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The present invention relates to shoes and the like and 
more particularly to the manufacture of shoes having 
full, molded or shaped uppers. 

In the past it has been necessary in order to provide a 
shoe with a full, molded or shaped vamp to perform on 
the vamp material what is well known in the art as a 
lasting operation. 

In general, the lasting operation consists in pulling the 
vamp material of the shoe down over a last onto a sole 
part such as an insole and stretching, twisting and shaping 
the material as it is attached to the insole so that the 
portion above the insole is entirely smooth and is molded 
to the form and shape of the last. This operation re 
quires the maintenance of expensive equipment which 
must be operated by skilled workers and constitutes one 
of the most costly steps in the manufacture of most 
shoes. 

While it is well known that certain types of sandals 
may be made without a lasting operation, these do not 
have a vamp which is molded or shaped to fit the foot. 
Moreover, sandals and the like generally are not provided 
with a full vamp, that is, a vamp covering the forward 
part of the foot which extends from the ball of the foot 
around the toes and back to the shank or the beginning 
of the instep. - 
The principal object of the present invention is the pro 

vision of a method of making shoes having molded or 
shaped, full vamps which eliminates the necessity of any 
lasting operation. m 
Another object of the present invention is the provi 

sion of a method of making shoes having full shaped 
uppers which may be easily performed by relatively un 
skilled labor so as to produce shoes more economical than 
by methods heretofore known. . 
A further object of the present invention is the provi 

sion of a shoe having complementary vamp sections 
which are independently shaped and attached to the insole 
and subsequently secured together to form a unitary, 
shaped vamp. . . . . . 

A still further object of the present invention is the 
provision of a shoe and a method of making the same 
which embodies the advantages of a lasted shoe but 
substantially overcomes the disadvantages heretofore ex 
perienced in making shoes of the lasted vamp type. 

Still another object of the present invention is the 
provision of a method of making molded vamp shoes 
which facilitates the securement of the outsole to the in 
sole by providing free access to the upper surface of the 
insole. - 

These and other objects of the present invention will be 
come more apparent during the course of the following 
specification and appended claims. 
The invention may best be understood with reference 

to the accompanying drawings wherein illustrative em 
bodiments are shown. 

In the drawings: 
Figure 1 is a perspective view of a shoe constructed 
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2 
in accordance with the principles of the present inven 
tion; 

Figure 2 is a bottom view of the insole of the shoe; 
Figures 3 and 4 are plan views of the complementary 

vamp sections of the shoes; 
Figure 5 is a bottom view of the outsole of the shoe; 
Figure 6 is a perspective view illustrating the manner 

in which a vamp section is shaped and secured to the 
sole; 

Figure 7 is a cross-sectional view showing the disposi 
tion of the vamp sections in their inside out and partial 
formed conditions. 

Figure 8 is a perspective view showing a modified 
form of the shoe; 

Figure 9 is a plan view of the vamp sections utilized 
in the shoe of Figure 8; and 

Figure 10 is a plan view of the insole embodied 
therein. - 

Referring now more particularly to Figures 1-6, it 
will be seen that there has been provided a shoe con 
structed in accordance with the present invention which 
comprises, in general, an insole 10, an outsole 12, vamp 
sections 14 and 16, quarter sections 18 and 20 and a 
heel 22. The combined sections 14, 16 and 18, 20, con 
stitute the uppers. 

In general, the method of the present invention pro 
vides an effective procedure for making shoes having 
molded or shaped vamps which eliminates the need for a 
lasting operation. To accomplish this end the insole 
10, after it has been suitably finished in any well known 
manner, is provided on its bottom surface with accurately 
located outline markings 24-31 for a purpose herein 
after to be described. The vamp section 14 is then cut 
out and suitably finished so as to provide lateral fingers 
32, 33 and 34 which are adapted to be attached to the 
bottom of the insole in alignment with markings 24, 
25 and 26 respectively. Vamp section 16 is also cut 
out and finished in a manner similar to the section 14 
so as to include fingers 35, 36 and 37, which, in turn, 
are adapted to be secured to the bottom of the insole 
within the markings 27, 28 and 29. . In a like manner, 
quarter sections 18 and 20 are suitably cut out and fin 
ished and each has one end secured to the underside 
of the insole within the markings 30 and 3 respectively. 

