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This invention relates to a novel process of 
making moccasin type shoes. It includes within 
its scope a composite blank or set of blanks which 
contributes substantially to the convenience and 
economy of the process. 
Moccasin type shoes have many advantages, 

particularly for infants and young children, being 
roomy for the foot and soft in all areas of con 
tact. Heretofore, however, they have been at a 
disadvantage in respect to manufacturing cost 
and production rate, principally because of the 
skill and time required in fitting together and 
stitching the contiguous edges of the upper and 
the plug. It has been the practice to trim the 
marginal edge of the forepart after the lasting l 
operation and under these circumstances the op 
erator must remove a Variable amount of Waste in 
order to fit the previously located plug. This 
step has required extreme accuracy as well as 
skill and judgment acquired only by long prac-, 
tice. 
I have discovered a novel Shoemaking process 

by which I am able entirely to eliminate this slow 
and troublesome operation and accordingly to 
speed up the production of moccasin type shoes 25 
and obviate, or at least substantially reduce, the 
necessity of skill and experience in carrying out 
the process. For example, I am able to eliminate 
fitting and trimming the upper on the last and 
to substitute stitching in a straight needle na 
chine on flat blanks for the more complicated 
stitching operations heretofore considered neces 
sary in manufacturing this type of Shoe. 
To this end the process of my invention is 

characterized by providing a flat composite blank 
including a sole-shaped area, a marginal fore 
part, and side portions, all shaped to constitute 
in the finished shoe the sole and upper complete 
except for the plug. The composite blank is 
trimmed in flat condition to present a beveled 
edge about its marginal forepart, and the plug 
is similarly trimmed and beveled to exact and 
final size so that the edges of the upper and 
plug may be brought together and stitched with 
out any fitting operation whatever upon the last. 
Preferably and as herein shown, I perforate the 
beveled edges of the upper and plug in register 
ing relation and thus positively insure the ex 
act and accurate registration of the parts of the 
shoe which is so important in manufacturing 
high grade shoes. The novel composite blank 
above described constitutes an important feature 
of my invention. 
The completed moccasin type shoe comprises 

a single integral piece of leather including in its 
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area the sole of the shoe and the entire upper 
except the plug. Preferably and as herein shown, 
this blank may be closed at the back seam and 
then a sole is superposed upon the sole-shaped 
area of the blank and attached thereto, an op 
eration which may be conveniently carried out 
with the assistance of a straight needlemachine. 
The plug is then tacked to the last and the com 
posite upper properly assembled so that the bever 
eled-edges of the two blanks are brought together 
without fitting throughout the forepart of the 
shoe. 
These and other features and characteristics 

of the invention will be best understood and ap 
preciated from the following description of a pre 
ferred embodiment of the shoe selected for pur 
poses of illustration and shown in the accompany 
ing drawings which illustrate also the process of 
my invention. 

In the drawings: . . . . . . 
Fig. 1 is a plan view of the composite blank, 

showing its forepart margin partially trimmed; 
Fig. 2 is a similar view of the plug blank; 
Fig. 3 is a plan view from beneath of the com 

posite blank assembled with a sole; . . 
Fig. 4 is a plan view showing the plug and 

composite blank assembled on a last; and 
Fig. 5 is a "view in perspective of the partially 

completed Shoe on the last. 
The first step of my novel process consists in 

providing a composite blank of the general chair 
acter illustrated in Fig. 1. This may be effected 
by dieing the blank from a skin of upper leather 
using a die equipped with narking devices and 
perforating punches, or the blank may be pro 
:duced by the usual methods of handcutting and 
marking. The blank comprises an interior sole 
shaped area fo which is defined in the blank by 
lines or creases. The blank merges outwardly 
from this area into two similar side portions 2 
which are shaped to constitute in the finished 
shoe the counter portion and quarters. The blank 
also merges into a marginal forepart area 3 
which is in effect a segment shaped band and is 
formed with a small waste strip f4. This is re 
moved by skiving the edge of the flat blank so aste 
form a beveled edge 5. A small sector f6 is cut 
out from the shank of the sole-shaped area. The 
edges of this are subsequently stitched together 
and thus the shank portion of the blank is nar 
rowed. A series of stitch perforations: f is also 
formed along the beveled edge of the forepart 
marginal portion f3. All of the operations of 
preparing the composite blank are carried out 



3 
while the blank is in flat condition, thus facili 
tating speedy and accurate results. 
The plug blank 20 is prepared in the same man 

ner, as by dieing it from the same or a similar 
skin of upper leather, trimming the waste strip 2 
from its margin and producing a curved beveled 
edge 22 thereon. Stitch perforations 23. are 
formed along this beveled margin with a spacing 
corresponding to those of the marginal forepart 
of the composite blank. 
The rear end of the composite blank is now 

closed by a back seam and provided with a stay 
strip 8 in the usual manner. Eyelets 9 may then 
be inserted along the outer edges of the counter 
portions of the blank. Then, as suggested in Fig. , l. 
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Same size, whereas by processes formerly em 
ployed the edge of the forepart is pulled up to a 
height varying in accordance with every slight 
difference in the leather being handled. 

