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Description

[0001] The present invention relates to the technical
sector relating to the realisation of shoes, with particular
reference to those shoes known as the GOODYEAR
type.

[0002] The above name identifies a particular method
with which highly-prestigious, very sturdy and comforta-
ble shoes are realised.

[0003] The GOODYEAR method is made up of oper-
ating steps that are almost all manually performed by
highly-specialised craftsmen, and long times are re-
quired for them, involving high costs.

[0004] The GOODYEAR method comprises using an
underfoot insole made of a flexible material to a surface
of which, destined to be facing downwards, a sort of rim
is applied which follows the perimeter profile of the un-
derfoot insole, at a suitable distance from the edge.
[0005] Theinsoleis fixed using nails to a form on which
an open upper is also keyed and fixed; the flap of the
upper is gripped using pliers, pulled towards the insole
and progressively joined to the external wall of the rim
using glue and staples in such a way that at the end the
upper is stretched on the form and solidly constrained to
the underfoot insole.

[0006] Toenablethetinesofthe plierstogeta sufficient
grip, the upper is initially cut to a larger dimension, and
after joining with the underfoot insole is trimmed so that
the flap thereof is flush with the rim.

[0007] A weltis fixed externally of the flap of the upper
joined to the rim, using a stitching that involves the flap
and the rim.

[0008] The stitching can be done by hand, using an
awl, or by machine of known type with one thread only,
realising a chain stitch.

[0009] Inthe compartmentdefined internally of the wall
a soft and transpiring insert is positioned and glued, for
example made of cork and/or latex.

[0010] In a bottom, preferably made of leather and
without any heel, glue is applied in the upper surface,
and a similar glue is applied to the inner surface of the
welt and the insert.

[0011] The bottom is glued to the assembly of the up-
per-insole-welt-insert, still on the form.

[0012] The peripheral gluing between the welt and the
bottom is completed, for example with the aid of pressing
machines having counter-rotating rollers.

[0013] The join between the bottom and the welt is sta-
bilised by a ring stitching that surrounds the whole shoe,
for example using known-type sewing machines.
[0014] With successive operations the following is car-
ried out:

hot-stretching the upper to make it adhere perfectly
to the form and copy the shape thereof;

applying the heel;
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finishing the flanks of the bottom and the heel with
a milling machine

painting the flanks to obtain the finishing in the de-
sired colour;

removing the form.

[0015] The GOODYEAR method, as can be under-
stood from the above, is in practice sub-divided into two
operating groups, with the first being aimed at obtaining
a semi-finished workpiece constituted by the joining of
the upper, underfoot insole and welt, while the second
relates to the application of the bottom to the workpiece
and the finishing of the shoe.

[0016] Itis clear to the expert in the field how the first
group of operations includes the greater operating diffi-
culties, which only especially able operators are able to
do satisfactorily; long working times are inevitable and
must be accepted.

[0017] The second group of operations, on the other
hand, exhibits a lower degree of difficulty that falls within
the capabilities of an average operator.

[0018] The majority of the production costs for a
GOODYEAR shoe therefore relate to the performing of
the first group of operations and the correlated need to
contemporaneously perform operations of a plurality of
shoes, i.e. asufficientnumber of operators and machines
with adequate spaces and an adequate number of forms.
[0019] Given the high prestige of GOODYEAR shoes,
high quality leathers are obviously used for realising the
upper; the need to start with a larger profile of the upper
so thatitcan be gripped with the pliers leads to production
of trimmed waste that in terms of cost increases is by no
means insignificant.

[0020] One of the advantages that make the GOOD-
YEAR shoes especially appreciated by the clientele re-
lates to the great comfort thereof, as the plantar rest is
soft and self-modelling and the foot cannot come into
contact with the stitching seams that join the upper to the
underfoot insole.

[0021] In GOODYEAR shoes, in whichthe weltis sewn
with chain stitching, a further drawback can arise deriving
from the presence of a fault in the stitching, which can
lead to a progressive releasing of the thread and thus to
the detaching of the bottom; the natural tendency of such
stitching to tighten the stitches consequently to the flexing
of the shoe can lead the shoe to take on an anomalous
arched shape in a downwards direction.

[0022] The applicantof the present application produc-
es and markets machines for sewing with a curved needle
destined for sewing elements, for example uppers, to rel-
ative bottoms, for realising shoes.

[0023] The curved needle is borne at the free end of
an arm, keyed radially on a shaft arranged longitudinally
in the head of the machine.

[0024] The shaftis destined to be activated in alternat-
ing oscillating motion, such as to move the needle be-
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tween two end positions, along a curved trajectory that
is concentric to the degree of curvature of the needle
itself.

[0025] The machine is provided with suitable support
and guide means, suitable for defining a correct position
of both the upper and the bottom during the stitching.
[0026] Inthe outward oscillationthe needle passes first
through the lower edge of the upper, then enters into a
rotary hook device, commonly known as the crotchet,
which cooperates with the needle such as to form the
stitching point which is of the type having two knotted
threads.

[0027] In suitable phase relationship with the outward
oscillation of the needle, a retaining foot is activated,
which presses the bottom in the opposite direction to the
advancing of the needle, such as to withstand the thrust
of the said needle.

[0028] With the needle engaged in the upper and the
bottom, the longitudinal shaft is translated axially, in syn-
chrony with the crotchet, by an amount that is equal to a
predetermined sewing step, determining the advancing
of the material to be sewn.

[0029] Then the needle return oscillation is command-
ed, which causes disengagement of the material and en-
ables an opposite translation to be performed, of a same
amount, of the shaft-needle-crotchet group in order to
return them into the initial position.

[0030] The above-described machine, due to its intrin-
sic characteristics, is considered interesting as the base
of development for a sewing machine that can serve the
purpose of the present invention.

[0031] DocumentUS 1,612,940 discloses a method of
manufacturing a welt shoe comprising the step of posi-
tioning a shoe upper in such a way it surrounds a wooden
last, positioning an insole on the wooden last and then
stitching a welt to the insole and the upper.

[0032] Document US 3,410,235 discloses a machine
for attaching a welt to other parts of a Goodyear shoe,
the machine having attaching, feeding and guiding de-
vices, and start working operations after a last is predis-
posed in the machine by an operator.

[0033] Document US 2,972,969 discloses a machine
to attaching a welt to a last supported Goodyear welt
shoe upper and to a sole member, having stitch-forming
devices, including a curved hooked needle.

[0034] The aim of the present invention is thus to pro-
vide a method and a sewing machine for realising a semi-
finished workpiece to be used in the construction of a
shoe, the semi-finished workpiece being constituted by
the joining of an upper, an underfoot insole and a welt
according to the GOODYEAR method, realised more
simply, rapidly and economically with respect to the
GOODYEAR method, the semi-finished workpiece being
suitable for being subsequently used for a corresponding
shoe of the GOODYEAR type.

[0035] A furtheraim of the invention consists in provid-
ing a method which enables obtaining the semi-finished
workpiece with a single sewing operation performed by
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the sewing machine which carries out the method, with-
out any requirement for the use of a form, nails and/or
glue.

[0036] A still further aim of the invention relates to the
desire to provide a method and a sewing machine such
as to be usable for obtaining the semi-finished workpiece,
an underfoot insole with a rim that is identical to the rim
used in the known-type process, as mentioned in the
preamble hereto.