It is important that the markings for the vamp sections 
be accurately related to the bottom of the insole and that 
the vamp sections be accurately cut out so as to provide 
fingers which may be secured to the insole within the cor 
responding markings. In securing the vamp sections to 
the insole with the fingers disposed within the correspond 
ing markings, the vamp sections are made to assume a 
three dimensional configuration which ultimately results 
in a molded or shaped vamp on the shoe. In carrying out 
this step, the operator first aligns one of the fingers, for 
example, finger 32, within its corresponding marking 24 
and then the finger is secured to the undersurface of the 
insole by any suitable means. Next, another finger, for 
example finger 33, is then aligned within its corresponding 
marking 25 and suitably secured to the insole as before. 
This procedure is followed until all the fingers are secured 
accurately in place. It is to be noted that the fingers and 
markings are so related that when they are aligned, the 
Vamp section is caused to assume a three dimensional con 
figuration during the course of the twisting and stretching 
movement necessary to secure them in place. It has been 
found that this step is greatly facilitated and that the final 
upper is more smoothly molded when the shaped vamp ma 
terial is initially disposed outwardly of the attaching sur 
face to proceed away from rather than around the adjacent 
edge of the sole part. In this way, the edge will not inter 
fere or become a physical consideration during securement 
of the fingers to the sole part. It is feasible, however, that 
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the fingers could be attached to a sole part with the vamp 
material initially assuming its final partial configuration 
surrounding the adjacent edge of the sole part, but the inter 
ference of the edge must be contended with the undertak 
ing this procedure. Thus, in carrying out the method to 
produce a shoe such as is shown in Figure 1, the fingers are 
attached to the bottom of the insole so that the vamp 
sections will be inverted or inside out with respect to the 
final shaped form of the upper. The fingers may be 
secured to the bottom surface of the insole by hand or 
with the aid of an appropriate machine. 

In Figure 6 the bottom of insole 10 is shown having 
vamp section 16 secured thereto by the procedure out 
lined above. It is to be noted that the fingers 35, 36 and 
37 are accurately aligned within the corresponding mark 
ings 27, 28 and 29 and when all of the fingers are secured 
in place, the vamp section has been twisted and stretched 
in its securement to the insole to assume an inverted or 
inside out three dimensional configuration which extends 
away from the edge of the insole as shown in broken lines 
in Figure 7. It is to be understood that the exact posi 
tion of the markings is predetermined so that when the 
vamp sections are inverted from their inside-out configura 
tion, they will assume a normal-shaped three dimensional 
configuration which will conform to the wearer's foot. 

After the vamp and quarter sections have been secured 
to the bottom surface of the insole in the manner men 
tioned above, the outsole 12 is properly finished and suit 
ably secured underneath the insole 10 in any suitable man 
ner. In this regard, it is significant to note that by virtue 
of the sectional construction of the vamp it is possible to 
sew the outsole to the insole by the use of conventional 
stitching machines. Moreover, the sectional nature of the 
vamp enables the outsole to be secured in any manner to 
the insole much more easily than with conventional vamps, 
since ready access to the upper surface of the insole is 
made possible. The heel 22 may then be attached and a 
sock lining 38 may be provided, if desired. 

After the shoe has thus been substantially completed, 
each of the vamp sections is then inverted into the normal 
position that it will assume in the finally formed shoe. In 
carrying out the step of inverting the vamp sections, the 
material is sprung over the insole edge so that it will 
readily assume a partially formed final shape such as is 
shown in full lines in Figure 7. Finally, the free ends of 
the vamp sections are fastened together in a suitable man 

T. 

