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5 Claims. (C. 36-9) 

The present invention relates generally to footwear, 
and has particular reference to footwear of the turned 
padded sole type. The invention is directed toward cer 
tain improvements in the construction of footwear of this 
kind, and to an improved manufacturing procedure. 

it is common practice in the manufacture of soft indoor 
slippers and the like to assemble a relatively soft outer 
sole, an upper, a sock lining, and a sole padding, with the 
parts in an inside-out relationship, and to turn the con 
struction right side out during the course of the com 
pletion of the manufacturing procedure. The principal 
advantage of such a construction lies in its simplicity 
and low cost. In attempting to provide such an article 
of footwear with a heel and with a style-enhancing coun 
ter in the rear region, numerous difficulties have hereto 
fore been encountered. The application of a heel has 
usually involved the employment of a special heel pad, 
and a tedious series of steps, requiring considerable skill, 
in forcing the heel pad firmly into a squeezed-in position. 
Similarly, the practices heretofore resorted to in endeav 
oring to provide a stiffening for the rear part of the 
upper have involved the use of inferior stiffening mate 
rials (where the application is made prior to the turning 
of the shoe), or have resulted in a rough and uneven heel 
seat on the interior of the shoe, with parts of the struc 
ture held down by adhesive means and hence susceptible 
to curling, wrinkling, and general disarrangement. 

It is a general object of this invention to provide a 
relatively simple yet highly effective way to furnish a shoe 
of the turned padded-sole variety with a heel of satis 
factory character, and to stiffen the rear region of the 
upper with the aid of a pre-formed adequately stiff coun 
ter. These desirable results are achieved without any 
sacrifice in comfort, and the appearance and wearing 
qualities of the slipper are greatly improved. 
The achievement of the objectives of the invention is 

attributable, at least in part, to the employment of a spe 
cial counter assembly consisting of a pre-molded counter 
having at its lower end a heel-pad enclosing part within 
which a heel-pad is snugly accommodated. The heel 
pad is thus not only firmly and reliably held in the desired 
position at all times, but it may be composed of any de 
sired material and may embody any desired degree of 
softness, without impairing the shape and staunchness 
and outer appearance of the shoe. In the preferred em 
bodiment of the invention, the counter is provided with 
an inwardly-directed groove along the upper margin of 
the heel-pad enclosing part, this groove helping to im 
prove the outer appearance of the shoe, especially where 
the upper is secured by an inturned seam to a heel wrap 
per. 
The new procedure is in many respects similar to con 

ventional practice in making footwear, but differs in cer 
tain important respects whereby, at a crucial stage in the 
manufacturing procedure, subsequent to the turning of the 
original assembly of parts, it is made possible and practi 
cal to insert the counter and its associated heel-pad into 
position. 
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I achieve the foregoing general objects and advantages, 

and such other objects and advantages as may herein 
after appear or be pointed out, in the manner illustratively 
exemplified in the accompanying drawings, in which 

Fig. 1 is a perspective view of an article of footwear 
of the type to which my invention relates; 

Fig. 2 is an exploded view of the special counter and 
heel-pad employed; 

Fig. 3 is a longitudinal cross-sectional view showing in 
diagrammatic fashion the initial assembly of outer sole, 
upper, and heel wrapper; 

Fig. 4 is a view similar to Fig. 3, at a subsequent stage 
in the assembly process; 

Fig. 5 is a diagrammatic view showing the parts after 
the assembly has been turned, with the counter and heel 
pad in the process of being inserted into position; 

Fig. 6 is a view similar to Fig. 5 showing the rear part 
of the shoe in its finally assembled condition, this view 
being taken substantially along the line 6-6 of Fig. 1; 

Fig. 7 is a perspective view, partly in section, of a 
slightly modified construction, at the stage corresponding 
to that of Fig. 4; 

Fig. 8 is a fragmentary cross-sectional view along the 
line 8-8 indicated in Fig. 7; and - 