[0037] A still further aim of the invention is to be able
to use, in the realisation of the above-mentioned semi-
finished workpiece, an upper cut without the perimeter
portion destined to become trimmed waste, which is re-
quired in the prior art, such as to save precious leather.
[0038] The above aims are attained by means of a
method forrealising a semi-finished workpiece to be used
in constructing a shoe, the semi-finished workpiece being
of a type comprising: an underfoot insole provided on a
side surface thereof with a perpendicular border, ar-
ranged in a closed loop and shaped such as to follow a
perimeter profile of the underfootinsole, atan appropriate
distance from an external limit thereof; an open upper; a
welt having a linear development which is sufficient to
form a ring around the upper; the method being charac-
terised in that it comprises following steps:

positioning the underfoot insole in a sewing machine
such that a sewing needle thereof is destined to
transversally interest the perpendicular border from
an outside towards an inside of the underfoot insole;

positioning the open upper in the sewing machine,
facing in an opposite direction to the perpendicular
border and in such a way that the perimeter edge of
the upper is flanked to the outside of the perpendic-
ular border and aligned in height with the free end
thereof, at least in a zone in which the sewing needle
acts;

positioning the welt in the sewing machine, flanked
to the outside of the upper and the perpendicular
border, such that it is aligned in height therewith, at
least in the zones in which the sewing needle acts;

simultaneous sewing of the welt, the upper and the
perpendicular border, passed-through in order by
the needle at each stitch of the sewing, resulting in
a definition of a seam of stitching developing in a ring
which interests the entire development of the welt,
the upper and the perpendicular border.

[0039] The machine usable for actuating the above
method is of a type comprising: a curved needle, borne
at a free end of a lever activated in alternating oscillating
motion such as to move the curved needle between two
end positions along a curved trajectory that is concentric
to a radius of curvature of the needle, the end positions
respectively being retracted, in which it is external of the
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elements to be sewn, and advanced, in which it is des-
tined to pass through the elements and enter a rotary
hook device provided such as to cooperate with the
curved needle in order to realise sewing stitches of a type
having two knotted yarns; horizontal translating means
for translating the curved needle and rotary hook device
synchronically, with alternating motion, in runs of a size
that is of a predetermined step, for each of the sewing
stitches; the semi-finished work-piece being of a type
comprising: an underfoot insole provided on a surface
thereof with a perpendicular border, arranged in a closed
loop and shaped such as to follow a perimeter profile of
the underfoot insole, at an appropriate distance from an
external limit thereof; an open upper; a welt having a
linear development which is sufficient to form a ring
around the upper; the sewing machine being character-
ised in that it comprises:

a support destined to restingly support the underfoot
insole, vertically mobile between a lowered rest po-
sition and a raised working position;

an abutment, destined to abuttingly intercept the un-
derfoot insole resting on the support, in phase rela-
tion with the raised working position thereof, the
abutment being provided with a slot suitable for en-
abling transit of the curved needle and entry thereof
into the rotary hook device as well as a horizontal
translation of the needle, the support and the abut-
ment being such as to define, for the underfoot in-
sole, a position that is such that the curved needle
is destined to transversally interest the perpendicular
border from outside the underfoot insole towards an
inside thereof;

a separating and guiding wall, substantially vertical,
flanked to the abutment and extending horizontally
for a tract preceding the tract in which the curved
needle acts, destined to insert between the external
side of the perpendicular border and the perimeter
edge of the open upper, arranged flanked and
aligned to the perpendicular border;

a U-shaped foot arranged externally of the separa-
tion and guide wall, on a vertical plane that is prac-
tically perpendicular thereto and associated to acti-
vating organs of the sewing machine, a branch of
the U closer to the separation and guide wall being
destined to laterally contain the upper which advanc-
es towards the sewing zone, and a recess of the U
being destined to define a rest and a guide for the
welt in entry towards the sewing zone, the welt being
destined to be arranged flanked to the outside of the
upper and the perpendicular border, such that an
upper limit of a profile thereof is aligned with the up-
per and the perpendicular border;

actuator means associated to the separation and
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guide wall, destined to raise it into a non-interfering
position with the semi-finished workpiece, for realis-
ing final stitches of a ringed sewing seam realised
by the sewing machine such as to mutually join the
welt, the upper and the perpendicular border and
which interests a whole development thereof.

[0040] The above-described method and machine en-
able fully attaining all the set aims, i.e. obtaining a semi-
finished workpiece constituted by the joining of an upper,
an insole and a welt, with the steps of the known GOOD-
YEAR method, butin a much simpler and more rapid way
that is consequently economical with respect thereto,
while losing nothing in terms of quality and constructional
accuracy, which is indeed improved.

[0041] The semi-finished workpiece obtained with the
presentinvention is perfectly suitable, therefore, for sub-
sequent use for a corresponding shoe of the GOOD-
YEAR type, with the carrying out of remaining productive
steps.

[0042] The original aspect of the method and machine
actuating the method relates to the fact that the semi-
finished workpiece is realised with a single sewing oper-
ation, without any required use of a form, nails and/or
glue.

[0043] Note the fact that the sewn seam joining the
elements of the semi-finished workpiece is of a type hav-
ing two threads with a knotted stitch, which is much stur-
dier that the seam having the chain stitch, and lacks the
drawbacks of the latter.

[0044] Animportant advantageous aspect of the meth-
od of the invention is inherent to the use, for the semi-
finished workpiece, of an underfoot insole having a "wall"
identical to the one used in the known methods, that is
easily obtainable from specialised producers atindustrial
prices.

[0045] Other notinsignificant advantages of the inven-
tion derive from the fact that pliers are no longer neces-
sary for stretching the upper on the form: the first of these
is the in the realisation of the semi-finished workpiece a
smaller upper can be used, while obtaining the same final
dimension of the workpiece; in this way precious leather
is saved; the second advantage is that the trimming of
the upper is avoided after it has been joined to the un-
derfoot insole.

[0046] Both above-cited advantages reduce produc-
tion costs.
[0047] With the proposed method and the sewing ma-

chine that carries out the method, excellent shoes can
be made in series that up to now have been produced
manually; thus they can be sold at more acceptable pric-
es without renouncing anything in terms of quality or ap-
pearance, as the shoes are indistinguishable from those
made using a manual process.

[0048] The characteristics of the invention will more
fully emerge from the following description of a preferred
embodiment ofthe method as well as the sewing machine
which embodies the method, according to what is set out
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in the claims and with the aid of the accompanying figures
of the drawings, in which:

» figure 1is a perspective view of the underfoot insole,
the open upper and the welt destined to constitute
the semi-finished workpiece;

* figure2is an enlarged-scale illustrated of the section
of the welt, obtained along plane II-1l of figure 1;

» figure 3 is a partial perspective view of the sewing
machine of the invention, from the needle inlet side,
without the elements to be sewn;

* figure 3A illustrates a detail of an element shown in
figure 3 from a different point of view;

e figure 4 partially illustrates the machine in a similar
view to that of figure 3, during the sewing of the semi-
finished workpiece;

* figure 5 againillustrates the machine during the sew-
ing operation, from a different angle;

» figure 6 is a larger-scale schematic section view of
the needle of the sewing machine during the reali-
sation of a sewing stitch;

* figure7illustrates, in cross section, the semi-finished
workpiece obtained using the method and the ma-
chine of the invention;

» figure8is aperspective view of afinished shoe which
uses the semi-finished workpiece;

* figure9isalarger-scaleillustration of a cross-section
of the shoe of figure 8;

e figure 10 partially illustrates, in a perspective view,
an underfoot insole which can be prepared as an
alternative to the semi-finished workpiece;

e figure 11 illustrates, in a section view, a portion of
the underfoot insole of figure 10, predisposed for
use;

* figure 12 is a similar view to that of figure 6 with the
insole of figure 11.

