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This invention relates generally to
barticularly to

making the counter which is g stiffener inserted in
region of the heel to holg up the upper at
that point is inserted between the layers of upper

- material at the time the shoe is lasted, In other

words, the upper is completed and is furnisheq
» and in accordance with the usual
practice the laster loosely inserts the counter
between the folds Of upper material, -
Ordinarily a counter which is generally formed
of fiber board, or sole leather, is molded prior
to insertion between the folds of upper materia]
50 that it conforms generally to the shape of the
last and is inserted in t

appearance as if the layers had been pressed to-
gether., -

It is an object of the present
ally stated, to provide a shoe
counter. :

Another okject of the present invention is to
brovide a methog of making shoeg whereby 3 figt

unter is attacheq to the upper sections, such as
quarters in the flat and prior to lasting,
object of this invention is to provide
a method of making shoes wherein a flat counter
is' secureqd to the quarter and thereafter con-~
formed generally to the shape of a last.

A more Specific object of
provide g Drocess of

invention, gener-
having g built-in

drawings, wherein—

Figure 1is 5 blan view of a double quarter as-
sembly, part being broken away to expose g built-
in counter, . o

Figure 2 is 5 plan view of counter employeq
in the quarter section of Figure 1. .

Figure 3 is g berspective view showing ele-

shape of the hee] end of g Iast, .
Figure 4 is a plan view of another form of
counter which may be used in the upper section,
shown in Figyre 1,
the molding apparatus of Figure 3,

with or without the use of
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Figure 5 is g plan view of ‘a one-piece upper

illustrating the manner of incorporating‘a built-
in counter in separate quarter sections.

Figure 6is a plan view of the counter employed
in accordance with the present invention in sepa- _

rate quarter sections. - o .
Figure 7is g view showing g Manner of connect-

ing the Separate quarter sections in &ccordance

bresent invention, .

8 is a view

of the parts after the separate quarter sectiong

are connected together.,

Figure 9 is g view of g -completed upper con- -

structed in accordance with one embodiment of
the present invention, and embodying 3 built-in
counter, :

Figure 10 is a view of the reverse side of the
quarter shown in Figure 1, -

Figure 11 is 5 plan view of g vamp for employ-
ment with the quarters, of Figure 10.

Figure 12 is : iy
back shoe embodying the quarters of Figures 1
and 10 and the vamp of Figure 11,

Figure 13 is g sectional view taken along line
13—13 of Figure 12.

Figure 14 i5 5 berspective view looking at the
interior back of another embodiment wherein half
counters are separately inserteq. )

Figure 15.1s 3 cross sectional view taken along
line 1515 of Figure 14.- I

Figure 16 is g blan view of a. counter formed of
wire mesh, .

Figure 17 is g blan view of 3 counter formed
of perforated metg] mesh,

In accordance with the

quarter section of a shoe. This may
be conveniently accomplished with th.e

in a fiat condition,

is desired to berforate the
counter, such perforation may be conveniently
accomplished with the materials in this. flat con-
ditien and the vari

Ously perforated.,

Since the counter is ordinarily relied upon to
65

tause the heel enq of a shoe to maintain its
shape and stay in place after the last is removed,
it is desirabie to apply some force to the built-in
counter assembly so as to cause the assembly to
conform generally to the shape of the heel end

of ihe last before the shoe is lasted. This may

Mlustrating the condition -
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be accomplished ways as by molding
the assembly, or by cutting and connecting the
materials in such a manner as to cause them to
conform to the curvature of the last. This is all
accomplished prior to the 1asting operation sO
that the complete upper when furnished to the
laster is already provided with a counter and the
parts are pressed and secured together SO that
the laster instead of having several folds of upper
material to deal with at the heel end of the shoe
may, in accordance with the present invention,
hsve only one fold which indeed may comprise
a plurality of layers adhered togetber. T

A facile and convenient method of shaping the’
built-in counter is to subject the completed as-.
sembly including

the built-in counter to the ac-
tion of steam oOr 2 highly humid atmosphere, as
mulling, to soften the counter so that when per-
mitted to dry upon & last, the counter will con-
form itself to the shape of the last.

