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This invention relates to shoes and more particularly 
to a shoe with a vulcanized ‘outsole and method’ of 
making. ' 

According to the invention, a conventional shoe upper 
is provided and ?at lasted with a precemented conven 
tional insole. A sheet of neoprene or similar rubber-like 
material is then die cut to the exact ?nal shape of the 
margin of _the molded outsole and is further die cut to 
provide thereon a solid heel portion and an integral bond 
ing or anchoring shank extending forwardly of the solid 
heel portion. The die cutting of the neoprene sheet 
further provides a large contoured opening through the 
sheet ‘forwardly of the solid heel portion and shank and 
this opening de?nes on the neoprene sheet an integral 
marginal welt which is continuous and has no joint or 
separation. The die cut neoprene sheet forms an inter 
mediate sole in the ?nished shoe between the vulcanized 
outsole and the inturned ?ange of the shoe upper imme 
diately below the insole. The intermediate sole may 
be prestitched near and inwardly of its margin to imitate 
the Goodyear stitch for ornamental purposes. If pre 
ferred, this prestitching may be omitted, in which case 
the intermediate neoprene sole will be narrower and will 
not project marginally beyond the shoe upper, nor will 
the outsole. The bottom vface of the died cut inter 
mediate sole with integral welt and solid heel portion is 
pregrooved to form a guide for the Littleway lock stitch 
or a similar stitching utilized to secure the intermediate 
sole to the shoe upper and insole. _The bottom of the 
structure thus far assembled now has cement applied 
thereto and pancake rubber in the raw state is put on the 
mold and the shoe structure is pressed against the rubber 
and vulcanized to complete the shoe. The marginal edge 
of the die cut intermediate sole is the exact size of the 
margin of the ?nished shoe when applied to the vulcan 
izing machine. The vulcanizing machine includes an iron 
last onto which the shoe structure is transferred imme 
diately after applying the vulcanizing cement to the bottom 
of the intermediate sole, whose margin, as stated, is the 
exact shape of the molding equipment. A perfect bond 
is achieved in the ?nished product between the neoprene 
intermediate sole and welt and the rubber outsole. 
The advantages of the above method are considerable 

over conventional methods employing strip-type welting 
necessitating a joint in the welting and means to guide 
and position the welting during its application to the 
shoe structure. Most .coventional shoes having a vulcan 
ized or molded outsole have no welt whatsoever and 
the rubber sole may be bonded rather poorly directly 
to the shoe upper. The present invention provides not 
only a superior appearance but effects a greatly improved 
bonding of the outsole to the shoe structure and elimi 
nates the investment in the separate strip welt. 

Other objects and advantages of the invention will be 
apparent during the course of the following detailed 
description. ' 

In the accompanying drawings forming a part of this 
application and in which like numerals are employed 
to designate like parts throughout the same: 
FIGURE 1 is an exploded perspective view of the shoe 

upper and insole and the intermediate prestitched neo 
prene sole having solid heel portion and integral shank 
and welt, 
FIGURE 2 is a perspective view showing the inter 

mediate sole applied to the upper and insole with the 
Littleway lock stitch or the like. 
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FIGURE 3 is a further perspective view, partly broken 

away, showing the completed shoe after the vulcanizing 
of the rubber outsole to the intermediate sole, 
FIGURE 4 is a fragmentary cross section on line 4—4 

of FIGURE 1 on an enlarged scale, ‘ 
FIGURE 5 is an enlarged transverse vertical section 

taken on line 5-5 of FIGURE 2, , 
FIGURE 6 is a similar section taken on line 6—6 of 

FIGURE 3, 
FIGURE 7 is a plan view of the intermediate neoprene 

sole according to a slight modi?cation thereof, and ‘ 
FIGURE 8 is a transverse vertical section taken on 

line 8—8 of FIGURE 7. 
In the drawings, wherein for the purpose of illustra 

tion are shown preferred embodiments of the invention, 
attention is directed ?rst to FIGURES 1-6, wherein the 
numeral 10 designates a conventional work shoe upper 
formed of leather or the like and having a conventional 
insole 11 cemented to the bottom continuous inturned 
?ange 12 of the upper. The numeral 13 designates gen 
erally a die cut intermediate sole formed of neoprene 
or the like and being of substantial thickness and hav 
ing a joint-free contoured marginal edge 14 of the exact 
shape and size of the mold which produces the vulcanized 
outsole. The intermediate sole 13 has a solid heel por 
tion 15 carrying an integral forwardly projecting shank 
16 formed by the die cutting of the intermediate sole. 
The die cutting further provides a large contoured open 
ing 17 in the intermediate sole de?ning an integral joint 
free welt portion 18 of the desired width. The opening 
17 extends at 19 on opposite sides of the shank 16. The 
bottom face of the intermediate sole 13 is pregrooved 
at 20 to provide a guide for the subsequent application 
of a Littleway lock stitch or the like. The intermediate 
sole 13 is prestitched at 21 to provide ornamental stitch 
ing similar to or imitating the Goodyear stitching. If 
this ornamental stitching is not employed, the outer mar 
gin of the intermediate sole 13 is simply made narrower 
throughout and this is entirely optional, although it is 
preferred to utilize a wider outsole and intermediate 
sole which will project beyond the shoe upper and carry 