[0049] With reference to the figures, 100 denotes the
semi-finished workpiece obtained using the method and
the machine of the present invention. the machine, only
partially illustrated, is denoted by reference letter M. The
workpiece 100, in a known way, comprises: an underfoot
insole 101 provided on a side surface thereof with a per-
pendicular border 102, arranged in a closed loop and
shaped such as to follow a perimeter profile of the un-
derfoot insole 101, at an appropriate distance from an
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external limit thereof; an open upper 103; a welt 104 hav-
ing a linear development which is sufficient to form a ring
around the upper 103; the method being characterised
in that it comprises following steps:

positioning the underfoot insole 101 in a sewing ma-
chine M such that a sewing needle 4 thereof is des-
tined to transversally interest the perpendicular bor-
der 102 from an outside towards an inside of the
underfoot insole 101;

positioning the open upper 103 in the sewing ma-
chine M, facing in an opposite direction to the per-
pendicular border 102 and in such a way that the
perimeter edge 103B of the upper 103 is flanked to
the outside of the perpendicular border 102 and
aligned in height with the free end thereof, at least
in a zone in which the sewing needle 4 acts;

positioning the welt 104 in the sewing machine M,
flanked to the outside of the upper 103 and the per-
pendicular border 102, such thatitis aligned in height
therewith, at least in the zones in which the sewing
needle 4 acts;

simultaneous sewing of the welt 104, the upper 103
and the perpendicular border 102, passed-through
inorder by the needle 4 at each stitch P of the sewing,
resulting in a definition of a seam of stitching devel-
oping in a ring C which interests the entire develop-
ment of the welt 104, the upper 103 and the perpen-
dicular border 102.

[0050] Inapreferred embodimentofthe method, mark-
ing of atleasta reference sign is provided in the underfoot
insole 101 and a corresponding reference sign in the up-
per 103, to be performed before positioning of the under-
footinsole 101 and the upper 103 in the sewing machine
M.

[0051] Oncompletion of the sewing step, the reference
signs must be aligned in order to confirm correct recip-
rocal positioning.

[0052] According to the shape of the upper 103 and
the underfoot insole 101, a plurality of reference signs
can be marked on both, indicating for example the centre
of the toe and the heel, the beginning and the end of the
curvature of the stitch and the heel and the start point of
the stitching.

[0053] For some models of upper 103 and the insole
101, the development of the perimeters thereof is the
same; in this case, during the sewing step, the advancing
of the welt 104, upper 103 and border 102 is the same
for each stitch P of the ring shaped seam C.

[0054] For other models, the development of the pe-
rimeter of the upper 103, before sewing, is greater than
that of the insole 101; in the presence of this character-
istic, according to the prior art, the skin of the upper 103
has to be curled in the area of the tip, such as to recover
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the greater development and to obtain, at the same time,
the arching thereof.

[0055] In this case, during the stitching the same ad-
vancement of the welt 104, upper 103 and 102 is provided
for each stitch P which does not concern the area of the
shoe tip, while there will be an advancement of the upper
103 that is increased by a predetermined amount com-
pared to the advancement of the welt 104 and border
102, for each sewing stitch P inserted in the above-men-
tioned zone of the tip.

[0056] The sewing machine M used for the realization
ofthe semi-finished workpiece 100 is preferably obtained
starting from a known machine, produced by the same
Applicant, of which mention was made in the introduction,
and comprising:

ahead 1, in which the drive mechanisms are housed,
powered by an electric motor (not shown);

a curved needle 4, borne at the free end of a lever
3radially keyed on a first shaft (not shown), arranged
longitudinally in the head 1 and protruding at the front
part thereof; the lever 3 is actuated, by the drive
mechanism, in alternating oscillating motion, so as
to move the curved needle 4 between two extreme
positions along a curvilinear trajectory concentric
with the radius of curvature of the needle 4 itself,
respectively retracted, in which it is external to the
elements to be sewn, and advanced in which it is
destined to pierce the later;

a device with a rotary hook 5, known as a crotchet,
positioned by a side of the needle 4, borne at the
free end of a second shaft, also not shown, arranged
parallel to the first; the crotchet 5 is destined to in-
ternally receive the needle 4 in a phase relation with
its advanced position as well as cooperating with the
needle for realising the stitches of the two-thread
knotted type C.

[0057] With the needle 4 engaged in the crotchet 5,
the crotchet 5 and the longitudinal shaft bearing the lever
3 are translated axially in synchrony, by a width that is
equal to a predetermined step of sewing P, determining
the advancing of the sewing material.

[0058] In phase relation with the exit of the needle 4
from the crotchet 5 and the material to be sewn, a trans-
lation of the same amount is impressed on both in the
opposite direction to bring them back into the initial po-
sition.

[0059] In appropriate phase relation with the return os-
cillation of the needle 4, aholding foot 2 is actuated, which
presses the material in the opposite direction to the re-
turning of the needle 4, thus facilitating the release there-
of.

[0060] The sewing machine M is equipped to make it
suitable for sewing together the welt 104, the upper 103
and the underfoot insole 101 and realise the semi-fin-
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ished workpiece 100.

[0061] To this end, the machine M of to the invention
is provided with a support 6, suitable for restingly sup-
porting the insole 101 and vertically mobile between a
lowered rest position and a raised work position, through
the action of actuator organs, e.g. tyres, not shown.
[0062] The support 6 is constituted, in the example of
the figures, by a shaped arm 60, pivoted with a practically
vertical axis to a base, not shown, integral with the head 1.
[0063] The shaped arm 60 bears a wheel 61 at the top
thereof, which is idle and has an axis that coincides with
the oscillating axis of the arm 60 (figure 3).

[0064] Aturretbody 7 is solidly constrained to the head
1, which body 7 inferiorly conforms an abutment 70, suit-
able for abuttingly intercepting the insole 101 restingly
arranged on the wheel 61 of the support 6, when the
support 6 is in the raised working position thereof.
[0065] The insole 101 is therefore loosely tightened
slidably between the wheel 61 and the abutment 70, while
the perpendicular border 102 is placed against it by the
internal side thereof.

[0066] A horizontal slot 71 is formed in the abutment
70, which is destined to enable transit of the needle 4
and entry thereof into the crotchet 5, as well as the hor-
izontal translation of the needle 4 in synchrony therewith
(figure 3).

[0067] The support 6 and abutment 70 therefore de-
fine, for the insole 101, a position such that the curved
needle 4, in its oscillating movement, transversally inter-
ests the perpendicular border 102, from the outside to-
wards the inside.

[0068] A substantially vertical separating and guiding
wall is arranged at the side of the abutment 70, which
wallis horizontally extended for a tract preceding the tract
in which the needle 4 acts and destined to insert between
the external side of the perpendicular border 102 and the
perimeter edge 103B of the upper 103, with the upper
arranged flanked and aligned to the border 102.

[0069] The separating and guiding wall 80 is profiled
at the lower end of a slide, vertically slidable in a seating
afforded in the body 7 of the abutment 70 and associated
to actuator means 81 (visible only partially in figure 4) by
means of a bracket 82.

[0070] The actuatormeans 81, constituted forexample
by a pneumatic jack, define two positions for the sepa-
rating and guiding wall 80, respectively, a lowered oper-
ating position (figures 3, 4, 5) and a raised non-operative
position (not shown).

[0071] In the operating position, the separating and
guiding wall 80 facilitates the correct progress of the in-
sole 101 and the upper 103 and also cooperates with a
crinkling group 9, which will be more fully described here-
in below, suitable for operating on the upper.

[0072] In the non-operating position, the separating
and guiding wall 80 is in a non-interfering position with
respect to the semi-finished workpiece 100, to enable
the realization of the final stitches P of the sewing ring
seam C.
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[0073] A U-shaped foot90is arranged externally of the
separating and guiding wall 80, on a vertical plane prac-
tically perpendicular to the wall, fixed to a rod 91 belong-
ing to the crinkling group 9.

[0074] The branch 90A of the U-shape that is closer to
the separating and guiding wall 80 is destined to laterally
contain the upper 103, which advances towards the sew-
ing area, while the recess 90B of the U-shape forms a
support and a guide for the welt 104 in input to the same
sewing area, in which, as already specified, it must be
arranged flanked to the outside of the upper 103 and
perpendicular border 102, so that the upper limit of the
profile thereof is aligned with the upper and border.
[0075] In aconstructional variant, not shown, a height-
adjustable foot is provided, removably fixed to the column
7 above the slot 71 and destined to define an upper abut-
ment for the welt 104.

