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UNITED STATES PATENT OFFICE 
2,416,868 

SHOE AND METHOD OF MAKING THE SAME 
Gaetano De Luca, Brooklyn, N.Y. 

. Application October 26, 1945, Serial No. 624,689 
(C. 36-11.5) 6 Claims. 

This invention relates to the manufacture of 
shoes and more particularly shoes of the pasted 
type, i. e., shoes wherein the upper is attached to 
the insole and outsole by cement or other ad 
hesive. 

Heretofore in the making of shoes of this gen 
eral character, the following procedure is con 
ventionally employed: The shoemaker first Se 
cures the insole to an inverted last by at least four 
or five tacks, so as to anchor the insole in posi 
tion thereon. Thereafter the upper is pulled tight 
over the last and the edges of the upper drawn 
tight over the insole by means of pliers So as to 
stretch the upper tightly about the last and into 
conformity therewith. As it is thus stretched 
into place, it is tacked along its margin to the 
last through the insole. At least twenty to 
twenty-five tacks are commonly used for this 
purpose. The thus lasted shoe then goes to a 
"Niggerhead' or side last machine which further 
stretches the upper over the insole while cement 
is being applied between the margins of the upper 
and the insole and immediately thereafter the 
entire margin of the upper is tacked to the in 
sole by tacks. Which are one-quarter inch or leSS 
distance apart, so that in a shoe of this char 
acter it is common to thus tack the margin of 
the insole to the last by upwardly of one hundred 
tacks. The purpose of these tacks is to hold the 
upper firmly in place while it is being glued to the 
insole. After the glue has set, the tacks are then 
removed and become waste. After the tacks have 
been removed, the free edges of the upper are 
manually pounded to flatten them as much as 
possible and they are thereafter hand trimmed 
to eliminate thick edges. The upper is then put 
through a roughing machine to rough that por 
tion of the upper which overlies the insole and 
make it receptive to the gluing or cementing Op 
eration. The metal shank is then put in and, over 
the shank and the ball of the foot, is generally 
applied a filler of cork, sawdust or the like. 
Thereafter paste is applied to the outer sole and 
the Outer sole is pasted to the inner sole and up 
per. When the paste has Set, the shoe is removed 
from the lastin completed condition. 
The object of the present invention is to make 

a shoe of the same general character while elimi 
nating a great number of these steps and yet 
provide a soft, flexible, comfortable shoe, compa 
rable to a hand turned shoe at a fraction of the 
cost and in much shorter production time. 
Under prior practice the only operation carried 

Out in the fitting room is the preparation of the 
upper SO that it may be sent to the shoemaker 
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to last it over the insole. According to the pres 
ent invention the upper is attached to the insole 
in the fitting room and these parts already as 
Sembled go to the shoemaker in a condition to be 
collectively applied to a last. 

In practising the present invention I preferably. 
proceed as follows: As a result of careful re 
Search, experimentation and tests, I have worked 
out patterns appropriate to uppers and insoles 
of various shoe sizes and designs. From these 
patterns I am able to lay out and die-cut insoles 
and corresponding uppers in various styles in a 
"clicker machine.' These patterns are made so 
accurately that I am able to bring corresponding 
edges of an upper and insole into registration in 
marginal face abutting relation and to sew them 
together, preferably with a zigzag or overlock 
Stitch in any ordinary machine, so that, when 
thus Sewed together, they may thereupon be 
drawn. Over a last of corresponding size and will 
be found to fit properly. All that remains for the 
shoemaker to thereafter do is to apply the usual 
Shank and filler and thereafter cement the outer 
sole and heel in the usual, conventional manner, 
Whereupon the shoe may be removed from the 
last in completed condition. 
Consequently, this invention effects very con 

siderable economies both in labor and materials, 
among which may be mentioned: The conven 
tional Operations of separately tacking the insole 
on the last, followed by the assembly of the upper 
and insole while on the last, are entirely elimi 
nated; the use of the tacking machine is wholly 
unnecessary; no pasting of the upper to the in 
Sole is required, and the use of both the "Nigger 
head' or side last and the tack withdrawing ma 
chines are completely dispensed with. There is also 
as much as three-quarters inch to one inch waste 
Saved along the free edges of the upper, for this 
extra stock heretofore required for stretching of 
the upper over the insole during lasting, is not 
required in the carrying out of the present method. 
Shoe factories use from one-half ton to over a ton 
of tacks each day, under present practice, to tack 
the upper to the insole when cementing the former 
to the latter. After a single use these tacks are 
discarded and become waste. This waste is elimi 
nated for the present invention does not require 
this tacking operation. 

