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1

This invention relates to shoes and methods
of making shoés and is illustrated herein with
particular reference to slip-lasted shoes having
closed heel ends and single outer or tread soles
as distinguished from slip-laste¢ shoes having
open heel ends and platform soles.

The majority of slip-lasted shoes manufac-
tured today are platform shoes having uppers
with open toe and heel ends, the shoes usually
being provided with wedge heels located between
the platform soles and the outsoles. In manu-
facturing such shoes, an upper, sock lining and
platform wrapper- are usually stitched {ogether
while off a last and the shoe is then slip-lasted
by inserting a last into the upper. A platform
sole is applied to the shoe bottom, a wedge heel
attached and the wrapper turned and secured to
the bottom surfaces of the wedge heel and plat-
form sole. The shoe is then ready to receive
an outsole which is usually attached by cement
to the inturned portion of thé platform wrapper.

An important object of the present invention
is to provide an improved method of making
slip-lasted shoes having closed heel ends and
single outer or tread soles as distinguished from
the open heel, platform type of slip-lasted shoe
_ referred to above,

Another object of the invention is to provide
an improved method of making shoes of the
type referred to, the practice of which is simple
and economical and which will produce slip-
lasted shoes which are superior in construction
and appearance to the usual types of slip-lasted
shoes. ‘

A further object of the invention is to provide
& method of making slip-lasted shoes which,
while retaining the advantages of the slip-lasted
method, will provide shoes which have the ap-
pearance of conventionally lasted shoes and will
compare favorably with such shoes in fitting and
wearing qualities.

To these ends, the invention provides, in ac-
cordance with one aspect, an improved method
of ‘making shoes which comprises providing a
prefitted upper having a relatively narrow last-
ing allowance and providing an insole which is
smaller than a last bottom by the width of the
lasting allowance of the upper, the insole prefer-
ably being a three-quarter length insole termi-
nating at about the heel breast line of the shoe.
The insole is divided lengthwise to form substan-
tially two half insoles and each insole is secured
while off a last to that portion of the lasting
allowance of the upper which corresponds there-
to, the adjacent edges of the upper and each half
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insole being located in abutting relation to each
other, . S
The half insoles are next attached to each

“other while still off a last along the line of divi-

sion by overseaming stitches which permit rela-~
tive adjustment of the insoles about said stitches
without disturbing the stitches, the half insoles
being held in superimposed relation during the
stitching operation with their adjacent edges in
alinement or flush with each other. The divided
insole is thus closed or made complete again to
close the upper. A last is inserted into the
closed upper to slip-last the shoe and shape the
upper, this action positioning the zig-zag seams
opposite the bottom of the last with the adjacent
edges of the upper and half insoles abutting each
other to provide a relatively flat surface on the
shoe bottom. '

Before the last is inserted into the upper, an - -

insole which is substantially equal in size and
shape to a last bottom is introduced into the
closed upper or, if desired, the second insole may
be introduced into the upper with the last by
being temporarily secured to the last bottom,
the second insole having a coating of cement,
preferably thermoplastic cement, applied to the
margin of its outer surface. As herein illus-
trated, the insole of last bottom size raay be a
bremolded insole unit having a usual shank
stiffener embodied therein.

The heel portion of the upper, which is not
stitched to the first-named insole, is now se-
cured in lasted relation to the heel portion of
the second insole, thereby completing the last-
ing of the shoe. Heat and pressure are applied
to the shoe bottom to activate the cement on
the second insole and to cause said insole to be-
come permanently bonded to the inside of the
shoe, that is, bonded to the first insole and the
lasting allowance of the upper.

The shoe is now ready to receive a sole mem-
ber which, in accordance with the method illus-
trated herein, comprises an outer or tread sole,
the outsole being preferably secured to the shoe
bottom by cement although other fastening
means such as through-and-through stitches
can be used if desired. If cement is used for
attaching the outsole to the shoe, the margin
of the shoe bottom formed by the lasting al-
lowance of the upper and the adjacent portion
of the divided insole may be roughened lightly in
the usual manner to adapt it for receiving
cement. Since the upper and divided insole are
now securely bonded to the second insole, break-
ing or weakening of the stitches securing the
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half insoles to the upper by ‘the roughening
operation is of no consequence. After the out-

sole has been attached, the shoe may be com-.

pleted by the attachment of a heel and perform-
ing the customary finishing operations on the
shoe.