[0076] The U-shaped foot 90 is kept in a fixed position
for models of upper 103 and insole 101 in which the de-
velopment of the respective perimeters is the same and
where, consequently, equal advancement is required of
the welt 104, upper 103 and border 102 for each stitch
P of the ring sewn seam C.

[0077] The crinkling group 9 is activatable on com-
mand of the operator and is destined to increase the ad-
vancement of the upper sole 103 with respect to the in-
sole 101 and the welt 104.

[0078] The U-shaped foot 90 "U" is pushed transver-
sally tothe upper 103 in phase relation with the realization
of each sewn stitch P up to pressing on the surface of
the upper with the corresponding branch 90A, which is
provided with a tooth 90D (see in particular figure 3A),
destined to increase the friction.

[0079] The corresponding portion of upper 103 is
therefore clamped between the foot 90 and the opposing
separating and guiding wall 80.

[0080] The foot 90 is then, is translated in the same
advancement direction as given by the needle-crotchet
group for the transport of the material, in order to obtain
the predetermined increment in advancement, and then
is newly distanced from the upper 103 when the needle
4 is engaged therein, and translated in the opposite di-
rection to repeat the cycle.

[0081] There now follows a description of the operating
process that enables the semi-finished workpiece 100 to
be obtained with the sewing machine M.

[0082] The support 6 is lowered to allow the insole 101
to be introduced, with the perpendicular border 102 fac-
ing upwards and inserted between the abutment 70 and
the separating and guiding wall 80; then the support 6 is
raised into the working position to hold it.

[0083] If there is, in the underfoot insole 101, a start-
sewing marked reference, the sign has to be aligned with
the oscillating plane of the needle 4.

[0084] The upper 103 is then positioned, with the pe-
rimeter edge 103B thereof facing up and flanked to the
perpendicular border 102, at least in the sewing area.
[0085] If a start-sewing reference sign is also marked

10

15

20

25

30

35

40

45

50

55

in the upper 103, the sign must be aligned with the sign
on the insole 101.

[0086] The end of the welt 104 is also arranged at the
position of the needle 4, the welt 104 being positioned
as previously described with respect to the upper 103
and the border 102, which will be pierced in order as each
of the stitches P (figure 6) is sewn.

[0087] At this point, the operator starts the machine M
and commences sewing, taking care to accompany the
advancement of the insole 101 and the upper 103 with
the hands, while the welt 104, once the first stitch P has
been sewn, is drawn automatically.

[0088] During stitching, the operator rotates the
shaped arm 60 into the appropriate positions so as not
to hinder the smooth progress of the semi-finished work-
piece 100 under construction.

[0089] If the model requires the greater development
of the perimeter of the upper 103 with respect to that of
the insole 101, the operator activates the crinkling group
9 at the start of the curvature of the tip of the semi-finished
workpiece 100 and deactivates it at the end of the oper-
ation, availing of any relevant reference marks that may
be present.

[0090] Before the machine carries out the last stitch P,
the operator commands the lifting of the separating and
guiding wall 80 into the non-operative position, in order
to close the ring of the sewing seam C.

[0091] After cutting the threads, the support 6 is low-
ered again and the semi-finished workpiece 100 extract-
ed (figure 7); the workpiece can now pass on to the sec-
ond group of operating steps, mentioned in the introduc-
tion hereto, which will lead to the creation of a shoe 200
as shown in figures 8 and 9.

[0092] The second group of operating steps, not illus-
trated in detail since they are not part of the invention,
comprises in order:

positioning and fixing the insert 110 in the underfoot
insole 101;

bonding the bottom 120 to the semi-finished work-
piece 100;

pressing the welt 104 onto the bottom 120, for ex-
ample by means of a machine equipped with coun-

ter-rotating rollers;

sewing the welt 104 to the bottom 120, for example
with a curved sewing machine needle;

heating the upper 103, for example, with an alumin-
ium form equipped with electrical heaters;

insertion of the form in the upper 103;

stretching the upper 103, for example in a kiln for a
predetermined time;
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application of the heel;

levelling the sides of the bottom and the heel, for
example with a milling machine;

painting the sides to obtain the desired finish colour;
finishing operations on the shoe;
extraction of the form.

[0093] The shoe 200 thus obtained is fully compliant
to a GOODYEAR shoe type and is indistinguishable
therefrom.

[0094] The semi-finished workpiece 100 can be real-
ized in an identical manner to what has been described
above with in insole 201 of a different type, illustrated in
figures 10 and 11, in place of the traditional insole with
the perpendicular border 102 considered up to this point.
[0095] The preferably leather insole 201 is prepared
by making an oblique incision T in its face destined to be
facing towards the bottom of the shoe.

[0096] In this way a flap 202 is defined, close to the
outer edge, which, by means of a suitable machine, is
rotated up to placing italmost perpendicular to the relative
surface (figure 11).

[0097] Figure 12 shows the realisation of a sewing
stitch P by the curved needle 4, with which the flap 202
is joined to the upper 103 and to the welt 104.

[0098] It is understood that the above description is
presented by way of non-limiting example, and any mod-
ifications in details thereof aimed at improving the effec-
tiveness of the method and/or the functionality of the sew-
ing machine are considered henceforth to fall within the
scope of protection defined in the following claims.

Claims

1. A method for realising a semi-finished work-piece to
be used in the construction of a shoe in a sewing
machine (M) comprising a head (1), a support (6),
vertically mobile between a lowered rest position and
a raised work position, constituted by a shaped arm
(60) thatbears awheel (61) atthe top thereof; a turret
body (7), solidly constrained to the head (1), which
body (7) inferiorly conforms an abutment (70); the
semi-finished work-piece (100) being of a type com-
prising: an underfoot insole (101) provided on a side
surface thereof with a perpendicular border (102),
arranged in a closed loop and shaped such as to
follow a perimeter profile of the underfoot insole
(101), at an appropriate distance from an external
limitthereof; an open upper (103); awelt(104) having
alinear development which is sufficient to form aring
around the upper (103); the method comprising fol-
lowing steps:
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positioning the underfoot insole (101) such that
a sewing needle (4) thereof is destined to trans-
versally interest the perpendicular border (102)
from an outside towards an inside of the under-
foot insole (101);

positioning the open upper (103) in the sewing
machine (M), facing in an opposite direction to
the perpendicular border (102) and in such a
way that the perimeter edge (103B) of the upper
(103) is flanked to the outside of the perpendic-
ular border (102) and aligned in height with the
free end thereof, at least in a zone in which the
sewing needle (4) acts;

positioning the welt (104) in the sewing machine
(M), flanked to the outside of the upper (103)
and the perpendicular border (102), such that it
is aligned in height therewith, at least in the
zones in which the sewing needle (4) acts;
simultaneous sewing of the welt (104), the upper
(103) and the perpendicular border (102),
passed-through in order by the needle (4) at
each stitch (P) of the sewing, resulting in a def-
inition of a seam of stitching developing in a ring
(C) which interests the entire development of
the welt (104), the upper (103) and the perpen-
dicular border (102);

the method being characterised in that it com-
prises the step of positioning the underfoot in-
sole (101) on the wheel (61) of the support (6)
of the sewing machine (M), when the support
(6) is in the raised working position thereof, in
such a way that the abutment (70) abuttingly in-
tercepts the insole (101).

The method of claim 1, the sewing machine (M) fur-
ther comprising a substantially vertical separating
and guiding wall (80) arranged at the side of the abut-
ment (70), which wall (80) is horizontally expended
for a tract preceding the tract in which the needle (4)
acts, characterised in that it comprises the step of
inserting the separating and guiding wall (80) be-
tween the external side of the perpendicular border
(102) and the perimeter edge (103B) of the upper
(103), with the upper arranged flanked and aligned
to the border (102).