‘ the ornamental stitching 21. 
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FIGURE 2 shows the next step in the method, where 
by the intermediate sole 13 is securely attached to the 
shoe upper and insole by means of an accurately formed 
line of Littleway lock stitching 22 or the like. In FIG 
URE 5, the stitching 22 is shown engaged with the inter 
mediate sole 13, inturned flange 12 and insole 11. The 
groove 20 serves as a guide for the application of the 
stitching 22 on the Littleway machine. The mounting 
of the intermediate sole 13 establishes accurately the 
?nal margin of the shoe sole as ?nally formed in the 
vulcanizing mold, not shown. 

Suitable vulcanizing cement is now applied to the bot 
tom of the structure shown in FIGURE 5. The struc 
ture is then transferred to the iron last of the vulcaniz 
ing machine and the marginal edge of the intermediate 
sole 13 will be the exact size and shape of the molding 
equipment. Raw pancake rubber is now placed upon 
the mold and the shoe structure of FIGURE 5 is pressed 
against the raw rubber and vulcanized thereto to form 
the molded rubber outsole 23 shown in FIGURE 6 con 
forming exactly to the marginal edge shape of the neo 
prene intermediate sole 13 and welt portion 18. The 
molded rubber constituting the outsole 23 is bonded 
securely to the bottom of the intermediate neoprene sole 
13 including the full area of the solid heel portion 15, 
welt portion 18, and shank 16. The rubber of the out 
sole also ?lls the cavity or opening 17 including the por 
tions 19 on opposite sides of the shank 16 as depicted 
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1 FIGURE 3. This serves to mechanically interlock 
1e vulcanized outsole with the die cut relatively hard 
eoprene intermediate sole 13 as shown in FIGURES 3 
nd 6. The rubber of the sole 23 is also bonded to the 
ottom of the insole 11 and the inturned ?ange 12 in 
lardly of the welt portion 18, see FIGURE 6. 
FIGURES 7 and 8 show a slight modi?cation of the 

1termediate neoprene sole designated 13’ in these ?gures. 
The construction is identical to the intermediate sole 13 - 
xcept for the fact that the inner margin of the integral 
velt portion 18' is beveled at 24 toward the top face of 
he intermediate sole so as to ?t close to the shoe upper 
n assembly and provide a further mechanical interlock 
ng with the vulcanized rubber of the outsole. In all 
tther respects, the intermediate sole 13’ and its usage 
n the product and process is identical to the previously 
lescribed sole 13. 
In eifect, the intermediate element 13 or 13' con 

titutes a combined preformed welt and intermediate 
ole for mechanically locking and bonding the outsole 
most effectively to the shoe upper and for also render 
ng the entire manufacturing process more simpli?ed and 
:conomical. _ 

It is to be understood that the forms of the invention 
ierewith shown and described are to -be taken as pre 
’erred examples of the same, and that various changes 
11 the shape, size and arrangement of parts may be re 
:orted to, without departing from the spirit of the inven 
.ion or scope of the subjoined claims. 
Having thus described my invention, I claim: 
1. A one-piece die cut neoprene intermediate sole for 

a shoe of the type having a leather upper and a molded 
~ubber outsole, said intermediate sole having a solid heel 
v)ortion and an integral continuous welt portion free of 
oints and a shank integral with said heel portion and 
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projecting forwardly thereof and spaced from the Welt 
portion on opposite sides thereof, said intermediate sole 
having a contoured through opening de?ning the inner 
margin of the integral welt portion and extending on 
opposite sides of said shank. 

2. The invention as de?ned by claim 1, and wherein 
the intermediate sole has a continuous groove in its bot 
tom face inwardly of and paralleling the margin of the 
intermediate sole to serve as a guide for stitching, and 
a line of ornamental stitching in the intermediate sole 
between said groove and the outer margin of the inter 
mediate sole and paralleling the same. 

3. The invention as de?ned by claim 2, and wherein 
the inner margin of said Welt portion is beveled toward 
the top face of the intermeditae sole. 
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