Notwithstanding these savings, the present in 
vention accomplishes the objects hereinbefore 
enumerated, and others, and provides a better 
shoe of the pasted type, well adapted for low cost 
quantity production. 
Features of the invention, other than those 
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adverted to, will be apparent from the herein 
after detailed description and claims, when read 
in conjunction with the accompanying drawings. 
The accompanying drawings illustrate different 

practical embodiments of the invention, but the 
constructions therein shown are to be understood 
as illustrative, only, and not as defining the limits 
of the invention. 

Figures 1-4, inclusive, show the insole, upper, 
quarter and shank, respectively, of a Sandalized 
type of open toe and open heel shoe with Side 
openings, these parts being illustrated after they 
have been cut to shape and before assembly. 

Figure 5 is a plan view showing the upper and 
the quarter partially attached to the isole be 
fore lasting and with the shank illustrated in 
dot and dash lines to show the position which it. 
will subsequently occupy. 

Figure 6 is a view similar to Figure 5, but shows 
the insole made in two pieces to be fitted together 
as shown to form the complete insole arid with 
the quarter stapled to the insole instead of sewn 
thereto, as in Figure 5. 

Figure 7 shows, the upper quarter and insole 
united by stitching and positioned. On a last, the 
parts being viewed with the last in its inverted 
working position, i.e., bottom up. 

Figure 8: is a top plan view of the finishe 
shoe removed from the last and with the Outer 
sole applied. . . 

Figure.9 is a section on the line 9-9 of Figure 7. 
Figures. 10, 11 and 12 show insoles of different 

contour appropriate to shoes of different design 
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the upper to the insole and constitute means to 
designate the opposite ends of the cut-outs in the 
upper and thereby insure of correct placement 
with respect to the insole during the assembly 
of these parts. With the particular type of open 
quarter shown in Figure 3, no cut-outs are neces 
sary for the edges Sd, and d are made to conform 
With the cut-outs 6 and of the insole and can 
therefore be readily registered therewith. 
In fabricating a shoe from the parts shown in 

Figures 1-4, the insole is laid flat with the 
foot-facing surface up, and the upper 9 is laid 
flat on the top surface of the insole with the 
cut-out 2a of the upper registering with the cut 
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and made in accordance. With the present inven 
tion. . . - 

Figure: 13; is the bottom view of a fully closed 
shoe as it goes from the fitting room. to the shoe 
maker to apply the same to the last. - 
In practising the present invention, the insole, 

upper, shank and quarter are first blanked out 
of leather or other material, as shown in Figures 
i.e4, the parts of which are appropriate for the 
formation of a shoe with an open quarter, open 

40 

toe and side openings in the forward portion and 
at the shank. The upper and the quarter in such 45 
a shoe may be made from single pieces of leather 
or. Separate pieces seWed, together, as shown in 
Figures: 2 and 3: to minimize waste in cutting. 
In any event, the dies by which these parts are 
blanked out are made according to patterns which 
are accurate as to size and, shape; so that, when 
these parts are assembled as presently described, 
they will properly fit one another and will fit a 
last appropriate:to this shoe-size and style. . . . . . 

It'. Will be noted that the insole of Figure 1. 
is provided, along its edges with cut-outs. 2, 3, 4, 
5, 6 and 7, while intermediate these cut-outs the 
insole is extended to the outlying edges 8, which 
Correspond, in reality, to the outer overall con 
tour of a conventional insole. The particular 
placement of the cut-outs 2-, inclusive, is gova 
erned by the design of the upper and quarter, 
for at these cut-outs the upper is: sewed to the 
insole by lines of stitching which underlie, the 
foot of the wearer when the shoe is worn. The 
extensions between these cut-outs permit the 
insole to project or extend. Substantially to the 
Outer edge of the outer sole at the openings in the 
upper and thus give a finished appearance in the 
finished shoe. - 
The upper 9, shown in Figure 2, has cut-outs 