The method of claim 2, the sewing machine (M) fur-
ther comprising a U-shaped foot (90) arranged ex-
ternally of the separating and guiding wall (80), on a
vertical plane practically perpendicular to the wall
(80), characterised in that it comprises the step of
positioning the upper (103) which advances towards
the sewing area in such a way it results laterally con-
tained by the branch (90A) of the U-shaped foot (90)
that is closer to the separating and guiding wall (80).

The method of claim 1, characterised in that mark-
ing of at least a reference sign is provided in the
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underfoot insole (101) and a corresponding refer-
ence sign in the upper (103), to be performed before
positioning of the underfoot insole (101) and the up-
per (103) in the sewing machine (M), the reference
signs being destined to be aligned at the end of the
sewing step.

The method of claim 1, characterised in that during
the sewing step the welt (104), the upper (103) and
the perpendicular border (102) are together ad-
vanced for each stitch (P) of the ringed sewing seam
(C).

The method of claim 1, characterised in that during
the sewing step the same advancement of welt
(104), the upper (103) and the perpendicular border
(102) for each stitch of sewing (P) is comprised,
where the tip of the upper (103) is not involved, while
an advancement of the upper (103) is provided that
is augmented by a predetermined value with respect
to an advancement of the welt (104) and the perpen-
dicular border (102), for each stitch of sewing (P)
localised in the tip zone.

A sewing machine for realising a semi-finished work-
piece to be used in construction of a shoe, the semi-
finished work-piece (100) being of a type comprising:
an underfoot insole (101) provided on a surface
thereof with a perpendicular border (102), arranged
in a closed loop and shaped such as to follow a pe-
rimeter profile of the underfoot insole (101), at an
appropriate distance from an external limit thereof;
an open upper (103); a welt (104) having a linear
development which is sufficient to form a ring around
the upper (103); the machine (M) being of a type
comprising: a curved needle (4), borne at a free end
of a lever (3) activated in alternating oscillating mo-
tion such as to move the curved needle (4) between
two end positions along a curved trajectory that is
concentric to a radius of curvature of the needle (4),
the end positions respectively being retracted, in
which it is external of the elements to be sewn, and
advanced, in which it is destined to pass through the
elements and enter a rotary hook device (5) provided
such as to cooperate with the curved needle (4) in
order to realise sewing stitches (P) of a type having
two knotted yams; horizontal translating means for
translating the curved needle (4) and rotary hook de-
vice (5) synchronically, with alternating motion, in
runs of a size that is of a predetermined step, for
each of the sewing stitches (P); the sewing machine
(M) being characterised in that it comprises:

a support (6) destined to restingly support the
underfoot insole (101), vertically mobile be-
tween a lowered rest position and a raised work-
ing position;

an abutment (70), destined to abuttingly inter-
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cept the underfoot insole (101) resting on the
support (6), in phase relation with the raised
working position thereof, the abutment (70) be-
ing provided with a slot (71) suitable for enabling
transit of the curved needle (4) and entry thereof
into the rotary hook device (5) as well as a hor-
izontal translation of the needle (4), the support
(6) and the abutment (70) being such as to de-
fine, for the underfoot insole (101), a position
thatis such thatthe curved needle (4) is destined
to transversally interest the perpendicular bor-
der (102) from outside the underfootinsole (101)
towards an inside thereof;

a separating and guide wall (80), substantially
vertical, flanked to the abutment (70) and ex-
tending horizontally for a tract preceding the
tract in which the curved needle (4) acts, des-
tined to insert between the external side of the
perpendicular border (102) and the perimeter
edge (103B) of the open upper (103), arranged
flanked and aligned to the perpendicular border
(102);

a U-shaped foot (90) arranged externally of the
separation and guide wall (80), on a vertical
plane that is practically perpendicular thereto
and associated to activating organs of the sew-
ing machine (M), a branch (90A) of the U closer
to the separation and guide wall (80) being des-
tined to laterally contain the upper (103) which
advances towards the sewing zone, and a re-
cess (90B) of the U being destined to define a
rest and a guide for the welt (104) in entry to-
wards the sewing zone, the welt(104) being des-
tined to be arranged flanked to the outside of
the upper (103) and the perpendicular border
(102), such that an upper limit of a profile thereof
is aligned with the upper (103) and the perpen-
dicular border (102);

actuator means (81) associated to the separa-
tion and guide wall (80), destined to raise it into
a non-interfering position with the semi-finished
workpiece (100), for realising final stitches (P)
of aringed sewing seam (C) realised by the sew-
ing machine (M) such as to mutually join the welt
(104), the upper (103) and the perpendicular
border (102) and which interests a whole devel-
opment thereof.

The machine of claim 7, characterised in that the
support (6) is constituted by a profiled arm (60), piv-
oted with a practically vertical axis to a relative base
and bearing at a top thereof an idle wheel (61) having
a rotation axis that coincides with the rotation axis
of the arm (60).

The machine of claim 7, characterised in that the
separating and guide wall (80) is conformed at a low-
er end of a slide (8), the slide (8) being slidable ver-
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tically in a seating afforded in the body (7) of the
abutment (70), and is associated to the actuator
means (81) via a bracket (82).

The machine of claim 7, characterised in that the
U-shaped foot (90) is fixed to a rod (91) belonging
to a crinkling group (9), provided in the machine (M)
and activatable on command such as to increase the
advancement of the upper (103) with respect to the
advancement of the welt (104) and underfoot insole
(101), the branch (90A) of the foot (90) being pushed,
in consequence of the activation of the crinkling
group (9) to press on the surface of the upper (103)
and to draw the upper (103), abutted on the opposite
side by the separating and guide wall (80), towards
the needle (4).

The machine of claim 10, characterised that at least
a tooth (90D) is present in the branch (90A) of the
U-shaped foot (90), which tooth (90D) is destined to
increase adherence between the branch (90A) and
the surface of the upper (103).

The machine of claim 7, characterised in that a
height-adjustable foot is comprised, positioned
above the slot(71), destined to define an upper abut-
ment for the welt (104).

Patentanspriiche

1.

Verfahren zur Herstellung eines Halbzeugs zur Ver-
wendung bei der Herstellung eines Schuhs in einer
Nahmaschine (M), enthaltend einen Kopf (1), eine
Auflage (6), die vertikal beweglich ist zwischen einer
abgesenkten Ruhestellung und einer angehobenen
Arbeitsstellung, bestehend aus einem geformten
Arm (60), der an seiner Oberseite ein Rad (61) tragt;
einem saulenférmigen Koérper (7), der fest mit dem
Kopf (1) verbunden ist, wobei dieser Korper (7) an
seiner Unterseite einen Anschlag (70) bildet; wobei
das Halbzeug (100) von der Art ist, die Folgendes
beinhaltet: eine Brandsohle (101), die auf einer ihrer
Seiten eine dazu rechtwinklige Kante (102) (die sog.
Risslippe) aufweist, die eine geschlossene Schleife
bildet und derart geformt ist, dass sie einem Auf3en-
umfangsprofil der Brandsohle (101) in einem geeig-
neten Abstand von dessen &ulerer Begrenzung
folgt; ein offenes Oberteil (103); einen Rahmen
(104), der eine lineare Ausdehnung aufweist, die
ausreichend ist, um einen Ring um das Oberteil
(103) zu bilden; wobei das Verfahren folgende Pha-
sen beinhaltet:

Anordnen der Brandsohle (101) in einer Weise,
dass eine Nahnadel (4) dazu bestimmt ist, in
Querrichtung die rechtwinklige Kante (102) von
der AuRenseite zur Innenseite der Brandsohle
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(101) hin zu durchdringen;

Anordnen des offenen Oberteils (103) in der
Nahmaschine (M), derart, dass es in die der
rechtwinkligen Kante (102) entgegengesetzte
Richtung weist und dass der umlaufende Rand
(103B) des Oberteils (103) seitlich an der Au-
Renseite der rechtwinkligen Kante (102) anliegt
und in der H6he mit deren freiem Ende biindig
ausgerichtet ist, zumindest in einem Wirkbe-
reich der Nahnadel (4);