I have found in practice that the measure 
ment from the tip of the sole-shaped area 0 to 
the edge 5 of the forepart margin is constant for 
all sizes of the same run, that is to say, for sizes 
from 2 to 11. This is true also of the measure 
ment from the corner of the blutcher ear, com 
prising a part of the side portions, to the nearest 
point in the outline of the sole-shaped area 0. 
Another characteristic feature of the composite 

3, a stiff sole blank 25 is superposed upon the sole 
shaped area of the composite blank and attached 
thereto in any desired manner as, for example, 
by stitching in a straight needle machine. While 
the forepart of the blank has been closed prior to 
the sole attaching operation, the blank is sub 
stantially flat throughout its sole-shaped area. 
The trimmed and bevel edged plug 20 may now 

be secured temporarily by tacks to the forepart 
of a last 30 of suitable size, care being taken that 
the plug lies straight upon the last and that its 
beveled edge 22 is accurately located thereon. 
The composite blank is now assembled upon 

the plug-carrying last, the back Seam being care 
fully located, and the marginal forepart 3 be 
ing drawn upwardly, shaped to the forepart of 
the last 30 and secured temporarily in position by 
tacks as Suggested in Fig. 4. In that figure a 
tack is shown as being placed in the forward 
corner of each counter portion of the shoe and 
at one point near the toe thereof, but these tacks 
may be located at any convenient place and in 
serted or removed as the stitching operation pro 
greSSes. 
The shoe is completed by bringing together the 

beveled edge 5 of the marginal forepart of the 
upper and the beveled edge 22 of the plug and 
stitching these edges together, preferably using 
the perforations 7 in the forepart and the per 
forations 23 in the plug. As suggested in Fig. 5, 4; 
the stitching operation may be carried out by 
hand using two needles and so producing an ex 
ceptionally strong double thread stitch showing 
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distinct impressions in the material of the upper 
and so imparting an extremely attractive finish : 
to the shoe. 
3. It will be understood that the composite blank 
shown in Fig. 1 is laid out upon the basis of a 
series of carefully determined and related meas 
uirements that permit the assembling of the up- : 
per and facilitate the hand Sewing operation to 
be accomplished without the skill formerly re 
quired. This is an important item from the 
standpoint of commercial shoemaking and in 
practice it has been found that the operator's 
output is increased ten times as compared to the 
output of processes, requiring individual trim 
ming and fitting preparatory to the sewing opera 
tion. Moreover, the process of my invention in 
sures complete uniformity, not only between the 
shoes of a pair, but between all the shoes of the 
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blank is that the spacing from the stitching per 
foration may be maintained uniform in all sizes 
of shoes, a single perforation being added in in 
creasing from One size to the next. The com 
posite blank permits a convenient amount of 
leeway in the length of the sole 25 with which it 
is combined. The sole is located upon the blank 
with its tip edge coinciding with the tip line of 
the Sole-shaped area, ?o and with any excess 
length projecting rearwardly beyond the end of 
the Sole-shaped area, indicated in Fig. 1. While 
in the finished shoe I prefer to have the relation 
shown in Fig. 3, any excessive length in the sole 
is distributed merely as heel seat extension. The 
sole blank 25 is positioned and preferably cement 
ed in the desired location and then permanently 
Stitched in place. If stiffening is desired for the 
counter pocket, this may be provided before the 
last is inserted. The present application is a division of my co 
pending application, now U. S. Patent No. 
2,381,356, dated August 7, 1945, in which I have 
claimed the shoemaking process herein disclosed. 

Having thus disclosed my invention and de 
scribed in detail an illustrative method of putting 
it into practice, I claim as new and desire to se 
cure by Letters Patent: 

1. A composite blank for use in the manufac 
ture of moccasin type shoes, comprising a sole 
shaped area, having a contiguous segmental fore 
part marginal portion with a beveled edge, an 
outsole Secured to said sole-shaped area, the 
blank containing a line of pre-formed uniformly 
Spaced stitch perforations located in a line corre 
Sponding to the contour of the beveled edge and 
adjacent thereto, and side portions which merge 
into the sole-shaped area and constitute the quar. 
ter and counter portions of the finished shoe. . . 

2. A Set of blanks for use in the manufacture 
of moccasin type shoes, comprising a first blank 
having a sole-shaped area of upper leather and 
a stiff Sole united to the upper leather in said 
area, the upper leather portion of said first blank 
extending outwardly beyond said sole-shaped area 
in a contiguous segmental forepart margin hav 
ing a perforated beveled edge, and quarter por 
tions which extend rearwardly beyond the heel 
end of said sole-shaped area, and a second blank 
shaped as a forepart plug and having a beveled 
edge provided with perforations arranged to reg 
ister with the perforations in the first blank when 
both blanks have been assembled on a last. 
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