2a, 3d, 4d and 5a, which correspond to the cut 
outs 2, 3, 4 and 5, respectively, of the insole and 
these cut-outs in the upper are made with ter. 
minal projections 8a, for the purpose of fitting 
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is out 2 of the insole, as shown in Figure 5. At 
this stage the margin of the upper adjacent the 
cut-out 2a is in face contacting relation with the 
insole and the edge 2a coincides with the edge 2 
of the latter. While held in this position, the 
upper and insole are stitched together by stitches 
f which may conveniently be accomplished by 
a conventional ZigZag or any other appropriate 
stitching machine. - - 

After the cut-outs 2, and 2d have been united 
along their edges, as indicated by the stitches 
39, the upper, which is of flexible material, can 
then be readily manipulated to bring successive 
portions of the cut-out 6a into corresponding 
relation to the cut-out 4 of the insole, as indi 
cated by the arrow in Figure 5. In practice, 
one end of the cut-out Ad is positioned at the 
end of cut-out 4 nearest the cut-out 2, and, 
while - thus held in cooperative relation to a 
Stitching machine; the edges. 4d. and 4- are sewed 
together in marginal contacting and edge coin 
ciding relation as the successive portions of said 
edge of the upper are brought into this relation 
With progressive: portions of the cut-out 4, until 
the entire edge of the cut-out 4a is sewed: along 
the edge of the cut-out A. This has the effect 
of shaping the upper. 
After the left hand side of the upper has been 

attached to the left hand edge of the insole, as 
Viewed in Figure 5, the same operations are car 
ried out to attach the right hand edge of the 
Upper to the right, handledge of their sole. This 
is accomplished by progressively bringing the 
cut-outs 3a and 5a into the same marginal face 
contacting and edge coinciding relation, as here 
in before described, and as indicated by the arrows 
l2 and 3, and then stitching the upper to the 
insole by lines of ZigZag or overlock stitching. 
When these operations are completed, the entire 
upper has been attached to the insole and the 
upper generally shaped, . . 
The quarter 4 is next brought into the posi 

tion indicated in Figure 5 wherein its edge. 6d. will 
register With the cut-out 6 and when this has been 
accomplished, the parts are united by stitching 
f5, as shown in Figure. 5. This having been ac 
complished, the end a of the quarter is brought 
into corresponding relation with the cut-out 7 of 
the insole, as indicated by the arrow. f6, and 
Stitched together in the same manner. Instead 
of making the insole in one piece, it may some 
times expedite operations to divide the insole at 
the Shank into two pieces; as:indicated at ?a and - 
fb in Figure 6 and thereafter interfit these parts 
after the upper has been attached to the fore part 
d and the quarter attached to the rear part; b. 
Figure 6 shows such an arrangement, and it fur. 
ther shows that, instead of using lines of stitching 
5 to attach the quarter to the insole as in Figure 

5, the quarter may be attached to the insole by 
staples 8. In this case, the staples 8 may be 
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passed through the shank piece 7 after the ends 
of the quarter have been positioned in the cut 
outs 6 and 7 in face contacting relation to the un 
der side of the shank. 

In any event the upper and quarter are at 
tached to the insole, and the shank secured to 
the insole in accurate position in the fitting room 
before the shoe is lasted. Accurate positioning of 
the shank with respect to the insole may be ac 
complished by providing the insole. With an in 
dicating mark or perforation 20 and by forming 
the forward edge of the shank with a notch 2 
which, when registered with the indicating mark 
20, Will insure its accuracy. 
After the parts have been assembled and Sewed 

and/or stapled together in the manner specified, 
they are passed to the shoemaker who then and 
for the first time applies them in such assembled 
relation and as a unit to a last 22-of appropriate 
size and style. Figure 7 shows the assembled parts 
upon the last as viewed from the bottom of the 
last. In this figure, the insole is shown as pro 
vided with a marginal binding 23. The binding 
23 extends about those portions of the margin of 
the insole which show through the openings of the 
upper. Such a binding is provided upon the in 
Sole before the parts are assembled, but has been 
Omitted in the previous figures in the interest of 
clearness. This binding may be of any material 
such as leather or fabric of appropriate color and 
grain according to the style and type of shoe. 
When the unit is thus positioned on a corre 

