into jig holes in the in 
sole, and ?nally providing said outsole with a 
jig pin in the heel seat end thereof and the insole 
with a corresponding elongated opening in its 
heel seat end whereby the outsole is positioned 
on the insole in jigged relation to both the fore 
part and heel seat portions of said insole. 

14. In the manufacture of shoes, the method 
which comprises, providing a plurality of depres 
sib-le jig pins in the bottom surface of a last, pro 
viding an insole with corresponding jig holes 
whereby the insole is located on the last by jig 
pins entered into said holes, and ?nally provid 
ing an outsole with jig pins projecting from the 
attaching surface thereof to enter the jig holes 
in the insole whereby the outsole is properly lo 
cated with respect to the jigged insole, the jig 
pins on the outsole having the function also of 
depressing the last pins to the level of the last 
bottom thereby facilitating the subsequent re 
moval of the substantially completed shoe from 
the last. 

15. In the manufacture of shoes, the method 
which comprises, providing a plurality of de 
pressible jig pins in the bottom surface of a last, 
said last having also a ?xed jig pin in its heel 
seat portion, providing an insole with corre 
sponding jig holes whereby the insole is located 
on the last by jig pins entered into said holes, 
providing a shank piece having a jig pin at one 
end and a slot at the other end whereby one end 
of said shank piece may be located by entering 
the jig pin into a jig hole in the insole, the other 
end of the shank piece being engageable with the 
?xed jig pin projecting through the insole at the 
heel seat end thereof, and ?nally providing an 
outsole with jig pins and a jig hole whereby said 
jig pins may be utilized to locate the outsole in 
jigged relation to the insole by entering said 
pins into the jig holes in the insole, the jig hole 
in the outsole being threaded upon the jig pin 
at the heel seat end of the last, whereby the in 
sole, shank piece and outsole are all located in 
jigged relation to each other and to the bottom 
of the last. 

16. In the manufacture of shoes, the method 
which comprises providing a last having jig pins 
depressibly mounted in its bottom surface in the 
forepart of the last and in the ball area thereof, 
and also a ?xed jig pin in the heel seat end of the‘ 
last, providing an insole having jig holes to 
engage said jig pins whereby the insole is prop 
erly located on the last, then assembling with 
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the insole a shank piece having a jig pin to em 
gage the jig hole of the insole in the ballarea 
thereof and to depress the depressible jig pin 
in such area‘whereby the‘forward end of the 
shank piece is properly located, the shank piece 
having a slot in its rear end to engage the ?xed 
jig pin at the heel seat end of the last, and 
?nally assembling with the insole and shank 
piece an outsole having applied to its attaching 
surface a member having jig pins projecting 
therefrom to engage in the jig holes in the fore- ‘ 
part of the insole to locate the forepart of the 
outsole in proper relation thereto, said jig pins on 
the outsole also operating to depress the depres 
sible jig pins to the level of’ the bottom of the last, 
said outsole also having a slot at its heel seat end 
to engage the ?xed jig pin at the heel seat end 
of the last, whereby the insole, the shank piece 
and the outsole are all located successively in 
jigged relation to each other and to the last. 

17. A jig plate unit comprising a ?exible mem~ 
ber carrying at its forepart a plurality of jig 
pins for entry into corresponding jig openings 
or holes in an insole, said ?exible member being 
adapted to extend through the shankportions 
of an insole and outsole into the heel seat end ' 
thereof and having at the heel seat end a jig 
ging means for locating said end on the heel 
seat end of said insole, a shank sti?ener, and a 
?ller member located on said ?exible member by 
the jig pins on the latter, said ?exible member, 
shank stiffener and ?ller member being con~ 
formed to each other and bonded together. 

18. A jig plate unit comprising a ?exible 
member carrying at its forepart a plurality of 
jig pins for entry into corresponding jig openings ‘ 
or holes in an insole, said ?exible member being 
adapted to extend through the shank portions 
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of an insole and outsole into the heel seat end 
thereof and having atthe heel seat end a jigging 
means for cooperation with jigging means in the 
heel seat end of said insole, and a shank stif 

5 iener, said ?exible member having further a 
scale in the ball region thereof for indicating the 
size position of the shank sti?ener which will 
be located on said ?exible member in the shank 
portion thereof with the aid of said scale, said 
?exible member and shank stiffener being con 
formed to each other and bonded together, and 
said scale also showing the size number of the 
completed jig plate unit. ' _ 

19. A shoe including an insole, an outsole, an 
upper having a lasting margin, and a plate hav 
ing jig pins projecting from its surface, one of 
said soles having a corresponding number of 
previously formed jig holes spaced inwardly with 
respect to the area engaged by the lasting mar 

20 gin of the upper and forwardly of the instep of 
' the shoe, and the other sole having said jig pin 
plate bonded thereto with said jig pins engaged 
in said jig holes to hold the soles in jigged rela 
tion to each other, said relation being deter 

25 mined by the interengagement of the jig pins 
‘ with the previously formed jig holes. 

20. A shoe including an insole, an outsole, 
and an upper having a lasting margin, the in 
sole having a plurality of previously formed jig 

30 holes spaced inwardly with‘respect to the area 
engaged by the lasting margin of the upper and 
forwardly of the instep of the shoe, and the out 
sole having a corresponding number of jig pins 
secured thereto and engaging inrsaid jig holes to 

35 hold the soles in relation to each other, said 
relation being determined by the entering of the 
jig pins into the previously formed jig holes. 
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