Referring now to the drawings there is fllus-

constituting both quarters of the shoe together in
one piece so as to form a seamless back shoe in
s manner familiar to those skilled in the art.
The assembly illustrated in Figure 1 may com-
prise a quarter {, & lining 2, 2 counter 3 and a
doubler, if desired. The respective layers may he
assembled together in the condition shown with
the counter centrally situated so as to be proper-
1y positioned when the upper is jasted. Each of
these parts may be given & coating of adhesive
prior to assembly, & suitable adhesive being vul-
canized latex, or nitrocellulose cement. After
the parts are assembled together, they may be
subjected to pressure so as to flatten th
and securely adhere them together.
at this time a series of perforations, such as 4,
may - be conveniently formed passing simul-
taneously through the three layers so as to pro-
duce a shoe which ijs ventilated at the back.

- It will be understood that the lining may he

in the form of a counter pocket, or may be dis-

pensed with entirely. . In the latter case the
counter will be fastened to the outside section
directly as by adhesive or stitching.

In assembling the counter with the other
parts, the counter may be located so that the
upper edge thereof is slightly, say 1, below the
edge of the quarter. When in this position the
counter will not interfere with subsequent appli-
cation of finish strips or binding. The counter
may also be located so that the lower edge there-
of is above the lower edge of the quarter, as
shown in Figure 1. In this manner, although the
counter extends far enough to be
there is no excess material and & compact ‘heel
seat results. : ‘ ’

As remarked above, the
in the present invention
usual materials, such as fiber board or sole leath-
er or it may be made of fabric which has heen
suitably For instance, &
double nap fabric of good body -bub depend-
ing in weight upon the amount of stiffness
desired may be stiffened as by impregnation with
a’ suitable stiffener such as & starch solution,
glue, casein or the like, care being taken to se-
lect a stiffener which is compatible with and will
permit latex to adhere to the impregnated fabric.
The fabric may thus pe stiffened to any extent
so long as it does not crack when folded flat.
When the interstices 6f the fabric have ahsorbed
sufficlent of the stiffener to give the desired stiff-

counter as employed

1 a section of upper material -

If desired, :

lasted over,

may be made of the

2,007,451

ness when dry, it is permitted to dry and there-
after a surfacing agent, such as latex, is applied.

The latex may be applied by dipping, spraying or

prushing and provides & surface to which ad-
hesive will stick. Moreover, the latex and stiffen-
er may he m;xed together and concurrently ap-
plied. Various textile fabrics may be used, for
instance,. duck of suitable weight and mesh fab-
rie, and treated similarly. Such treated fabrics
may also be used as & toe stiffener. L
The counter may, furthermore, be formed of
metallic mesh, either in the form of wire mesh as
shown at 83 in Figure 16 or in the form of thin
sheet metal 34 such as aluminum, which may be
perforated with a series of perforations 35 as
shown in Figure 17. Such metal stiffeners as
34 may be formed bY pre-perforating sheets of
metal and then dieing out the stiffener blanks,
whether for toe stiffeners or counters, from the

perfcrated sheet, or the planks may be 1aid in as

stiffener and perforated concur-
rently with the upper sections as herein de-
scribed. The wire mesh may also be laid in and
perforated concurrently with the upper sections,
or may be jnserted separately; the large propor-
tion of openings permitting ‘good ventilation even

an imperforate
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without undue precaution in alining the open- -

ings with openings in the upper sections.

The quarter section | and its lining 2 may then
be connected -with @ vamp, and the upper Jfin-
ished. In accordance with one embodiment_of
this invention, the connection of the vamp to the
quarter may be conveniently accomplished by per-
mitting one layer (outside or lining) to extend
peyond the terminus of the other at’ the part
which is to be joined. This is {llustrated in Fig-
outside section. f of
the quarter extends beyond the terminus of lin-
ing 2 as shown at 21; while in the case of vamp
2%, which is to be connected, the outside section.
may terminate short of its lining as shown at 23,
or vice versa, so as to provide overlapping parts
and 2 shoulder for positioning the parts rela-
tively. A practical and economical method is to
have the extension only on the vamp lining, as

‘shown at 23, and make the quarter 1ining and

quarter coextensive.
adjacent extension 23 thus
against ‘which the quarter may
the extension overlaps the edge of
to provide a secure joint.