sponding last, it will be found that, if the blank 
ing dies Were properly made and the attachment 
Of the upper and quarter to the insole Were prop 
erly executed, the shoe Will accurately fit the last 
without undue stretching or looseness. It may be 
here noted that no high degree of skill is re 
quired for the sewing of the upper and quarter 
to the insole for all the Workman has to do is to 
feed the edges, while held in proper relation, 
through a sewing machine. There is practically 
nothing left to skilled judgment in this opera 
tion. 
When the shoe is on the last, the lines of stitch 

ing 0 and 5 will underlie the last, while the pro 
jections between the cut-outs of the insole Will 
extend through the opening 24 in the fore part of 
the upper to give a finished edge at these cut 
outs, and also along the shank portion of the shoe 
and around the heel portion thereof, as will be 
clearly apparent from Figure 7. As the upper is 
lasted over the last, the stitching ?o, if of over 
lock or ZigZag character, Will permit the edges 
of the upper to come into edge abutting relation 5: 
with the edges of the insole, as clearly shown in 
Figure 9, SO as to provide a flat joint between 
them, without ridges or appreciable extra thick 
ness at these locations. 
The shoe upper and quarter unit having been 

applied to the last, as shown in Figure 7, the shoe 
maker may thereupon and without further oper 
ations apply the usual steel shank, and an appro 
priate Cork Or sawdust filling and thereupon ce 
ment the outer Sole and heel to the shoe in the 
Conventional manner, to complete the shoe. The 
shoe may then be removed from the last and, 
when inverted into this wearing position, will ap 
pear as shown in Figure 8, wherein the outer sole 
is indicated by the reference character 25. 
The foregoing description sets forth the man 

ner of making a sandalized type of shoe with open 
toe and open quarter. The invention is not lim 
ited to the manufacture of this particular type of 
shoe as other types of shoe can be manufactured 
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6 
with equal dexterity in accordance with this in 
vention by the use of appropriate blanking dies, 
for the upper and insole. Thus Figure 10, shows 
how an insole should be shaped to provide an 
open toe, open back pump, while Figure 11 shows 
how the insole should be shaped to provide an 
Open front and closed back shoe. In Figure 10, 
the cut-outs extend from the open toe portion to 
the open heel portion, while in Figure 11, the cut 
out extends, from the open toe portion entirely 
around the shoe and back to this portion with a 
notch 26 at the center of the back to locate the 
upright Sean in the upper at the center of the 
heel of the shoe. Figure 12 shows how an insole 
should be blanked out for a completely closed 
shoe, i.e., one which has neither an open front or 
an open back, nor side openings. Such an insole 
requires no extensions to give finished appearance 
at openings, for there are none, but notches 26 at 
the front and rear of the insole and in the medial 
line thereof, facilitate the proper positioning of 
the upper with respect to the insole when sewing 
them together. The bottom of a closed shoe is 
ShOWn in Figure 13 with the upper united to the 
insole around the entire margin thereof and with 
a canter seam 27 at the back of the upper. The 
assembly shown in Figure 13 is ready to receive 
a Shank and may thereupon be placed upon a 
last, a metal Shank and filler material applied, 
and the Outer Sole pasted on in the usual manner. 
Thus it will appear that the present invention 

provides an unusually simple, economical and 
efficient manner of making shoes. The foregoing 
detailed description sets forth the preferred pro 
Cedure in connection with particular styles or 
types of shoe, but the invention is to be under 
Stood as fully commensurate with the appended 
claims. 
Having thus fully described the invention, what 

I claim as new and desire to secure by Letters Patent is: 
l. The herein described method of making 

ShoeS which comprises: providing an insole ap 
propriate to a particular style and size of shoe, 
providing an upper appropriate to the same style 
and size of shoe, thereafter sewing to the mar 
gins of the insole, while of the last, marginal 
portions of the upper with the inner surface of 
the marginal portions of the upper in face con 
tacting relation to the inner Surface of the insole 
and with the corresponding outer edges of the 
upper and insole in Substantial registration, by 
Over-edge Stitching which passes through both 
the upper, and insole and embraces said outer 
edges, thereafter applying the assembled upper 
and insole to a last and shifting the upper on said 
Stitches to bring the thus sewed edges of the 
upper and in Sole into substantially edge abutting 
relation to form a flat joint between them, and 
applying an outer-sole while on the last. 