By this process a shoe may be produced which
has the advantageous features of a slip-lasted
shoe but also has a closed heel end or back part,
including a stiff flanged counter, if desired, and
has only & single outer or tread sole similar to
a shoe of conventional construction which is
made on g last in the usual manner.

With the above and other aspects and fea+
tures in view, the invention will now be de-
seriped in detail in connection with the accom-
panying drawings and will thereafter be pointed
out in the claims,

In the drawings,

Fig. 1 Is a perspective view of a prefltted shoe
upper of the open toe type;

Fig. 2 is a perspective view of an insole which
extends from the toe to about the heel breast line
of a shoe;

Fig. 3 is a plan view of the iInsole divided

lengthwise to form substantially two half insole
members;

Pig. 4 is e front elevational view, enlarged and
partly in section, of the operating instrumen-
talities of a sewing machine securing one of the
half insoles to the corresponding margin of the
upper with the adjacent edges of the upper and
insole abutting each other;

Fig. 5 is a perspective view of the upper after
the half insole has been secured thereto;

Fig. 6 is a perspective view of an upper simi-
lar to Fig. 5 showing both half insoles secured
to the corresponding margins of the upper;

Fig. 7 is a transverse sectional view taken on
the line VII—VII of Fig. 6; .

Fig. 8 is o front elevational view. similar to
Fig, 4, showing the operating instrumentalities
of the sewing machine stitching the two half in-
soles together off a last by an overcast seam, the

insoles being located in superimposed relation |

with their edges substantially flush;

Fig. 9 is a transverse sectional view similar to
Pig. 7 after the half insoles have been stitched
together as illustrated in Fig. 8;

Fig. 10 is a perspective view of a premolded
insole unit having a shank stiffener embodied
therein; .

Fig. 11 is a transverse sectional view of a last
with the insole unit of Fig. 10 temporarily se-
cured thereon; .

Fig. 12 is a transverse sectional view of the
united upper and insole of Fig. 9 with the last
and insole of Fig. 11 inserted therein, the shoe
being mounted on & device adapted to apply heat
to its bottom surface; :

Fig. 13 is a plan view of the bottom of the shoe
illustrated in Fig.12; °

Pig. 14 iIs a transverse sectional view of the
shoe after an outsole has been attached to the
shoe bottom; : .

Fig. 15 is a transverse sectional view of the
united upper and divided insole having an insole
of last hottom size positioned inside the upper;
and )

hFig. 16 is a perspective view of the completed
shoe.

In practicing the method of the present in-
vention a prefitted shoe upper 20 (Fig. 1) of the
apen toe type is provided together with an insole
22 (Fig. 2) preferably composed of thin flexible
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material such as canvag or Gem duck and ex-
tending from the toe end of a last or shoe to
about the heel-breast line. The upper 20 is il-
lustrated in Fig. 1 as an unlined leather upper

backed with fabric or similar material and pro-
vided at its rear portion with a counter pocket

24, although the upper might, if desired, have a
loose fabric lining of usual construction. The
upper iIs cut so that it has only a narrow mar-
gin or lasting allowance, this allowance prefer-
ably being approximately thre-eighths of an inch
wide. The insole 22 is cut smaller than a last
bottom by an amount substantially equal to the
width of the lasting allowance of the upper except
at the toe end of the insole where, as illustrated
in Fig. 2, it is made to register with the periphery
of the toe end of the last.

The insole 22 is divided lengthwise in the man-
ner illustrated in Fig. 3 approximately along its
longitudinal median portion to separate it into
substantially two half insoles 26 and 28.

The next step in the method illustrated herein
is to secure each half insole 26 and 28 off a last to
that portion of the margin of the upper 20 which

‘corresponds to that half insole. Fig. 4 illustrates

the operation of securing the half insole 28 to the
margin or lasting allowance of the upper 20 off a
last by zig-zag stitches with the parts located
in a substantially flat position and with their
adjacent edge faces abutting each other, this
operation preferably being performed with the
ald of a zig-zag sewing machine of any usual or
conventional type. As illustrated in Fig. 4, the
sewing machine is provided with a throat plate
36 which supports the work in the position de-
scribed and has an opening through which a feed
dog 32 projects to engage the work and feed it
under a needle 34 and a presser foot 36. A thin
vertical in or gage 38 is provided on the feed dog
rearwardly of the needle to position the two
pieces in abutting relation to each other as the
work is fed through the machine. The zig-zag
stitch, indicated at 40, extends through the adja-

cent margins of the upper and half insole 26 from )

the toe of the insole to its rearward end adjacent
to the heel breast line of the shoe and attaches

