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This invention velates to inachines for
shaping shoe uppers preliminarily to lasting,
and particularly to machines for shaping the
rear portions of stitchdown shoe uppers and
tforming thereon outwardly directed sole at-
taching flanges. ‘

In the manufacture of stitchdown shoes,
for instance, by the well-known staple lasting
process, it is highly advantageeus that the
margin of the upper materials including the
heel stiffener ox counter be given a permanent
outward set prior to.the assembling of the
upper upon its last. . The more nearly per-
pendicular the outward margin or flarige of
the upper, when assembled, 1s to the side of
the last the greater the facility with which
the upper may be worked into the angle he-
tween the side of the last and the projecting
margin of the sole, for-example, by the action
of the nozzle of the staple lasting machine
or other instrumentality for securing the
upper and counter to the shoe sole in the said
angle; . S

Objects of this invention ave to provide a
machine which will shape the rear portion
of an upper and form thereon an outturned
flange more perfectly and expeditiously than
eun be done by prior machines intended for
this purpese and which will hold and shape a
straight counter and an upper and will form
thereon an outturned flange at right angles to
the remainder of the upper so as to facilitate
the subséquent operations of assembling and
lasting.

Other objects of the invention are generally.

to improve machines for this work without
sacrificing any of the advantages of prior ma-
chines and to provide a machine which will
be more convenient to operate, more rapid
and effective in operation, and which will pro-
duce a higher guality of product than prior
machines. . o

Features of the invention consist in an or-
ganization comprising means, for example
inner and outer molds, for shaping the rear
portion of a shoe upper, and flange forming
means; which are preferably expansible, for
forming thereon an  outwardly  directed

flangre;, with means such as grippers for hold--

ing the upper materials adjacent to the wings
of the counter from being displaced during
the shuping of the upper.- As shown, the
orippers comnrise a pair of relatively fixed

jaws which have an operative position above

the front ends of the upper shaping molds,
and co-operating with the fixed jaws are
movable jaws which are operated by a single
operating means, shown as a toggle, the tog-
gle being actuated by power operation of
a yielding lever. Pressure of the-jaws on the
two portions of the material gripped by them
1s thus equalized and is unaffected by ‘differ-
ences in the thickness of the two portions of
material. , '

Another feature of the invention consists
in means for effecting pressure of the flange
between the flange formers and surfaces
formed on the outer molds in conjunction
with the flange forming operation so that the
flange is not only turned outwardly but is
wiped or ironed transversely outwardly while
it 1s being formed. ' _

Another feature of the invention consists
in means for applying pressure to the flange
in two stages,—a light pressure during the
initial part of the flange turning operation
and a heavier pressure during the flange
forming, wiping or ironing operation. As
shown, downward pressure 1s applied to the
flange forming means, first, through a light
spring during the initial outward movement
of the flange formers, and then through a
heavy spring the tension of which is inereased
progressively with the outward movement of
the flange formers, further pressure being

applied through the heavy spring after the

flange formers have completed their outward
movement. , , ,
Preferably and as shown, the surfaces of
the cuter mold members over which the flange
is formed are receding, that is, they extend
downwardly and outwardly from the inner
faces of the outer mold members, and the

“co-operating surfaces of the flange formers

are correspondingly - shaped so that. the

flange is overmoclded beyond a position at

right angles to the side of the upper and is
pressed or molded between - substantially
parallel surfaces. This overmolding of the
flange, together with the outward ironing
and downward pressure, gives a permanent
set to the upper materials such that the ten-
dency of the flange to recover or re-assume
its original position will not carry it beyond
a position at right angles to the other por-
tions of the upper.: :

Another feature of the invention consists
in so shaping and operating the molds and
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flange forming members that the flange, dur-
ing the initial stages of its formation, will be
pressed upon locally at the ends of the
counter wings and at the corners of the heel
and that these areas of pressure will be gradu-

- ally extended as the flange forming operation

proceeds until they merge into each other and
the entire surface of the flange is subjected to
pressure.