Anordnen des Rahmens (104) in der Nahma-
schine (M), sodass er seitlich an der AulRenseite
des Oberteils (103) und der rechtwinkligen Kan-
te (102) anliegt und dass er in der Héhe biindig
mit diesen ausgerichtet ist, zumindest in den
Wirkbereichen der Nahnadel (4);
gleichzeitiges Nahen des Rahmens (104), des
Oberteils (103) und der rechtwinkligen Kante
(102), die der Reihe nach bei jedem Nahstich
(P) von der Nadel (4) durchdrungen werden, so
das eine ringférmig verlaufende Naht (C) gebil-
detwird, die sich Uiber die gesamte Ausdehnung
des Rahmens (104), des Oberteils (103) und der
rechtwinkligen Kante (102) erstreckt;
wobeidas Verfahren dadurch gekennzeichnet
ist, dass es eine Phase des Anordnens der
Brandsohle (101) auf dem Rad (61) der Auflage
(6) der Nahmaschine (M) beinhaltet, wenn sich
die Auflage (6) in ihrer angehobenen Arbeits-
stellung befindet, so dass der Anschlag (70) in
anliegenden Eingriff mit der Brandsohle (101)
tritt.

Verfahren nach Anspruch 1, worin die Nahmaschine
(M) ferner eine im Wesentlichen vertikal verlaufende
Trenn- und Fihrungswand (80) beinhaltet, die seit-
lich neben dem Anschlag (70) angeordnet ist, und
diese Wand (80) sich in horizontaler Richtung ber
einen Abschnitt erstreckt, der dem Wirkbereich der
Nadel (4) vorangeht, dadurch gekennzeichnet,
dass es eine Phase des Einfiihrens der Trenn- und
Fihrungswand (80) zwischen der Aullenseite der
rechtwinkligen Kante (102) und dem umlaufenden
Rand (103B) des Oberteils (103) beinhaltet, wobei
das Oberteil neben und biindig mit der Kante (102)
angeordnet ist.

Verfahren nach Anspruch 2, worin die Nahmaschine
(M) ferner einen U-férmigen Fuf3 (90) beinhaltet, der
aullerhalb von der Trenn- und Fiihrungswand (80)
auf einer vertikalen Ebene angeordnet ist, die nahe-
zu rechtwinklig zu der Wand (80) ausgerichtet ist,
dadurch gekennzeichnet, dass es die Phase des
Anordnens des in Richtung des Nahbereichs vorge-
schobenen Oberteils (103) beinhaltet, in der dieses
so angeordnet wird, dass es seitlich von dem Zweig
(90A) des U-férmigen Fulles (90) eingehalten wird,
dersichndherander Trenn-und Fiihrungswand (80)
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befindet.

Verfahren nach Anspruch 1, dadurch gekenn-
zeichnet, dass eine Kennzeichnung mit zumindest
einer Bezugsmarkierung an der Brandsohle (101)
und einer entsprechenden Bezugsmarkierung am
Oberteil (103) bereitgestellt wird, die vor dem Anord-
nen der Brandsohle (101) und des Oberteils (103)
in der Nahmaschine (M) vorzunehmen ist, wobei die-
se Bezugsmarkierungen dazu bestimmt sind, am
Ende der Nadhphase bilindig zueinander ausgerichtet
zu sein.

Verfahren nach Anspruch 1, dadurch gekenn-
zeichnet, dass wahrend der Nahphase der Rahmen
(104), das Oberteil (103) und die rechtwinklige Kante
(102) fur jeden Stich (P) der ringférmig verlaufenden
Naht (C) zusammen vorgeschoben werden.

Verfahren nach Anspruch 1, dadurch gekenn-
zeichnet, dass es wahrend der Ndhphase beijedem
Nahstich (P), der nicht den Bereich der Spitze des
Oberteils (103) betrifft, einen jeweils gleich grolRen
Vorschub fir den Rahmen (104), das Oberteil (103)
und die rechtwinklige Kante (102) beinhaltet, wah-
rend es beim Nahen im Bereich der Spitze fur jeden
Nahstich (P) einen Vorschub des Oberteils (103) vor-
sieht, der relativ zu dem Vorschub des Rahmens
(104) und der rechtwinkligen Kante (102) um einen
vorbestimmten Wert erhdht ist.

Nahmaschine zur Herstellung eines Halbzeugs zur
Verwendung bei der Herstellung eines Schuhs, wo-
beidas Halbzeug (100) von der Artist, die Folgendes
beinhaltet: eine Brandsohle (101) die auf einer ihrer
Seiten eine dazu rechtwinklige Kante (102) (die sog.
Risslippe) aufweist, die eine geschlossene Schleife
bildet und derart geformt ist, dass sie einem Auf3en-
umfangsprofil der Brandsohle (101) in einem geeig-
neten Abstand von dessen &ulerer Begrenzung
folgt; ein offenes Oberteil (103); einen Rahmen
(104), der eine lineare Ausdehnung aufweist, die
ausreichend ist, um einen Ring um das Oberteil
(103) zu bilden; wobei die Maschine (M) von der Art
ist, die Folgendes beinhaltet: eine Bogennadel (4),
die von einem freien Ende eines Hebels (3) getragen
wird, der in eine Schwingbewegung versetzt wird,
umdie Bogennadel (4) zwischen zwei Endlagen ent-
lang einer kurvenférmigen Bahn hin und her zu be-
wegen, die konzentrisch zu einem Krimmungsradi-
us der Nadel (4) ist, wobei diese Endlagen jeweils
einer zuriickgezogenen Stellung entsprechen, in der
sie sich auRerhalb des Nahguts befindet, bezie-
hungsweise einer vorgeschobenen Stellung ent-
sprechen, in der sie das Nahgut durchdringt und in
einen Umlaufgreifer (5) eintritt, der dafiir vorgesehen
ist, in Zusammenwirkung mit der Bogennadel (4) die
Nahstiche (P) der Art zu bilden, die aus zwei mitein-
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1"

ander verschlungenen Faden bestehen; horizontale
Bewegungsmittel zur translatorischen synchronen
Bewegung der Bogennadel (4) und des Umlaufgrei-
fers (5) fir jeden der Nahstiche (P) in einer Wech-
selbewegung und mit einem Bewegungsumfang,
der einer vorbestimmten SchrittgroRe entspricht;
wobeidie Nahmaschine (M) dadurch gekennzeich-
net, ist dass sie Folgendes beinhaltet:

eine Auflage (6) zur liegenden Aufnahme der
Brandsohle (101), die vertikal beweglich ist zwi-
schen einer abgesenkten Ruhestellung und ei-
ner angehobenen Arbeitsstellung;

einen Anschlag (70), der dafiir ausgelegt ist, in
anliegenden Eingriff mit der Brandsohle (101)
zu treten, wahrend diese auf der Auflage (6)
liegt, und zwar in Phasenbeziehung zu deren
angehobener Arbeitsstellung, wobei der An-
schlag (70) einen Schlitz (71) aufweist, der ge-
eignet ist, sowohl das Durchtreten der Bogen-
nadel (4) und deren Eintreten in den Umlaufgrei-
fer (5) zu erméglichen, als auch eine horizontale
translatorische Bewegung der Nadel (4), wobei
die Auflage (6) und der Anschlag (70) dafiir aus-
gelegt sind, fur die Brandsohle (101) eine Posi-
tion zu definieren, in der die Bogennadel (4) da-
zu bestimmt ist, in Querrichtung die rechtwink-
lige Kante (102) von der AuRenseite zur Innen-
seite der Brandsohle (101) hin zu durchdringen;
eine Trenn- und Fiihrungswand (80), die im We-
sentlichen vertikal verlauft, seitlich neben dem
Anschlag (70) angeordnet ist und sich in hori-
zontaler Richtung Uber einen Abschnitt er-
streckt, der dem Wirkbereich der Nadel (4) vo-
rangeht, und die dazu bestimmt ist, zwischen
der AuRenseite der rechtwinkligen Kante (102)
und dem umlaufenden Rand (103B) des offenen
Oberteils (103) eingefiihrtzu werden, das neben
und bilindig mit der rechtwinkligen Kante (102)
angeordnet ist;