Fig. 9 is a fragmentary view similar to the lower right 
hand part of Fig. 6, when the modified manufacturing 
procedure of Fig. 7 has been brought to completion. 
For reasons of simplicity of illustration and description, 
have chosen to show how my invention is applicable to 

a slipper or similar article of footwear in which the upper 
consists of a vamp portion 10 and a quarter portion 11, 
these parts overlapping to a slight extent in the region 12. 
The finished shoe has a soft outer sole 13, extending for 
the full length of the slipper, a heel wrapper 14, and a 
full-length sock lining 15 securely and comfortably 
Stitched into position throughout its entire periphery. 
Lying between the outer sole 13 and the sock lining 15 
is a full-length sole padding. Beneath this padding in 
the heel region of the shoe there is a special heel-pad; and 
snugly fitted between the quarter portion 11 and a lining 
element 16 therefor is a high-quality counter of stiff and 
effective character. Of primary importance is the fact 
that the counter has a heel-pad enclosing part laying 
Snugly within the confines of the heel wrapper 14, so that 
the rear region of the shoe is firm and staunch and form 
retaining to a highly desirable degree. 
The counter I employ may be of any suitable shape, 

depending in large measure upon the nature and contours 
of the upper with which it is to be associated. It may be 
of any desired material. In the preferred construction 
it has a main part 7 and a heel-pad enclosing part 18 
at its lower end. The part 18 may be substantially U 
shaped at the rear and along the sides, as indicated by 
the lower flange 19, but this flange may be tapered off 
and may be eliminated completely at the forward end of 
the counter element, as clearly shown in Fig. 2. Along 
the upper margin of the part 8 the counter element 17 is 
preferably provided with the inwardly-directed groove 20. 
Adapted to fit snugly within the part 18 is a heel-pad 

21, which may be of any desired material. The shape of 
the pad 21 will correspond, of course, to the shape of 
the enclosing part 18 of the counter; but these parts can 
conjointly assume any desired shape, so that the com 
pleted shoe may embody any desired style or appearance, 
including a heel of barrel shape, concave shape, or any 
other desired contour. - - 

In carrying out the manufacturing procedure, it will 
be assumed that the heel wrapper 14 and the quarter 11 
are composed of separate pieces, although this is not in 
every respect essential. The first step lies in stitching 
the quarter 11 along its lower margin to the heel Wrapper 
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14, the right sides of these parts facing each other. The 
stitching that accomplishes this is designated 22 in Fig. 3. 
The wrapper 14 will of course embody a shape corre 
sponding to that of the counter part 18, and heel-pad 21, 
subsequently to be associated with it. 
The preliminary assembly involves at the same time 

the stitching of the full length outer sole 13 to the upper 
and to the heel wrapper. In the forward region of the 
sole 13, it is stitched as at 23 to the lower margin of 
the vamp 10. In the rear region of the sole 13, it is 
stitched as at 24 to the free edge of the heel wrapper 
14. The stitches 23 and 24 are made with the right 
sides of the parts 10, 13 and 14 facing each other. 
The next step consists in applying the full-length sole 

padding 26 (Fig. 4) to the inside surface of the sole 3, 
and overlaying it with a full-length sock lining 15. In 
the forward region of the assembly, the sock lining 15 
is secured to the joined edges of the parts 10 and 13 by an 
overseam 25 which may, if desired, engage also with 
the margin of the padding 26. At this stage, however, 
the procedure deviates from conventional practice, in 
that the rear region of the sock lining 15 is stitched only 
to the lower margin of the lining element 16. This may 
be achieved by the same over-seam 25 as indicated in 
Fig. 4, but it is to be observed that the seam 25 in the 
rear region of the assembly does not engage with the 
upper 10, 11. As a result, at this stage of the process 
the lining element 16, the rear part of the sock lining 
15, and the rear part of the sole padding 26 are com 
pletely disconnected from the rear part of the previously 
completed assembly shown in Fig. 3. 
The assembly is now turned right side out, and it may 

be observed that this procedure is much simpler than is 
usually the case, because of the disengagement of the 
parts 15 and 11 in the rear region, especially in the crowded 
region at approximately the point 27 (Fig. 3) where the 
usual practice brings together a multiplicity of joined 
edges and intermingling stitches, requiring skill and dex 
terity, and leading to many unsatisfactory results. 