The quarter assembly may be connected to
vamp assembly by adhesive with or without
facile method being to locate and
adhere the parts together by cement on the ex-

The edge of the vamD 22
provides .a shoulder
be located while
the quarter

" tension 23, and thereafter stitch a finish strip 24

across the joint, one-line of stitching 26 taking
through the quarter section and the other line
of stitching 25 taking through ‘the vamp section.

This provides & closed upper ready to have its
puilt-in counter conformed as by softening or
molding or otherwise, although it may be under-
stood that the quarter with its counter may be
conformed pefore the upper is closed. If the
quarter is conformed by softening by steam. OT
mulling before lasting, the counter will dry out
on the last and thus “«get, up” conforming to the
shape of the last. C . i

The assembly may, however, be conformed as

by the ‘application of heat and pressure to cause

the same to conform generally to the curvature
of the last. In order to accomplish this, suitable
apparatus, of which an elemental form is illus-
trated in Figure 3, may be employed. The appa-

~ ratus illustrated in Figure 3 may comprise & pair
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bressure on the upper assembly
and the latter removed.

It will be understoad that
of apparatug are adap
the assembly as just described. For instance,
the heel eng of a last may be employed as one
ember of the molding device, ang a suitable
arrangement provided for applying g pressure
normal to the surface of the last, anq against
usual counter

may be released

table to e

the shape of the last,

After the quarter sections. have been thus

molded so as to assume the genera] shape of the
heel end of the last, the i

In order to
gnd conforming the built-in
counter to the last, the upper may be “mulled”
f%r a time sufficient to render the materials pli-
able, ‘

In order to brovide a built-jn counter without
he nhecessity of the molding
scribeq, ‘

-The ineision (g may he
made deep enough that whep the counter ig
turned over the bottom of the last jt
) curved ver-
or less conformity with the back
of the last., 1t will be understood, however, that
the incision {g heed not be made Dbrecisely as in
the embodiment illustrateq, Figure 4,

many other forms

.counters in separate

but that it

more common practice, the
ordinary counter may be cut in two 50 as to pro-

vide half counters i,

Figure 5 at 11 and 12. In the embodiment, illyg-
trated in Pigure 5, & one-piece upper is shown
for the burpose of illustration Wherein both quar-
ters and the vamp are cut from g, single piece of
leather. 1t wiy be understood, however, that
he vamp and quarters may be formeq Separately,
if desired, ang that the i v
described in connection
is only for the burpose of llustration.
As shown in Figure 6

counter {1 is curved corresponding to the general
curvature of the usual quarter battern which is
Such that when two corresponding sections are
fastened together the assembly wij assume g
cupped or vertically curved shape, .

fastened together. .
The counter {1 which, it will be understood, may
conveniently be in

opposite quarter.
counters may pe
and quarter ji

inside and out, .
- It win be understo

uarters are thus stitched
together, the curvature of the rear side as is the

f the last, or in other words,
with its built-in counter is
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_constructicn results. Since in

4

then in condition to be lasted, and, as shown in
Figure 9, because the respective layers including
the counter are unifled, the laster is not troubled
with & plurality of folds as is the caseé in the usual
practice, but has only one fold to contend wwith.
1t is apparent, therefore, that & neater counter
accordance with
the present invention, the quarter and lining are

- gecured together, 85 by adhesive, and pressed flat,
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it is really unnecessary to provide the amount of
stiffness ~ which is provided by the ordinary
is made of fibre board or sole
leather. ; doubler present,
sufficient stiffness may pe imparted to the assemi-
bly without requiring the use of a counter, and
even when a doubler is not present, & piece of
woven fabrie, such for instance as heavy drill,
provides sufficient stifiness for the counter portion
of the shoe when constructed in accordance with
the present invention. Moreover, a suitable ther-
moplastic resin capable of being reduced to sheet
form may be employed as the stiffener.

By the expression “puilt-in” counter as used
herein is meant that the counter is securely con-
nected betwe
lining (when a lining is employed) in'the flat and
so held with reference to the outside quarter sec-
tion that the parts do not relatively displace dur-
ing the lasting operation. - .