The machine is organized to come to rest
with the work under the pressure of several
powerful springs such as the mold closing
and flange pressing springs. - When the clutch
is thrown in to re-start the machine and re-
lease the work, these springs react upon the
mechanism between the clutch and the
springs, causing the mechanism to be thrown
ahead of the movement which would be im-
parted by power transmitted through the

_clutch with a consequent shock and likelihood -

of damage to the clutch or cther parts of the

machine. Accordingly, a feature of the pres-

ent invention consists in means for retarding
the reaction of the spring means through
which pressure is applied to the work to pre-
vent shock or injury to the machine. As
shown - herein, when the machine is re-
started, a projection on one of the operating
cams engages a yieldingly held brake shoe
which provides sufficient fricticnal
to prevent the cam from being moved by th

resistance

Tadsh ol

< e
reacting springs and to require power trans-
mitted through the clutch to move the cam
and bring the machine to normal or open
position. :

The inner surfaces of the outer
this work bulge outwardly at the

mold - for
sides and

“end, between the plane of the heel-seat and

the cone of the last, in order to give the up-
. 9 gL

per the shape of the last, the inner mold be-

ing, of course, complemental in shape, and as

- previously made the molds were narrowed

at the forward end of the heel-seat and shanle
to shape these parts of the upper inwardly
more than the parts at the rear. Conse-
quently, the forward ends of the outer mold
had to open widely to-permit them &c pass
the inner mold. The outer mold parts open
and close about a point located where the cen-
ter of the rear end of the heel-seat will he in

the finished shoe, and since the mold suriaces-

“bulge rearwardly of this point, there will be,
it the opening and closing movemens of the

[
574

outer mold parts is considerable, an opening
between the mold parts at the back seam,
when the molds are closed, which will be suf-

“ ficient to mark or injure the upper along the

60

vertical line of juncture of the mold parts.
In the present construction the inner mold
is made widest at its forward end and the
corresponding surfaces of the outer mold
have consequently less distance to travel in
opening and closing and there is less opening
between the mold parts at their line of junc-
ture when the mold is closed. 'This construc-

1,706,277

tion enables the opening to be so minimized
that marking of the upper due to the mold
opening is avoided while the shape given to
the upper by the molds sufficiently approxi-
mates the shape of the last so that the upper
may be readily conformed to the last in the
lasting operation. ' N :

A further feature of the invention is to be
recognized in the combination of an inner
mold, outer mold members constructed and
arranged to close upon the inner mold, flange
forming members adapted to act upon the
projecting margin of the upper, and means
for relatively moving the flange forming
members to turn the margin of the upper out-
wardly over the outer mold members to form
a sole attaching flange.

Still another feature of the invention is
found in the comstruction of the illustrated
inner mold which is provided about the pe-
riphery of its tread face with a face extend-
ing heightwise of the mold and which co-
operates with the adjacent edge of the outer
mold to dispose the margin of the upper in
ipstanding relation to the tread face of the
inner mold. The upper margin is thus dis-
posed in better position for the reception and
action of the flange forming members.

Another feature of the invention consists
in a gage adjustable to determine the width
of the margin of upper which extends above
the molds and from which the flange is to be
formed, said gage being constructed and ar-
ranged tobe moved into and out of operative
position automatically by power of the ma-
chine and without attention on the part of
the operator. The gage has a pointer which
extends over the rear portion of the margia
of the upper which serves not only to gage
the width of the extending margin but also
to indicate the proper position of the back
seam cf the upper. ' o

These and other features of the invention,
including various novel constructions and
combinations of parts, will appear move fully

80

90

100

105
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from the following description when read in -

connection with the accompanying drawings
and will be pointed out in the appended
claims. ‘ ' « '

Tn the drawings, , :

Fig. 1s a side elevation of a machine em-
bodying the present invention;

Fig. 2 is o front elevation of the machine;

Tig. 8 is 2 plan view of gripper mechanism
with which the machine is provided;

Fig. 4 is a rear elevation of the gripper
mechanism shown in Fig. 8; - ‘
Tig. 5 is a perspective view, partly in sec-
tion of the flange formers and their operat-
ing mechanism; :

Tig. 6 is a plan view of the flange forming
mechanism and connected parts; S

Tig. 7 is a plan view of the outer molds and
the operating mechanism; o :

- Fig. 8 is a sectional view through the flange
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forming mechanism and the inner and outer
molds showing the molded shoe upper prior
to the flange forming operation;

Figs. 9,10 and 11 are similar views showing
successive stages of the flange forming op-
eration ; :

Fig. 12is a perspective view showing in de-
tail the gage for locating the upper; and

