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To all whom it may concern:

Be it known that I, Auserr B. Easrwoo,
of Rochester, in the county of Monroe and
State of New York, have invented certain
new and useful Improvements in Methods
of Making Shoes, Sandals, and the Like;
and I do hereby declare the following to be
a full, clear, and exact descri ption of the
same, reference being had to the accompa-
nying drawings, forming a part of this
specification, and to the reference characters
marked thereon.

My present invention relates to improve-
ments in the manufacture of shoes, and is
more especially applicable to the manufac-
ture of sandals, slippers and other compar-
atively light foot coverings, and it has for
its object to-simplify and facilitate the
method of manufacturing such articles, as
well as to produce an improved article that
will present a neat and attractive appear-
ance and possess the maximum strength and

durability in articles of this class; and to.
these and other ends my said invention con--

sists in certain improvements to be herein-
wfter more fully described, the novel features
being pointed out in the claims hereunto
annexed. :

In the drawings:—Figure 1 is a view
showing the blanks from which a sandal
embodying my invention is adapted to be
is a perspective view of a
to which the blanks have
Fig. 3 is a sectional view

forming block showing the
blanks in position preparatory to recelving
the last; Ifig. 4 is a view similar to Fig. 3
showing the last in position and the blanks
formed into their ultimate shape to_form
the vamp and counter of the upper. Fig. 5
is a transverse sectional view through the
upper and the last illustrating the manner
of applying the sole; and Fig. 6 is a per-
spective view of a completed sandal manu-
factured in accordance with my invention.

In these views similar parts are desig-
nated by the same characters of reference.

In the present embodiment of my inven-
tion I have illustrated and described it as
applied to a sandal or similar covering for
the foot, and in the present form thereof
I prefer to produce the upper from a blank
1 to form the vamp thereof, and the blank 2
to form the counter, as such an arrangement
will facilitate the manufacture and reduce

forming block
been applied;
through the

Jarly-shaped last is forced into

the waste of material from which these
blanks are -cut, although they may both be
formed if desired of a single blank. These
blanks may be readily stamped from leather
of the desired thickness, and they conform
with patterns the outlines of which corre-
spond approximately to the size and shape
of the vamp and counter respectively of the
upper. Each blank thus formed 1s thor-
oughly soaked and dampened and then se-
cured in the forming block A by tacking or
otherwise securing the edge of the blank

60

around the periphery of the aperture a of -

the block, the relative arrangement of the
vamp and counter within the aperture be-
ing such that the meeting edges of the com-
ponent members of the upper will closely
contact, stitching being advantageously em-
ployed if desired for temporarily retaining
them in such a relation.

As the component parts of the upper in
the form of blanks are cut to the proper
patterns and have their edges immovably se-
cured to the face of the forming block
around the margin of the aperture, the

blanks for the vamp and counter will be.

fulled so as to extend loosely across the
aperture of said block in approximately the
shape of the upper, thus providing sufficient
material at the various parts of the upper
which will insure a uniform tension upon
every part of the material as the irregu-
“position
thereby avoiding umequal or injurious
stretching of the leather. While the blanks
are still in a dampened condition, the last B
which is of the desired configuration and di-
mensions is introduced into the aperture of
the block, and as it is forced into position
under pressure, the heel portion thereof will
enter the counter blank and press it against
the rear and adjacent lateral walls of the
aperture until it assumes a contour corre-
sponding to that of the last; at the same
time the forward portion of the last will en-
gage the vamp blank, and as the last is ham-
mered or otherwise forced into position, the
toe and instep portions of the upper will
gradually assume their proper configuration.
During this ‘operation 1t may be found ad-
vantageous to employ a block having the
movable side portion A’ which is hinged to
the block and adapted to be drawn up by
the thumb screw B? after the last has passed

' the overhanging edges b* b° of the block to

70

75

80

85

90

95

100

105

110



2]