Furthermore, it is advantageous to employ the
half counters even when they are not “built-in”
as above described. The quarters 21 may thus be
connected to their linings 28 at the back seam,
for instance, by lines of stitching 29 as shown in
Figure 15, so as to he more conveniently handled,
while the half-counters 11 and 12 may be inserted
in the usual manner, one on each side of the back
seam at the time of 1asting, as shown in Figure 14.
In this case the respective half counters 11 and i2
glknot be directly connected together at the

ck. :

From the _foregoing description it is apparent
that the present invention c_ontemplates the ap-
plication of & fiat counter to an upper, and that
the counter is built-in and secured to the upper
material during the upper-forming operation be-
fore the shoe is lasted as provided. This results

-in a shoe which is not only of neat appearance but |
is more comfortable to the foot and conforms

more perfectly to the 1ast thanone in which a pre-
molded counter is provided. Moreover, the pro-
cedure of manufacture is such as to permit ven-
tilating openings to be simultaneously perforated
layers in the region of the
counter while they are flat. It is to be under-
stood, however, that the respective layers need
not be secured together by adhesive, bus may be
secured together in dghy other manner, such for
instance as by stitching. Moreover,
«counter” as used “herein and in the appended
claims is to be understood as descriptive and not

in the limitative sense, ‘since it is intended to .

apply to various imaterials and in fact to & layer
of any suitabile material whether applied without
or within the quarter section SO long as it'is
secured thereto and provides some stiffness.

From the foregoing description it 1s apparent

" that many modifications of the shoe and proce-

70

dure hereinbefore’ described will present them-
selves to those skilled in the art without depari-
ing from the spirit of this invention. It is to be

distinctly understood, therefore, that th_e inven-

n the outside quarter section and its -

. tending toward the rear of

the term -

tion is not limited to the specific details of struc-

ture and procedure described, but that such modi-
fications and the use of such individual features
and sub-combinations of features as do not depart
from the spirit of this invention are, although
not specifically described herein, contemplated by
and within the scope of the appended claims.

Having thus described the invention, what is
claimed is®’

1. In the art of making shoes the process com-
prising, securing & stiffening element of the coun-
ter type to the rear portion of a quarter section
in the flat, perforating the assembly, and con-
forming the assembly to the general contour of
the heel end of & 1ast prior to the usual lasting
operation. .

2. In the art of making shoes the process com-
prising, adhesively securing hall counters to op-
posite quarters of a shoe, and connecting the
half counters. together so as-to shape the assem-
bly to the general contour of the heel end of a
last.

3. In the art of making shoes the process com-’

prising, securing & stiffening element of the coun-
ter type to the rear portion of a quarter section
in the fiat, perforating’ through the two layers,
and lasting the shoe.

4. In the art of making shoes the process com-
prising, providing quarter sections for a shoe,
providing a pair of half-counters for such shoe,
securing & half-counter to each quarter section in
the flat, perforating through the assembly, and
1asting the shoe.

5. In the art of making shoes the process com-
prising providing quarter sections for & shoe, pro-
viding a pair of half-counters each having an ar-
cuate edge, securing & half-counter to each quar-
ter section in the flat with the arcuate edge eX-
the shoe, perforating
through the a.ssemble,d quarters and counters,
connecting the perfora.ted quart.er-counter as-
semblies together along the arcuate edge of said
half-counters. o

10
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6. The process of making shoes as set forth in

claim- 3 characterized by the feature that the
counter is formed in a single piece of size suffi-
cient -to extend into the region of both: quarter
sections of the shoe. - :

7. In the art of making shoes, the process com-
prising adhesively uniting & quarter section, quar-
ter lining and & stiffening element of the counter
type together in the fiat, perforating through the
assembly, and lasting the shoe.

8. In the art of making shoes the process com-
prising providing quarter sections, quarter lining
sections and & counter, said counter being in the
form of half .counter sections, adhesively uniting
a quarter section, guarter lining and counter to-
flat, perforating through the as-
sembly and thereafter completing the shoe.

9. In the art of making shoes the process com-
prising providing quarter sections, quarter lining
sections and & counter, caid co jnter being in the
form- of half _counter sections each having an
arcuate rear edge, adhesively uniting said quar-
ter sections, lining and counter to form
flat laminated assemblies, each composed of a
quarter section, & lining therefor and & half-
counter, perforating through the assemblies, and
thereafter ‘connecting the assemblies together
along said arcuate edge of said half-counters. .

CLAUDE H. DANIELS.
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