In the embodiment shown in Figures 1-7, the vamp sec 
tion 14 is provided with a series of slots 39 and a strap 
member 40 is secured to the finger 32 adjacent the outer 
edge thereof. The vamp section 16 is provided with cor 
responding slots 42 which, when the vamp sections are 
inverted into their final shape, are adapted to register with 
the slots 39 of the vamp section 14. The strap member 
40 is then woven through the registering slots to thereby 
secure the outer free ends of the vamp sections together. 
As shown in Figure 1, strap member 40 may be extended 
through the looped free end 44 of the quarter section 20 
and may be provided with a buckle 46 on its free end to 
cooperate with the apertured free end 48 of the quarter 
section 18. 

In preparing and finishing the individual component 
parts of the shoe, any of the well established practices in 
the shoe making art may be utilized. For example, the 
insoles 10 may be made of any suitable material such as 
fiberboard, leather or the like and may be bound, as at 
49, with a suitable material, such as cloth, leather or the 
like, around its outer edge. The binding may be secured to 
the outer edge of the insole by any well known means. 
The insole is preferably molded in conformity with the 

size of the heel utilized and for this purpose it may be 
shaped in any well known manner, such as by molding 
or by the use of preset insoles. The finished insole may 
be provided with a shank or arch support, such as metal 
strap 50, which may be suitably secured to the bottom 
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4. 
surface of the insole, as by staples 52 or the like. The 
outline markings should be traced or imprinted on the 
bottom of the insole before the insole is finished. 
The vamp and quarter sections may be of any suitable 

material, such as cloth, leather, or the like, and may be 
cut out by hand or by means of an appropriate machine. 
It is to be noted that while the vamp and quarter sec 
tions may be readily cut into a great variety of shapes, 
it is essential that they be provided with laterally extend 
ing fingers so that they may be stretched and twisted to 
assume a final molded shape. The vamp sections may 
be finished in any desired manner such as by stitching, 
pressing, french cording and the like. 
The fingers of the vamp sections and the ends of the 

quarter sections may be secured to the bottom surface 
of the insole by any well known means, such as by stap 
ling, stitching, cementing or the like. Moreover, a great 
variety of means may be employed to secure the free 
ends of the vamp sections together. Figures 1-7 illus 
trate but one such means. In Figures 8-10 the vamp 
sections are shown as being secured together by means 
of "snap fasteners.” It will be understood that numer 
ous other means may be employed, such as buttons, 
lacing, riveting, stitching, stapling, and the like. It is 
also possible to cement the free ends together by a compo 
process or other similar heat-treated cementing processes. 
The outsole 12 may be made of any suitable material 

such as leather, rubber, plastic, or the like, and if de 
sired a platform may be employed between the outsole 
and the insole as is well known in the art. The outsole 
may be secured to the insole by any of the well known 
methods, such as cementing, stitching or the like. In 
this regard, it is again emphasized that because the vamp 
sections are separated during this step, the operation 
is greatly facilitated and certain modes of securement 
are made possible which heretofore could not be em 
ployed. 
The heel may be of any suitable construction and 

secured in place by any of the well known expedients 
in the art. As is usual in the shoe making art, the sock 
lining 38 is glued or otherwise suitably secured to the 
upper surface of the insole 10. 
A shoe as shown in Figures 1-7 may be constructed 

as follows to give a specific example without limitation. 
The insole 10 is first cut out of a piece of fiberboard 
and provided with tucks on the heel and toe portion in 
a manner well known in the art. Next, the markings 
24-31 are imprinted on the bottom surface of the 
insole. The insole is then molded to conform to the 
desired heel height and the steel shank piece or arch 
support 50 is then stapled to the bottom surface thereof, 
as by staples for example. Subsequently, the strip of 
plastic binding 49 is stitched to the outer edge of the 
insole. The vamp and quarter sections are then cut 
out of a piece of leather, pressed, stitched and french 
corded into the finished form ready for attachment. 
The fingers 32 through 37 of each vamp section are then 
progressively secured to the bottom surface of the insole 
within their corresponding markings by means of staples. 
Again, it is emphasized that the fingers of the vamp 
sections must be accurately aligned within their corre 
sponding markings before the staples may be applied 
and as the fingers are attached, the vamp leather is 
stretched and twisted to assume an inverted or inside 
out three dimensional configuration. In a like manner, 
the quarter sections are stapled to the undersurface of 
the insole with one end of each in registry with its corre 
sponding marking. 
The outsole 12 is preset, pretrimmed and shanked out. 