einen U-férmigen FuB (90), der auRerhalb von
der Trenn- und Fihrungswand (80) auf einer
vertikalen Ebene angeordnet ist, die nahezu
rechtwinklig zu der Wand ist, und der mit An-
triebsorganen der Nahmaschine (M) verbunden
ist, wobei ein Zweig (90A) der U-Form, der sich
naherander Trenn-und Fiihrungswand (80) be-
findet, dafiir bestimmt ist, das in Richtung des
Nahbereichs vorgeschobene Oberteil (103)
seitlich einzuhalten, und eine Auskehlung (90B)
der U-Form dafir bestimmt ist, eine Auflage und
Fihrung fir den Rahmen (104) zu bilden, der in
Richtung des Nahbereichs zugefiihrt wird, wo-
beider Rahmen (104) dafiir bestimmt ist, seitlich
an der AulRenseite des Oberteils (103) und der
rechtwinkligen Kante (102) angelegt zu werden,
so dass eine obere Begrenzung seines Profils
blindig mit dem Oberteil (103) und der recht-
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winkligen Kante (102) ausgerichtet ist;
Stellantriebsmittel (81), die mit der Trenn- und
Fihrungswand (80) verbunden und dazu be-
stimmt sind, diese in eine nicht mit dem Halb-
zeug (100) interferierende Stellung anzuheben,
um die letzten Stiche (P) einer ringférmig ver-
laufenden Naht (C) auszufiihren, die von der
Nahmaschine (M) hergestellt wird, um den Rah-
men (104), das Oberteil (103) und die rechtwink-
lige Kante (102) miteinander zu verbinden und
die sich Uber deren gesamte Ausdehnung er-
streckt.

Maschine nach Anspruch 7, dadurch gekennzeich-
net, dass die Auflage (6) aus einem geformten Arm
(60) besteht, der mit einer nahezu vertikalen Achse
drehbeweglich an einer entsprechenden Basis an-
gelenkt ist und an seiner Oberseite ein nicht ange-
triebenes Rad (61) tragt, das eine Drehachse auf-
weist, die mit der Drehachse des Arms (60) Giberein-
stimmt.

Maschine nach Anspruch 7, dadurch gekennzeich-
net, dass die Trenn- und Fihrungswand (80) an
dem unteren Ende eines Schlittens (8) ausgebildet
ist, wobei dieser Schlitten (8) vertikal in einer Auf-
nahme gleiten kann, die der Korper (7) des An-
schlags (70) aufweist, und tber einen Bugel (82) mit
den Stellantriebsmitteln (81) verbunden ist.

Maschine nach Anspruch 7, dadurch gekennzeich-
net, dass der U-férmige Ful3 (90) an einer Stange
(91) befestigtist, die Bestandteil einer Krduseleinheit
(9) ist, welche in der Maschine (M) vorgesehen und
auf Befehl aktivierbar ist, um den Vorschub des
Oberteils (103) relativ zum Vorschub des Rahmens
(104) und der Brandsohle (101) zu erhéhen, wobei
der Zweig (90A) des Fulies (90) infolge der Aktivie-
rung der Krauseleinheit (9) angetrieben wird, um auf
die Oberflache des Oberteils (103) zu driicken und
das Oberteil (103), das auf der entgegengesetzten
Seite auf Anschlagander Trenn-und Filhrungswand
(80) anliegt, in Richtung der Nadel (4) zu ziehen.

Maschine nach Anspruch 10, dadurch gekenn-
zeichnet, dass zumindest ein Zahn (90D) in dem
Zweig (90A) des U-férmigen FuBes (90) vorhanden
ist, wobei dieser Zahn (90D) dazu dient, die Anhaf-
tung zwischen dem Zweig (90A) und der Oberflache
des Oberteils (103) zu erhdhen.

Maschine nach Anspruch 7, dadurch gekennzeich-
net, dass sie einen hohenverstellbaren Fuld bein-
haltet, der Giber dem Schlitz (71) angeordnet und da-
zu bestimmt ist, einen oberen Anschlag fir den Rah-
men (104) zu bilden.
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Revendications

Un procédé pour réaliser un produit semi-fini pour la
fabrication d’une chaussure dans une machine a
coudre (M) comprenant une téte (1), un support (6),
mobile verticalement entre une position basse de
repos et une position haute de travail, constitué d’'un
bras profilé (60) qui porte un disque (61) sur son
sommet ; un corps tourelle (7), solidaire de la téte
(1), ledit corps (7) définit inférieurement une butée
(70) ; le produit semi-fini (100) étant d’ un type
comprenant : une semelle sous-pied (101) dotée,
sur une surface latérale de celle-ci, d'un rebord per-
pendiculaire (102), disposé en boucle fermée et con-
formé de maniére a suivre un profil périmétral de la
semelle sous-pied (101), a une distance appropriée
d’une limite extérieure de celle-ci ; une empeigne
ouverte (103) ; une trépointe (104) ayant un déve-
loppement linéaire qui suffit pour former un anneau
autour de 'empeigne (103) ; le procédé comprenant
les phases suivantes :

positionner la semelle sous-pied (101) dans une
machine a coudre (M) de maniére a ce qu'une
aiguille a coudre (4) de celle-ci puisse agir trans-
versalement sur le rebord perpendiculaire (102)
de I'extérieur vers l'intérieur de ladite semelle
sous-pied (101) ;

positionner 'empeigne ouverte (103) dans la
machine a coudre (M), orientée dans une direc-
tion opposée au rebord perpendiculaire (102) et
de maniére a ce que le bord périmétral (103B)
de 'empeigne (103) soit accolé a I'extérieur du
rebord perpendiculaire (102) et aligné en hau-
teur avec I'extrémité libre de celui-ci, au moins
dans une zone ou agit I'aiguille a coudre (4) ;
positionner la trépointe (14) dans la machine a
coudre (M), accolée a I'extérieur de 'empeigne
(103) etdu rebord perpendiculaire (102), de ma-
niére a ce qu’elle soit alignée en hauteur avec
ceux-ci, au moins dans les zones ou agit
Iaiguille a coudre (4) ;

coudre simultanément la trépointe (104), I'em-
peigne (103) et le rebord perpendiculaire (102),
traversés dans l'ordre par l'aiguille (4) a chaque
point (P) de la couture, ce qui se traduit par la
définition d’'une piqlre de couture se dévelop-
pant en anneau (C) qui concerne tout le déve-
loppement de la trépointe (104), de 'empeigne
(103) et du rebord perpendiculaire (102) ;

le procédé étant caractérisé en ce qu’il com-
prend la phase consistant a positionner la se-
melle sous-pied (101) sur le disque (61) du sup-
port (6) de la machine a coudre (M), quand ledit
support (6) est dans sa position haute de travail,
de maniére a ce que la butée (70) intercepte en
butée la semelle (101).
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Le procédé selon la revendication 1, la machine a
coudre (M) comprenant en outre une paroi de sépa-
ration et de guidage (80) essentiellement verticale
disposée latéralement a la butée (70), ladite paroi
(80) est horizontalement étendue sur un trongon pré-
cédant le trongon ou agit l'aiguille (4), caractérisé
en ce qu’il comprend la phase consistant a insérer
la paroi de séparation et de guidage (80) entre le
cété extérieur du rebord perpendiculaire (102) et le
bord périmétral (103B) de I'empeigne (103), avec
ladite empeigne accolée et alignée audit rebord
(102).