After turning, the parts may be adjusted as indicated 
in Fig. 5, to lift the lining element 16 and the attached 
rear part of the sock lining 15, and to lift also the rear 
part of the sole padding 26, thus leaving a space of ade 
quate size to permit insertion of the counter and heel 
pad, assembled in the relationship shown in the upper 
part of Fig. 5. The arrow 28 indicates the direction of 
insertion of the counter and heel-pad. After having 
been brought into position, with the heel-pad 21 lying 
beneath the sole padding 26 and with the pad enclosure 
18 of the counter lying snugly within the confines of the 
heel Wrapper 14, the padding 26 and the sock lining 15, 
along with the lining element 16, are restored to position, 
thus bringing the parts into the assembled relation shown 
in Fig. 6. The final step lies in joining the top and side 
edges of the lining element 16 to the quarteri, thus com 
pleting the enclosure of the counter 17. The secure 
ment of the parts 16 and 11 may be conveniently achieved 
by means of ornamental lacing 29 or the like, and ob 
viously it may be desirable to provide similar lacing along 
the upper edge of the front part of the upper (along the 
edge 30 of Fig. 1) in order to achieve an enhanced over 
all appearance. Obviously, if desired, means other than 
the lacing 29 may be resorted to, to join the parts 11 and 
16 along the top and side edges of the lining element 16. 
When the parts are completely assembled, the inturned 

seam between the heel wrapper 14 and the quarter 1 
fits itself snugly into the groove 20, and this greatly 
enhances the neat appearance of the shoe, also serving 
to hold the parts permanently in the desired relationships. 
On the interior of the shoe, the sock lining 15 and lining 
element 16 are neatly joined, with no raw edges likely to 
curl or become disarranged. Moreover, the wearer finds 
beneath his heel a substantial depth of comfortable and 
soft material, unimpaired by the stiffening that has been 
imparted to the upper and to the heel wrapper region. 
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The modified procedure and construction illustrated in 
Figs. 7-9 are in most respects so similar to the procedure 
and construction thus far described that the same refer 
ence numerals have been applied to all parts except the 
lining element 16. In Fig. 7 the lining element 6' is 
not joined to the sock lining 15 by a continuation of the 
over-seam 25, but is joined to it by turning the lower 
margin of the lining element 16' outwardly and securing 
it flat-wise to the rear part of the sock lining 15 by 
means of ordinary stitches 31. It is contemplated that 
the parts 6' and 15 will be secured together by the 
stitches 31 prior to the application of the sock lining 15 
by the overcast stitching 25 to the assembly of vamp 
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portion 10, outer sole 3 and sole padding 26. In this 
procedure, therefore, the stitching 25 terminates at the 
forward end of the lining element 16 during the assembly 
of the parts previously described in connection with 
Figs, 3 and 4. 
When the assembly of Fig. 7 is turned right side out, it 

is obvious that no turning need be effected in connection 
with the lining element 16' since this is already in the 
proper relationship to the sock lining 15 and the other 
parts of the structure. At this stage, the parts 16, 15 
and 26 are raised, as indicated in Fig. 5, and the procedure 
is brought to completion in exactly the same way as 
hereinbefore described. In the finished shoe, as shown 
in Fig. 9, the seam 3 between the lining element 16 
and the sock lining 15 directs the joined edges rearwardly 
and downwardly into a hidden disposition behind the 
sole padding 26. This affords even greater comfort, neat 
neSS, and good appearance, than that produced in the 
construction of Figs. 1-6. 

It will be understood that the basic features of the 
improved process are applicable to slippers and shoes 
having style characteristics different from those herein 
illustrated. Moreover, since the rear part of the sock 
lining is no longer secured, during any stage of the 
process, to the outer element of the upper itself in the 
rear region of the shoe, the employment of a separate 
element of material to form the heel wrapper 14 is not 
essential. Thus, the parts herein depicted as being joined 
by the seam 22 may in practice be formed of a single 
piece of material if desired. Under such circumstances, 
it may be said that the upper in the rear region has an 
extension defining a heel wrapper. Similarly it will be 
understood that the construction may be modified by 
the employment of an added platform with an accom 
panying added platform wrapper. Under such circum 
Stances, the platform wrapper and the upper may be 
considered conjointly to constitute the upper of the 
shoe, so far as the practice of the present invention is 
concerned. . 