‘the two parts securely together as shown in Figs,

4 and 5. Figs. 6 and 7 illustrate the upper 20
after both half insole members 26 and 28 have
been secured off a last to the lasting margins of
the upper which correspond thereto by zig-zag
stitches 40. Since the adjacent edge faces of the
upper margin and half insole members are
located in abutting relation to each other during
the stitching operation, as shown in Fig. 4, this
operation is accomplished without changing the
size or shape of either the prefitted upper or the
insole members.

After the half insoles 26, 28 have been secured
to the corresponding margins of the upper 20, the
two half insoles are attached to each other along
the line of division while still off a last by zig-zag
stitches inserted with the aid of the zig-zag sew-
ing machine fitted with instrumentalities adapted
to perform this operation. As illustrated in Fig.
8, the sewing machine may be provided with a
different type of throat plate 44 and feed dog 48
arranged to engage the work at one side of the
needle 34 to feed the work through the machine,
The half insoles 26 and 28 are located in super-
imposed relation to each other for this operation
with their adjacent edges in substantial aline-
ment or flush with each other as shown inFig. 8.
The feed dog 46 engages the work through an
opening in the throat plate 44, the feed dog coop-
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erating with a presser. roll 48 located opposite
the feed dog for feeding the two thicknesses of
material through the machine, :
An edge gage 50 is positioned above the throat
plate 44 at the side of the needle opposite the
presser roll 48 for engaging the alined edges of
the half insoles and guiding them in this position
_past the sewing instrumentalities of the machine,
the edge gage being provided with a thin pro-
Jjection or fin 58 over which the stitch is sewn.
The machine inserts an overcast or zig-zag
stitch 52 which secures the two pieces securely
“together in superimposed relation to each other
but which, by reason of the fin 63, is loose enough
to permit the half insoles to be subsequently ad-
Jjusted or turned about the stitches without dis-,
turbing them to position the half insoles in abut-
. ting relation to each other, as illustrated in Fig.
9. The insole 22 has now been closed or made
complete again to close the upper 20 snd thereby
to form a united upper and insole assembly ready
for the next operation. . The bottom surface of
the connected insole and upper is substantially
flat transversely of the shoe bottom because the
edges of the upper and insole are held by the
stitches in abutting relation. Since the adjoining
edge Iaces of the half insoles are in abutting rela-
tion o each other, the size of the insole has not
been changed.

In accordance with the method herein illus-
trated, the next step comprises slip-lasting the
shoe, that is, inserting a last of the required size
and shape into the closed upper to shape the
upper and to position its margin or lasting allow.
ance and the margins of the divider insole oppo-
site the last bottom. However, since it is desir-
able to provide an insole of some usual or con-
ventional type inside the finished shoe, an insole
" which is substantially equal in size and shape to
the last bottom is mounted on the last bottom and
temporarily sécured thereto before the last is
inserted into the upper to slip-last the shoe.

As illustrated in Fig. 10, an insole 54 of last

bottom size is provided for use in the present shoe
-so that the shoe, when completed, will be similar
iIn construction to any conventiona] shoe having a
single outer or tread sole except that, in the
present case, the shoe will have been constructed
off a last by the slip-lasted method instead of
by the usual on-the-last method. The insole 54

may be a conventionsal type insole of usual thick-

ness which corresponds in size and shape to the

periphery of the bottom of the last which is to.

be used in the shoe. If desired, however, the in-
sole 54 may be a premolded insole unit, such as is
illustrated in Fig. 10, this unit comprising a full
length lower insole 56 upon which is mounted g
fiber reinforcing member 58 with a shank stiffener
62 of usual construction embodied in the unit
between the full length insole and the reinforcing
member 88 o give strength and rigidity to the
shank portion of the unit. Before it is embodied

in a shoe the insole unit 54 is molded to conform:

to the Jongitudinal and transverse curvatures of
the last bottom, as illustrated in Fig. 10, a unit
of this general type being disclosed in United
States Letters Patent No. 2,065,464, granted
December 22, 1936, on the application of John M.
Whelton and commonly referred to as a Unishank
- insole,