Le procédé selon la revendication 2, la machine a
coudre (M) comprenant en outre un pied en « U »
(90) disposé extérieurement a la paroi de séparation
et de guidage (80), sur un plan vertical quasiment
perpendiculaire a ladite paroi (80), caractérisé en
ce qu’il comprend la phase consistant a positionner
I'empeigne (103) qui avance vers la zone de couture
de maniére a ce qu’elle soit latéralement contenue
par la branche (90A) du pied en « U » (90) la plus
proche de la paroi de séparation et de guidage (80).

Le procédé selon larevendication 1, caractérisé en
ce qu’il prévoit le marquage d’au moins un signe de
référence dans la semelle sous-pied (101) et d’un
signe de référence correspondant dans I'empeigne
(103), a effectuer avant le positionnement de la se-
melle sous-pied (101) et de I'empeigne (103) dans
la machine a coudre (M), lesdits signes de référence
étant destinés a étre alignés a la fin de la phase de
couture.

Le procédé selon larevendication 1, caractérisé en
ce que, pendant la phase de couture, la trépointe
(104), 'empeigne (103) et le rebord perpendiculaire
(102) sont avancés ensemble pour chaque point (P)
de la pigare de couture en anneau (C).

Le procédé selon larevendication 1, caractérisé en
ce que, pendantla phase de couture, laméme avan-
ce de la trépointe (104), de I'empeigne (103) et du
rebord perpendiculaire (102) est prévue pour cha-
que point de couture (P) ou la pointe de I'empeigne
(103) n’est pas concernée, tandis qu'une avance de
'empeigne (103), augmentée d’une valeur prédéfi-
nie par rapport a une avance de la trépointe (104)
et du rebord perpendiculaire (102), est prévue pour
chaque point de couture (P) localisé dans la zone
de la pointe.

Une machine a coudre pour réaliser un produit semi-
fini pour la fabrication d’'une chaussure, le produit
semi-fini (100) étant d’'un type comprenant : une se-
melle sous-pied (101) dotée, sur une surface de cel-
le-ci, d’un rebord perpendiculaire (102), disposé en
boucle fermée et conformé de maniére a suivre un
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profil périmétral de la semelle sous-pied (101), aune
distance appropriée d’une limite extérieure de celle-
ci ;une empeigne ouverte (103) ; une trépointe (104)
ayant un développement linéaire qui suffit pour for-
mer un anneau autour de 'empeigne (103) ; la ma-
chine (M) étant d’'un type comprenant : une aiguille
courbe (4), portée au niveau d’'une extrémité libre
d’un levier (3) actionné selon un mouvement os-
cillant alterné de maniére a déplacer ladite aiguille
courbe (4) entre deux positions limites le long d’'une
trajectoire courbe qui est concentrique a un rayon
de courbure de l'aiguille (4) elle-méme, lesdites po-
sitions limites étant respectivement rentrée, ou elle
est extérieure aux éléments a coudre, et avancée,
ou elle est destinée a traverser lesdits éléments et
aentrer dans un dispositif a crochet tournant (5) pré-
vu pour coopérer avec l'aiguille courbe (4) afin de
réaliser des points de couture (P) d’'un type a deux
fils noués ; des moyens de translation horizontale
destinés a déplacer par translation I'aiguille courbe
(4) et le dispositif a crochet tournant (5), de fagon
synchronisée et par un mouvement alterné, selon
des courses dont'ampleur correspond a un pas pré-
défini, pour chacun des points de couture (P); la
machine a coudre (M) étant caractérisée en ce
qu’elle comprend :

un support (6) destiné a supporter en appui la
semelle sous-pied (101), mobile verticalement
entre une position basse de repos et une posi-
tion haute de travail ;

une butée (70), destinée a intercepter en butée
la semelle sous-pied (101) en appui sur le sup-
port (6), en relation de phase avec la position
haute de travail de celui-ci, la butée (70) étant
dotée d’'une fente (71) permettant le passage de
I'aiguille courbe (4) et I'entrée de celle-ci dans
le dispositif a crochet tournant (5) ainsi qu'une
translation horizontale de l'aiguille (4), le support
(6) et la butée (70) étant tels qu’ils définissent,
pour la semelle sous-pied (101), une position
qui est telle que l'aiguille courbe (4) estdestinée
a agir transversalement sur le rebord perpendi-
culaire (102) de I'extérieur de la semelle sous-
pied (101) vers l'intérieur de celle-ci ;

une paroi de séparation et de guidage (80), es-
sentiellement verticale, accolée a la butée (70)
et s’étendant horizontalement sur un trongon
précédant le trongon ou agit I'aiguille courbe (4),
destinée a s’insérer entre le c6té extérieur du
rebord perpendiculaire (102) et le bord périmé-
tral (103B) de I'empeigne ouverte (103), dispo-
sée accolée et alignée a ce méme rebord per-
pendiculaire (102) ;

un pied en « U » (90) disposé extérieurement a
la paroi de séparation et de guidage (80), sur un
plan vertical qui est quasiment perpendiculaire
a celle-ci, et associé a des organes d’actionne-
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ment de la machine a coudre (M), une branche
(90A) du « U » la plus proche de la paroi de sé-
paration etde guidage (80) étantdestinée a con-
tenir latéralement 'empeigne (103) qui avance
vers la zone de couture, et un renfoncement
(90B) du « U » étant destiné a définir un appui
etun guide pourla trépointe (104) en entrée vers
la zone de couture, ladite trépointe (104) étant
destinée a étre disposée accolée a I'extérieur
de I'empeigne (103) et du rebord perpendiculai-
re (102), de maniére a ce qu’une limite supé-
rieure de son profil soit alignée avec I'empeigne
(103) et le rebord perpendiculaire (102) ;

des moyens actionneurs (81) associés a la paroi
de séparation et de guidage (80), destinés a
I'élever dans une position de non interférence
avec le produit semi-fini (100), pour la réalisation
des points finaux (P) d’'une piqare de couture en
anneau (C) réalisée par la machine a coudre
(M) de maniére a joindre mutuellement la tré-
pointe (104), 'empeigne (103) et le rebord per-
pendiculaire (102) et qui concerne tout le déve-
loppement de ceux-ci.

La machine selon la revendication 7, caractérisée
en ce que le support (6) est constitué d’un bras pro-
filé (60), monté de fagon pivotante avec un axe qua-
siment vertical sur une embase correspondante et
portant a son sommet un disque libre (61) ayant un
axe de rotation qui coincide avec I'axe de rotation
dudit bras (60).

La machine selon la revendication 7, caractérisée
en ce que la paroi de séparation et de guidage (80)
est conformée au niveau d’une extrémité inférieure
d’un coulisseau (8), ledit coulisseau (8) pouvant cou-
lisser verticalement dans un logement présenté
dans le corps (7) de la butée (70), et est associée
aux moyens actionneurs (81) via un étrier de support
(82).

La machine selon la revendication 7, caractérisée
en ce que le pied en « U » (90) est fixé a une tige
(91) appartenant a un groupe de plissage (9), prévu
dans la machine (M) et pouvant étre actionné sur
commande de maniére a augmenter 'avance de
'empeigne (103) par rapport a I'avance de la tré-
pointe (104) etde la semelle sous-pied (101), labran-
che (90A) du pied (90) étant poussée, suite a l'ac-
tionnement dudit groupe de plissage (9), pour exer-
cer une pression sur la surface de I'empeigne (103)
et pour entrainer cette méme empeigne (103), main-
tenue en butée du cbté opposé par la paroi de sé-
paration et de guidage (80), vers l'aiguille (4).

La machine selon la revendication 10, caractérisée
en ce qu’au moins une dent (90D) estprésente dans
la branche (90A) du pied en « U » (90), ladite dent
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(90D) est destinée a augmenter I'adhérence entre
la branche (90A) et la surface de I'empeigne (103).

La machine selon la revendication 7, caractérisée
en ce qu’un pied réglable en hauteur est prévu, po-
sitionné au-dessus de la fente (71), destiné a définir
une butée supérieure pour la trépointe (104).
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