The outsole and insole are then properly secured to 
gether by stitching or by any of the conventional cement 
ing processes. 

In stitching the vamp portions remain inverted until 
the shoe is made. In cementing the vamp portions are 
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first turned upwardly, and temporarily fastened, to facil 
itate the operation of the cementing process. 

Finished heel 22 is nailed in place and the inner sole 
cover 38 is then glued to the top surface of the inner 
sole. After the shoe has thus been substantially com 
pleted, the vamp sections are inverted so as to assume 
their normal shaped position. The strap member 40 is 
then fed through the registering slots 38 and 42 in the 
free ends of the vamp sections and through looped end 
44 of the quarter section 20. The buckle 46 is then 
secured to the free end of the strap member 40. 
To give another specific example for illustrative pur 

poses only, attention is directed to Figures 8-10 of the 
drawings. In the embodiment illustrated in Figures 
8-10, the insole 10' is prepared and finished in the man 
ner set forth in the preceding example. This embodi 
ment, however, illustrates another one of the infinite 
varieties of upper outline shapes which are possible. As 
shown in Figure 9, the uppers include complementary 
vamp sections 54 and 56 having integral quarter portions 
which are secured together at their rear ends by a strap 
member 58. Vamp section 54 includes fingers 59-62 
which are adapted to register with markings 63-66 
respectively on the bottom of the insole. Likewise, 
vamp section 56 is provided with fingers 67-70 which 
are adapted to register with markings 71-74 respective 
ly. Moreover, each vamp section is provided with a 
pair of cooperating snap fastener elements 76 and 78 
for the purpose of securing the free ends thereof together. 
The Strap member is cut out and finished and then 
Stitched to one end of each of the vamp sections as is 
clearly illustrated in Figure 9. The fingers of each vamp 
Section are then secured to the undersole after being 
twisted and stretched into registry with its correspond 
ing marking so as to shape the vamp sections into an 
inverted or inside out three dimensional configuration 
as Stated heretofore. The shoe is then substantially 
completed in the manner set forth in the previous ex 
ample by stitching the outsole 12' to the bottom of the 
insole 16', nailing on the heel 22, cementing the insole 
cover 38' in place and providing a buckle 46 on one end 
of the strap member 58. The vamp sections are then 
inverted from their inside out configuration so that they 
Will assume their partial shaped foot conforming con 
figuration. Finally, the cooperating snap fasteners are 
brought into registry and closed. 

It can thus be seen that there has been provided a shoe 
having all of the characteristic advantages of a lasted 
vamp shoe and a method of making such shoe which 
completely eliminates the necessity of any lasting opera 
tion with its attendant disadvantages. 
The method may be carried out by relatively unskilled 

Workers and greatly facilitates many of the other conven 
tional operations in the manufacture of shoes, as for 
example, the securement of the outsole to the insole. 
The novel procedure whereby a lasted type shoe may 