The insole unit 54 is coated around the margin
of its outer surface with cement 64 (Fig, 11,
preferably thermoplastic cement, whereby the in-
sole may later become permanently secured to the
portions of the upper margin and divided insole
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22 which will engage the outer surface of the
full length Insole 86 Inside the shoe after the.
unlt has been introduced into the shoe. The in-
sole 54 may be mounted on = last 88, as shown in
Fig. 11, and temporarily secured to the last. bot-
tom by two or more tacks 68 which are prefer-
ably located along the longitudinal median line
of the insole unit to hold the unit in proper posi-
tion on the bottom of the last. : :

The last 66 with the second insole 54 mounted
thereon is inserted into the closed upper 20,
thereby slip-lasting the shoe and shaping the up-
per-to the contour of the last, as {llustrated in

© Figs. 12 and 13. Since the upper has only a

20

relatively narrow lasting allowance, and since
the upper has been closed at its lower margin
forwardly of the heel breast line by the divided
insole 22, the upper and insole 22 will now as-
sume'the shapes shown in Figs, 12 and 13 in

‘which the narrow lasting allowance of the upper

underlies the insole unit 64 and-is connected
across the last bottom by the divided jnsole 22
the parts of which are secured together along

its longitudinal median portion by the zig-zag

stitches 52,

. Since the insole 22, as illustrated in Fig. 2,

extends only to about the heel breast line of the
shoe, it is necessary to secure the heel portion
of the upper 20 in lasted position rearwardly of
the heel breast line of  the shoe. It should be

" pointed out that, prior to inserting the last §6

into the upper 20, a counter 69 (Fig. 13) of fiber
or other suitable material may be inserted into
the counter pocket 24 of the upper if the shoe

is to have a stiff counter. The counter §9 may

comprise a molded flanged counter of usual con-
struction or it may, if desired, consist of a flat
unmolded counter of flexible material impreg-
nated with a stiffening solution which may he
activated by heat or a solvent to stiffen the
counter after the last has been inserted and thus
conform the counter to the shape of the heel
portion of the last. -

The heel ends of the upper 20 and counter 69
are wiped. inwardly over the exposed surface of
the rear portion of the insole unit. 54, as illus-
trated in Fig. 13, and are secured in lasted rela-~
tion to the insole by any usual means such, for
example, as tacks 10. The lasting operation at
the heel end of the shoe may be conveniently per-

- formed with the aid of a machine of the general
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type disclosed in Letters Patent of the United
States No. 2,059,241, granted November 3, 1936,
on an application filed in the name of Jacob C.
Jorgensen, although other lasting machines could
of course be used if desired. Fig. 13 illustrates
the shoe bottom at this stage of the method or
after the last has been inserted and the heel seat
Dortions of the upper and counter secured in last-
ed relation to the insole 54 by tacks 70 as de-