2. The herein described method of making 
shoes which comprises: providing an insole ap 
propriate to a particular style and size of shoe, 
providing an upper appropriate to the same style 
and size of shoe, thereafter sewing to the mar 
gins of the insole, while off the last, the entire 
margin of the upper with the inner surface of the 
marginal portions of the upper in face contact 
ing relation to the inner surface of the insole 
and With the corresponding outer edges of the 
upper and insole in substantial registration, by 
Over-edge Stitching which passes through both 
the upper and insole and embraces said outer 
edges, thereafter applying the assembled upper 
and insole to a last and shifting the upper on 
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saidstitches:to bring the thus sewed edges of the 
upper and insole into substantially edge abuts 
ting relation to form a flat.joint, between...thern, 
aids applying.an. Outer-sole while on: the last. 
... 3. The hereins described: methode of making 
shoes which includes: the following steps: provid 
ing an: insole appropriate. to: a particular style 
and size of shoe, providing an upper having. a 
fore part. appropriate to the same style and size 
of shoe, sewing to the insole While off. the last 
marginal portions of Saidi fore part, while... the 
inner' surface of said marginal portions, of the 
fore part is in face contacting relation. to: the 
inner surface of such insole and with the corre 
sponding outer edges of the upper and insole in 
Substantial registration, by over-edge stitching 
which passes through both the upper and insole 
and embraces their. Outer edges, all of which op 
erations are carried out before the shoe is placed 
on a last, thereafter placing the thus assembled 
insole and fore part upon a last and shifting said 
forepart. on saidstitches to bring the thus' sewed 
edges of the upper and insole into substantially 
edge abutting relation to form a flat joint be 
tween them, and applying an out-sole while on 
the last. 

4. The herein described method of making 
shoes, which comprises: providing art insole with 
cut-out portions. Where an upper is to be attached 
thereto and with those marginal portions of the 
insole between the cut-outs projecting beyond the 
base of the cut-outs to substantially the contour 
of the out-Sole to be subsequently applied thereto, 
providing an upper with marginal edges posi 
tioned to register' with the cut-outs in the insole, 
bringing said marginal edges of the upper into 
registration with the bases of the cut-outs of the 
insole with said marginal portions of the upper 
in: face-contacting relation with the insole and 
sewing them together in this relation, before they 
are placed on a last, by over-edge Stitching which 
passes through both the upper and insole and em 
braces the registering edges of both of them, 
thereafter placing the insole and upper as a unit 
upon a last and Shifting the upper on said stitches 
to ; being the thus sewed edges of the upper and 
insole into substantially edge abutting relation to 
form a flat joint between them, and applying an 
out-sole while on the last, 
5. A shoe comprising: an insole provided with 

spaced apart marginal cut-outs with interspaced 
marginal projecting portions, bindings along said 
marginal projecting portions, an upper having 
marginal portions, extending into said cut-outs of 
the insole and Sewed to the insole along the bases 

only of said cut-outs, said upper having project 
ing tabS extending to: underlie...the ground-facing 
side of the insole between said: cut-outs...and coval 
ering and concealing the opposite end portions 
of said bindings, and said upper having openings 
between said tabs; and juxtaposed With said mar 
ginal projecting portions of the insole, and an 
outsole adhesively secured to the ground-facing 
side of the assembled upper and insole... 

6. The herein described, method of making 
shoes, which comprises: providing an insole. With 
spaced apart. marginal cut-outs, and interspaced 
marginal. projecting portions having bindings; 
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providing an upper with marginal. edge portions 
adapted to register With Said cut-outs and pro 
jecting tabs at the opposite ends of said marginal 
edge portions; bringing said marginal edge, pore 
tions of the upper into registration. With the bases 
of the cut-outs of the insole with adjacent por 
tions of the upper and insole in face contacting 
relation and sewing them together in this rela 
tion, while off the last, by over-edge stitching 
which passes through both the upper and insole. 
and embraces the registering edges of both of 
them; thereafter placing the insole and upper 
upon a last and shifting the upper on said stitches 
to bring the thus. Sewed edges of the upper and 
insole into substantially, edge-abutting relation to 
form flat joints between, them; positioning the 
projecting tabs of the upper.to. Overlie and con 
ceal. the opposite ends portions of the bindings; 
and applying...an outsole. . . . 
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