be produced without the need of a lasting operation is 
easily effected by the step of aligning the fingers provided 
in the upper sections within the markings provided on 
the insole and securing, in turn, each of the fingers in 
place. The upper sections are thus given a three dimen 
sional shape, which, when the free ends thereof are se 
cured together, will fit the foot of the wearer in the 
manner of lasted uppers. The securement of the fingers 
of the vamp sections to the insole is preferably effected 
with the sections in an inside-out shape, turned down, as 
shown in Figure 6 and in broken lines in Figure 7. This 
permits the required shaping and molding of the vamp 
to be performed as it is secured Without the impedance 
of the edge of the insole. When properly shaped and 
secured in this method, the sections are subsequently 
sprung over the edge of the insole into their normal shape, 
as shown in full lines in Figure 7, and then secured to 
gether from the top; thus leaving the vamp open from 
above during the entire preliminary manufacturing proc 
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ess. While with some models and styles it is feasible by 
this method to secure the vamp sections to the insole 
without turning them down and inside out, the inside out 
procedure is normally preferred since a smoother molded 
upper, comparable to that produced by conventional last 
ing, can be better achieved by this method. 

Moreover, while the method of the present invention 
has been illustrated for making Women's shoes having but 
two sole parts; namely, the insole and outsole, it should 
be noted that the invention is equally applicable to the 
manufacture of shoes having more than two sole parts, 
such as platform shoes and the like. Moreover, the inven 
tion is applicable to the manufacture of men's and chil 
dren's as well as to Women's shoes, and to all sizes and 
types of shoes which do not require single piece closed 
vamp construction. Closed-back shoes can be made; so 
called "wedgies,' and single sole styles can be achieved 
by these procedures. It should also be noted that the 
invention is not limited to the illustrated procedure where 
in the fingers are secured to the bottom surface of the 
insole. It is to be understood that the fingers may be 
secured to any of the sole parts, for example, in the 
manufacture of platform shoes, the markings could be 
provided on the upper surface of the platform and the 
fingers secured thereto with the vamp sections extending 
upwardly therefrom without inversion. 
While the method of the present invention provides 

a simple, inexpensive procedure for the manufacture of 
last type shoes without lasting, it is important to note that 
the exact outline shape of the upper sections and the exact 
position of the outline markings must be accurately pre 
determined before the steps may be carried into effect. 
In this regard, the formation of the fingers on the upper 
sections is of essential importance. It is preferable that 
the upper sections be cut or fabricated in the flat, and the 
outline shape thereof must be chosen so that when the 
fingers are forced within the markings and Secured in 
place, the material is made to assume a three dimensional 
configuration which will be smooth when the free ends 
are secured together. It has been found that this result 
may be achieved most effectively when there is provided 
spaces between the free ends of the fingers sufficient to 
permit this configuration without bunching of material 
at the sole. For example, it can be readily observed that 
with the upper sections in flat, as shown in Figures 3, 
4 and 9, there is provided a V-shaped notch between 
each pair of fingers of the upper sections which may ex 
tend above the insole in the final shaped upper, as shown 
in Figures 1 and 8. 

It is also to be understood that the form of the in 
vention herewith shown and described is to be taken as 
the preferred embodiment of the same and that various 
changes may be made without departing from the Spirit of 
the invention or the scope of the appended claims. 
We claim: 
1. A method of making an article of footwear having 

molded and shaped uppers without lasting which con 
prises providing a sole part and separate complementary 
upper sections, each of said upper sections being cut to 
have fingers extending from one edge thereof, securing 
said fingers to the lower face of the sole part at prede 
termined positions thereon with the remainder of the 
upper section upstanding from said sole face, said fingers 
when secured at said positions being closer together along 
convexly curved portions of the sole part than the finger 
spacings prior to said securing step so that said upper 
sections during securement are drawn into an inside-out 
formed condition, subsequently springing the upper Sec 
tions into right-side-out condition, and securing the oppo 
site edges of said upper sections together to form a molded 
and shaped upper. 

2. A method as in claim 1 wherein the sole part has 
moided curvature imparted thereto independently of 
stresses imparted to the sole part by the uppers due to 
attachment therebetween. 
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3. A method as defined in claim 1 wherein said fingers 
are secured to said sole part one after another. 

4. A method as in claim 1 wherein said upper sections 
include vampportions and quarter portions. ' W. v- - - - - - . 

''5: A method as inclaim 1 wherein the sole part is 
an insole. - - - - - - - - - - - - - - - - - - - - - - - - 
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