- scribed above.
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In order to cause the insole 54 to become per-
manently secured to. the lasted margin of the
upper and to the divided insole 22, the bottom
of the shoe is now subjected to heat to activate
the thermoplastic cement on the outer margin
of the insole unit §4 and thus cause it to.become
permanently bonded to the margin of the upper
and to the portion of the insole 22 adjacent there-
to. Heat may be applied to the shoe bottom in
any usual or convenient manner to effect this
operation. A convenient method of accomplish-
ing the heat applying operation is with the aid
of a bottom ironing machine of the type disclosed
in United States Letters Patent No. 2,175,474,
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granted October 10, 1939, upon an application
filed in the name of Axel A. Lawson, although
" other machines or apparatus-could be utilized, if
desired, for performing this operation. Fig. 12
{llustrates the shoe positioned on the ironing
plates 72, 14 of a bottom ironing machine of the
type referred to, the plates being curved longi-
tudinally and transversely to conform substan-
tially to the shape of the shoe bottom and being
heated, as disclosed in the patent referred to,
in order to apply sufficient heat to the shoe bot-
tom to activate the thermoplastic cement on the
insole unit 54 and thus cause the insole to become
permanently bonded to the upper and divided
insole 22.
The shoe is now ready for the attachment of
a sole member to its bottom surface, the sole
member in the type of shoe herein disclosed com-
prising an outsole aithough, of course, an inter-
mediate or midsole or a platform sole may be
utilized between the upper and the outer or tread
sole if desired. Before an outsole can be at-
tached to the shoe bottom, however, it is neces-
sary to remove the tacks 68 which temporarily se-
cure the insole unit 54 to the last bottom, These
tacks may be readily removed by cutting small
" openings through the insole 22 at the points
where the tacks are located and then withdraw-
ing the tacks through these openings with any
suitable instrument. -
The overlasted marginal portion of the upper
20 and adjacent portion of -the divided insole
22 are next roughened lightly, as illustrated in
Fig. 13, from about the heel breast line on one
side of the shoe to the breast line at its opposite
side. The roughening operation will usually ex-
tend over the portion of the margin of the shoe
bottom where the zig-zag stitches 40 are located
and, accordingly, may weaken or break some of
these stitches even though the shoe bottom is
roughened lightly. However, since the lasting al-
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distinguished from the general types of slip-lasted
shoes which have an. open heeél end without a -
counter, and a wedge heel interposed between -
a platform sole and an outer or tread sole. Al-
though the shoe illustrated herein has an open
toe end, it could obviously have a:closed toe, if
desired, merely by cutting the upper in a man-
ner to produce a closed toe. Accordingly, al-
though the present shoe is constructed by a novel
slip-lasting method, it embodies many of the
advantages of a shoe built on & last over & nor-
mal last-sized insole by the ususal on-the-last
method of making shoes. Moreover, it also in-
cludes the advantageous features of slip-lasted
shoes. .

If it is not desirable to secure the insole or
insole unit 54 to the hottom of the last 68 by
tacks or similar fastening means, as described

. above, before the last is inserted into the upper,
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of the insole 22 are now securely bonded inside
the shoe to the insole or insocle unit 84, the zig-
zag stitches 40 now serve no useful purpose and
may be weakened or broken without damaging
-the shoe.
After the meargin of the shoe bottom has been
roughened as described, sole attaching cement
is applied to the roughened margin in the usual
manner and an outsole 16 is laid on the shoe
bottom and attached thereto in any conventional
type of sole attaching machine such, for example,
as a machine of the type disclosed in Letters
_Patent of the United States No. 2,047,185, granted
July 14, 1936, on an application filed in the name
of Milton H. Ballard et al, thereby completing
the construction of the shoe except for the at-

tachment of a heel and the performance of the

. usual finishing operations, :

Fig. 16 {llustrates the completed shoe after the
outsole 168 has been attached and a heel 78 has
been secured to the shoe bottom in any usual or
convenient manner. It will be seen in Fig. 16
that the present shoe has the appearance of a
conventional shoe of usual construction made in
accordance with the customary methods of shoe-
making. In other words, the shoe has the ap-
pearance of a shoe made on a last and which has
had its upper pulled over and secured in lasted
relation to an insole in the usual manner. The
shoe has a closed heel end or back part provided
with a stiff counter located in the counter pocket
formed in the upper. It has a single outer or .
tread sole and a heel of usual construction as
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‘the insole 54 may, if desired, be introduced man-

ually into the loose upper 28 before the last is
inserted into the upper, as'illustrated in Fig. 15,
the insole being positioned by hand in the lower
portion of the upper adjacent to the divided insole
22 and being provided on its lower surface with
thermoplastic cement as described above. After
the Insole has been introduced into the upper,
the last 86 may be inserted to slip-last the shoe -
and force the insole against the lasting allowance
of the upper and the divided insole 22. Heat
may then be applied to the shoe bottom in the
manner described above to activate the thermo-
plastic cement and thus cause the insole to be-
come bermanently bonded to the inner face of
the upper margin and to the adjacent portion
of the divided insole 22, thereby permanently se~
curing the insole of last bottom size to the inner
side of -the shoe bottom but avoiding the use of
temporary fastenings and thus eliminating the
operation of removing such fastenings before the
outer or tread sole can be applied. - '
Having thus described my invention, what I

‘claim as new and desire to secure by Letters

Patent of the United States is: -

1, That improvement in methods of making
shoes which comprises providing a prefitted upper
having a scant lasting margin, providing an insole
which is smaller than a last bottom by the width
of the lasting margin of the upper, dividing said
insole substantially along its longitudinal median
line to form two half insoles, stitching each half
insole by zig-zag stitches inserted off a last to that
portion of the lasting margin of the upper which -
corresponds thereto with the edge of the upper
abutting the adjacent edge of each half insole,
securing the two half insoles together off a last
along the line of division by overseaming stitches
with the adjacent marginal portions of the half
insoles located in superimposed relation to each
other and with their edges substantially flush,
sald overseaming stitches permitting relative ad-
Justment of the half insoles about the stitches