Tfacilitate the insertion of the last and to in-
sure the proper shaping of the upper adja-
cent the sole. When the last has been thus
. forced into position so that the sole thereof
5 is flush with the corresponding edges of the
blanks, a continuous overhanging outwardly
flaring edge 3 will be formed upon the latter,
from which the tracks are removed, and
-while the last still remains in position, a
10 sole. 4 of the proper configuration and di-
mensions is cemented fo this outwardly flar-
ing edge, and the uppers and the sole with
the last inclosed within them may be re-
moved from the block and allowed to stand
16 until the leather of the uppers_has become
dry. '

%Tn order to reinforce and strengthen the
connection between the sole and uppers, in
addition to cementing them, the overhang-

20 ing edge of the uppers may be stitckied down
to the sole by the well known Goodyear shoe
sewing machine, after which operationthe
last may be removed and the shoe or sandal
finished up in the usual manner, the periph-
ery of the sole and the adjacent edge of the
uppers being trimmed evenly and the re-
mainder of the shoe or sandal completed in
any manner desired. o

In manufacturing a sandal in accordance
with my improved method, I prefer to form

-a plurality of radially-disposed slits 5 in the
toe portion of the blank which is to form the

vamp for facilitating the shaping of the toe
portion’of the vamp, and for a similar pur-

ose, and for the purpose of affording venti-
ation to the foot of the wearer, apertures or
cut-away portions 6—6, and 7—7 ‘may be
similarly formed in the vamp in proximity
to the instep portion thereof, leaving the
rearwardly extending strap 8 the rear ex-
tremity ofy which is perforated to receive the
fastening strap 9 which connects the oppo-

site sides of the counter and is secured by a
buckle or other securing device 10. . -

The herein described method of manufac-
turing sandals and other foot coverings
eliminates the necessity of molding or other-
wise treating the material, thereby mate-
rially facilitating and cheapening the cost of
production, and by securing the sole and
uppers in the manner hereinbefore described,

‘an article of this class is produced possess-
ing the maximum strength and durability,
and presenting a neat and attractive appedr-
ance; and while this method is particularly

25

30

35

40

45

50

65

948,300

| useful in the manufacture of sandals, slip-

pers and other light coverings for the foot,
1t will be understood it is equally applicable
fo the manufacture of boots, shoes and the
ike. o ~ .

In order to facilitate the operation of
fitting the unshaped blanks in their proper
position upon the forming block, I prefer to
employ a block having a shallow channel
or depression 11 which encircles the edge of
the block adjacent the aperture which is

preferably of a depth corresponding ap-

proximately to the thickness of the leather
composing the upper, for the reason that the
operator may expediticusly insert and secure
the corresponding edge-of the blank ‘within
the channel which will act as a gage to facili-
tate the manufacture; but it will be under-
stood that.this channel is not essential and
may be omitted if desired.

I claim as my invention:

1. The herein described improvement in

the manufacture-of shees, sandals or the like

which consists in forming an upper with an

-outline substantially the same as that which

it will have in the finished shoe, fulling the
upper within the forming block to proxi-
mate its finished shape, rigidly securing its
edges, and forcing a last into the same.

2. The hereindescribed improvement in
the manufacture of shoes, sandals or the like,
which consists in providing an upper having
substantially the
per and radial slits near the toe portion
thereof, fulling the upper within a forming
block to approximate its finished shape,
rigidly securing its edges, forcing the last
into the same and securing the sole to the
outwardly turned edges.

3. The herein described improvement in
the manufacture of shoes, sandals and’ the
like which consists in forming the vamp and
the counter separately from patterns, the
outlines of which correspond approximately
to the size and shape of the finished upper,
providing radial slits in the toe portion of
the vamp, fulling the upper within a form-
ing block to approximate its finished shape,
rigidly securing its edges, and forcing the

Tast into the fulled upper.

ALBERT B. EASTWOOD,

- Witnesses:
. G. WiLLarp Ricw,
CrareNcE A. BaTEMAN.
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