In general it will be understood that many of the 
details herein described and illustrated may be readily 
modified by those skilled in the art without necessarily 
departing from the spirit and scope of the invention as 
expressed in the appended claims: 

Having thus described my invention, what I claim as 
new and desire to secure by Letters Patent is: 

1. In the manufacture of an article of footwear of 
the turned padded sole type, the steps which consist in 
providing an upper that has in its rear region an ex 
tension defining a heel wrapper; stitching an outer sole 
in its rear region to the free edge of said heel wrapper 
and in its forward region to the lower margin of the 
upper, said stitching being performed with the upper 
inside out and with the right sides of the upper and sole 
facing each other; applying a conforming full-length sole 
padding to the inside surface of the sole; providing a 
lining element for the rear region of the upper above the 
level of said extension; Stitching a full-length sock lining 
in its forward region to the joined edges of the upper and 
Sole and in its rear region only to the lower margin of 
said lining element; turning the assembly right side out; 
providing a counter having a heel-pad enclosure and a 
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heel-pad enclosed thereby; lifting the lining element and 
sock lining and sole padding and inserting the counter 
and heel-pad so that the pad enclosure lies within the 
confines of said heel wrapper; and then restoring the sole 
padding and sock lining and lining element and attach 
ing the free edge of the lining element to the upper to 
complete the enclosure of said counter. 

2. In the manufacture of an article of footwear of 
the turned padded sole type, the steps which consist in 
stitching an upper along its lower margin in the rear 
region thereof to a heel wrapper, right sides facing each 
other; stitching an outer sole in its rear region to the free 
edge of the heel wrapper and in its forward region to the 
lower margin of the upper, right sides facing each other; 
applying a conforming full-length sole padding to the 
inside surface of the sole; providing a lining element 
for the rear region of the upper; stitching a full-length 
sock lining in its forward region to the joined edges of 
the upper and sole and in its rear region only to the lower 
margin of said lining element; turning the assembly right 
side out; providing a counter having a heel-pad enclosure 
and a heel-pad enclosed thereby; lifting the lining ele 
ment and sock lining and sole padding and inserting the 
counter and heel-pad so that the pad enclosure lies within 
the confines of said heel wrapper; and then restoring the 
sole padding and sock lining and lining element and at 
taching the free edge of the lining element to the upper 
to complete the enclosure of said counter. 

3. In an article of footwear of the padded sole type, 
an upper having in its rear region an extension defining a 
heel wrapper, an outer sole stitched along its periphery 
to said upper, a full-length sock lining stitched in its for 
ward region to the joined edges of the upper and sole 
but free of connection therewith in its rear region, a 
sole padding between the sole and the sock lining, a heel 
pad beneath the rear part of said sole padding, a lining 
element in the rear region of the upper secured to the 
upper along its top and sides and stitched to the sock 
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lining along its bottom edge, and a pre-molded rigid 
counter between the upper and lining element and having 
a rigid heel-pad enclosing part lying snugly within the 
confines of said heel wrapper and snugly enclosing said 
heelpad. 

4. In an article of footwear of the padded sole type, 
an upper, a heel wrapper stitched to the lower margin 
of the upper by an inturned seam, an outer sole stitched 
along its periphery to the lower margin of said heel wrap 
per and to the lower margin of said upper forwardly of 
Said heel wrapper, a full-length sock lining stitched in 
its forward region to the joined edges of the upper and 
sole but free of connection therewith in its rear region, 
a sole padding between the sole and the sock lining, a 
heel-pad beneath the rear part of said sole padding, a 
lining element in the rear region of the upper secured 
to the upper along its top and sides and stitched to the 
sock lining along its bottom edge, and a pre-moided 
rigid counter between the upper and lining element and 
having a rigid heel-pad enclosing part lying snugly within 
the confines of said heel wrapper and snugly enclosing 
said heel-pad, said counter having an inwardly directed 
groove along the upper margin of said heel-pad enclosing 
part, said inturned seam lying within said groove. 

5. In an article of footwear, the structure defined in 
claim 3, in which the lining element and the sock lining are 
joined in overlying relation, right sides facing each other, 
whereby the joined edges project rearwardly and down 
wardly into hidden disposition behind said sole padding. 
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