- without disturbing said stitches, positioning a

second insole of last bottom size inside the shoe
against the divided insole, inserting a last into
the upper to slip-last the shoe and position the
adjacent edges of the half insoles in abutting
relation to each other, securing the second insole
to the upper and the divided insole, and attaching
a sole to the shoe bottom.

2. That improvement in methods of making
shoes which comprises providing an upper closed
by an insole smaller than a last bottom, introduc-
ing into the upper an insole equal in size to a
last bottom and having inactive cement on its
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outer surface, inserting a last into the upper to
slip-last the shoe, activating the cement on the
outer surface of the last-named insole, thereby
causing it to become bonded to the first-named
insole and upper, and attaching a sole to the shoe
bottom. )
3. That improvement in methods of making
.- shoes which comprises providing an upper closed
by an insole which is smaller that a last bottom,
introducing into the closed upper an insole equal
in size to a last bottom and having inactive ther-
moplastic cement on its outer surface, inserting
a last into the upper, applylng heat to the shoe
bottom to activate the thermoplastic cement on
the last~named insole and thereby cause it to
become permanently bonded to the first-named
- Insole and upper, and attaching a sole member
to the bottom of the shoe.
4. That improvement in methods of making
shoes which comprises providing an upper which

is closed at its bottom opening by an insole smaller

than a last bottom stitched to said upper, intro-
ducing into the closed upper an insole which cor-
responds in size and shape to a last bottom and
has thermoplastic cement on the margin of its

outer surface, applying heat to the bottom sur-.

face of the shoe to activate said thermoplastic
cement and cause the last-nhamed insole to be-

come bonded to the first-named insole and to.

the inturned marginal portion of the upper in-
side the shoe, and attaching an outsole to the
shoe bottom.
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providing an insole which is smaller than a last
bottom by an amount substantially equal to the
lasting allowance of the upper, severing the in- °
sole lengthwise to form a pair of half insoles,
stitching each half insole off a last to the por-
tion of the lasting allowance of the upper that
corresponds thereto with the adjacent edges of -
the upper and half insoles abutting each other,
securing the half insoles together again along
the line of severance by overseaming stitches with
the adjacent portions of the half insoles in'su-
perimposed relation to each other and with their
edges in substantial alinement, inserting into the
upper a last having a second insole of last bottom
size temporarily secured to its bottom surface,
thereby shaping the upper and positioning the
alined edges of the insole halves in abutting re-
lation to each other, said second insole having

- Inactive thermoplastic cement on its marginal

portion, applying heat to the shoe bottom to ac-
tivate said thermoplastic cement to cause the sec-
ond insole to become permanently bonded to the
inner surfaces of the upper and first-named in-

. sole, removing the tacks that secure the second
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5. That improvement in methods of meking

shoes which comprises providing a prefitted up-
. per and an insole smaller than a last bottom,
dividing the insole lengthwise into substantially
two halves, securing each half insole to that por-
tion of the upper margin which corresponds
thereto, attaching the half insoles together off
a last along the line of division to close the in-
sole and upper, introducing into the closed upper
an insole corresponding in size to the last bot-
tom and having inactive thermoplastic cement
on its outer surface, inserting a last into the up-
per to slip-last the shoe and shape the upper,
applying heat to the shoe bottom to activate the
thermoplastic cement on the last-named insole
to cause it to become permanently bonded to the
other insole and upper inside the shoe, and at-
taching an outsole to the shoe bottom.

6. That improvement in methods of making
shoes which comprises providing a prefitted up-
per having a narrow lasting margin and an in-
sole which is smaller than a last bottom by the
width of said lasting margin, dividing the insole
lengthwise to form substantially two half insoles,
stitching each half insole off a last to that por-
tlon of the lasting margin of the upper which
corresponds thereto, securing the insole together
" again off a’'last along the line of division, insert-
ing a last and a second insole of last bottom size
into the upper with inactive thermoplastic ce-
ment on the outer surface of the second insole,
thereby slip-lasting the shee and shaping the
upper, applying heat to the shoe bottom to acti-
vate said thermoplastic cement and to cause the
second insole to become permanently attached
to the upper and first-named insole, roughening
the margin of the upper that underlies the last
. bottom, applying cement to the roughened mar-

gin, and cement attaching an outsole to the shoe

bottom. . )
7. That improvement in methods of making

35

insole to the last, roughening the marginal por-
tions of the upper and first-named insole that
underlie the last bottom, applying cement to said
roughened portions, and cement attaching an out- .
sole to the shoe bottom.

8. That improvement in methods of making
shoes which comprises providing an upper and an’
insole, dividing the insole lengthwise to form a
pair of half insoles, attaching each half insole
to that margin of the upper which corresponds
thereto, securing the half insoles together off
a last along the line upon which they were di-
vided, thereby closing the insole and upper, in-
serting -into the closed upper & last having a

. premolded insole unit mounted thereon having
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shoes which comprises providing a prefitted shoe .

upper having a predetermined lasting allowance,

cement on its outer surface, activating the ce-
ment on said insole unit to cause the unit to be-
come permanently bonded to the upper and first-
named insole, and attaching a sole to the shoe
bottom. o

9. That improvement in methods of making
shoes which comprises providing a prefitted upper
and an insole, dividing the insole lengthwise to
form half insole members, securing each half in-
sole to that portion of the upper margin which
corresponds thereto, attaching the half insoles
together off a last to close the insole and upper,
introducing into the upper a premolded insole
unit having a shank stiffener embodied therein,
said unit having inactive thermoplastic cement
on its outer surface, inserting a last into the up-
per to slip-last the shoe and shape the upper,
applying heat to the shoe bottom to activate the
thermoplastic cement and cause the insole unit
to become permanently attached to the insole
and upper inside the shoe, and attaching an out-
sole to the bottom of the shoe. E

10. That improvement in methods of making
shoes which comprises providing an upper and
an insole which extends only to about the heel
breast line of a shoe, dividing the insole length-
wise into substantially two halves, securing each
half insole to that portion of the upper margin
which corresponds thereto, attaching the half in-
soles together off a last along the line of division
to close the upper, introducing into the closed
upper a premolded insole unit having a shank
stiffener embodied therein, said unit having in-
active thermoplastic cement on the margin of
its outer surface, inserting a last into the upper
to slip-last the shoe, securing the heel portion
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of the upper in lasted relation to the premolded
insole unit, applying heat to the shoe bottom to
activate the thermoplastic cement on the insole
unit and cause it to become permanently bonded
to the first-named insole and upper margin in-
side the shoe, roughening the marginal portion
of the shoe bottom and applying cement thereto,
and cement attaching an outsole' to sald shoe

- bottom.

11, That improvement in methods of making
shoes which comprises providing s prefitted up-
per having 4 relatively narrow lasting allowance
and an insole which is smaller than a last bot-
tom by an amount substantially equal to the
lasting allowance of the upper, sald insole ex-
tending only to about the heel breast line of a
shoe, dividing the insole lengthwise to form sub-
stantially half insoles, stitching each half insole
by zig-zag stitches off a last to that portion of
the lasting allowance of the upper which cor-
responds thereto with the adjacent edges of the
upper and half insole abutting each other, stitch-
ing the adjacent marginal portions of the half in-
soles together in superimposed relation off a last
along the line of division by overseaming stitches
with the edges of the half insoles substantially
flush to render the insole complete again and
thereby to close the upper, inserting into the
closed upper a last having a premolded insole
unit including a shank stiffener temporarily se-
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12
cured by tacks td its bottom surface wlth ther-
moplastic cement on the outer margin of said in-
sole unit, thereby slip-lasting the upper and po-
sitioning the edges of the superimposed margins
of the first-namedinsole in abutting relation to
each other, securing the upper in lasted relation
to the heel portion of the insole unit, heating
the shoe bottom to activate the thermoplastic ce-
ment on the insole unit to cause sald unit to be-
come permanently bonded to the upper and first-
named insole inside the shoe, removing the tacks
which hold the insole unit to the last bottom,
roughening the portions of the upper and first-
named insole that underlle the margin of the
last bottom, applying sole attaching cement to
said roughened portions, and cement attaching
an outsole to the bottom of the shoe.
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