Fig. 13 is a diagram showing developments
of the principal cams by which various in-

strumentalities of the machine are operated. -

In the drawings the machine is shown as
duplex or double, that is, it is provided with
two complete molding mechanisms either of
which may be connected independently to a

common power shaft 2 upon which is a belt

pulley 4. On the shaft 2 is a worm 6 which
engages a worm wheel 8 on a shaft 10, the
above-mentioned parts being common to the
two sides of the machine. In the following
description it is to be understood that the con-
struction and operation of the right-hand and
left-hand mechanisms ave similar except that

the parts not identical in form are reversely

or reflectively arranged, that is, the paris of
one side are formed and arranged like the
parts of the other side as seen in a mirror.
Hence, for simplicity and convenience of de-
scription the same reference characters will
be used to designate parts of the two sides of
the machine which are merely reversed as
well as those which are duplicates.

Loose on the cam shaft 10 are two similar
pairs of cam blocks 12, 14, one pair for each
side of the machine, and each pair is con-
nected together by a sleeve portion 19 (Iig.
2). Thecam blocks 12,14 may be operatively
connected to the worm wheel 8 by means of
suitable clutch mechanism when a left-hand
treadle 20 is depressed, and the cam blocks 12,
14 on the right-hand side of the machine may
be similarly connected to the worm wheel 8
when a right-hand treadle 20 is depressed.
The clutch may be of any suitable type. = As
shown in Fig. 1, the treadle 20 is connected by
a link 24 to-an arm 26 of an angle lever pivoted
at 28, the other arm 30 of the lever serving as
a clutch stop arm and acting to trip the clutch
to release the cam blocks 12, 14 from the worm
wheel 8 when a clutch projection 82, carried
by a portion of the clutch which rotates with
the cam blocks, engages it. There is a second
cluteh projection 34 which engages the stop
arm 30 after the cam blocks have rotated 245
degrees and stops the machine with the work
under forming pressure. Of course, when

“the machine is started to release the werk, the

cam blocks will rotate 115 degrees hefore the
stop projection 32 again engages the stop arm
30, to stop the machine with the parts in po-
sition for removal and insertion of the work.
The opposite treadle 20 controls the right-
hand side of the machine in a similar manner.

The inner molds or forms 40, 40 (Figs. 9
and 8) are supported on the inner ends of

3

rods 44 the outer ends of which are rigidly
secured to outwardly and upwardly curved
brackets 46 secured to the frame. Fach of
the outer molds is in two parts 50, 52 (Figs.
2, 7 and 8), the inner faces of which are con-
toured to correspond to the shape of the in-
ner mold with which they co-operate to give
shape, as shown, to the rear end of a shoe up-
per. The parts of the outer molds are sup-
ported from beneath on a plate 54 (Fig. 2)
secured to the top of the machine frame on
which they can move laterally and longitudi-
nally in a horizontal plane, a cover plate 56 be-
ing provided to prevent upward movement of
them. The mold parts 50, 52 are operated by
movement of a frame 58 (Fig. 7) arranged
for movement longitudinally of the molds and
operated by a link 60 (Fig. 1) connected at
62 to a triangular lever 64 fulcrumed at 66 on
the frame. One end of a turnbuckle link 68
is connected at 70 to the lever 64 and the other

end is connected at 72 to a lever 73 fulcrumed

at 74 and having a cam roll 76 (Fig. 2) en-
gaging a cam track formed in the inner face
of the cam block 12 by action of which the
frame 58 is moved to close the mold parts.
The mold parts 50, 52, as shown in Fig. 7, are
arranged to close about a point 78 located sub-
stantially where the molding surfaces of the
two-parts meet and are guided for this move-

ment by a horseshoe-shaped member 80
which engages grooves formed in the un- -

der sides of the mold parts, which grooves
are circularly curved from the point 78 as a
center. - The member 80 has a rearwardly ex-
tending stem 82 which is slotted to receive a
pin 83 on the frame 58.

Liach of the inner mold members 40 is pro-
vided about the periphery of its tread face 79
with a face 81 extending heightwise of the
mold 40. The vertical face 81 cooperates
with the upper edges of the outer mold mem-
bers 50, 52 to dispose the margin of the upper
in upstanding relation to the tread face 79
and prevents its extending inwardly as it
would naturaily do and consequently be in
the way of introduction of the flange forming
members to be described. :

The mold parts arve initially held in for-

~ward position by stiff springs 84 the ends of

which engage pins 86, 88 located respectivery
on the mold parts and on the frame 58. Ex-
panzicn of these springs moves the miold
parts forwardly and each mold part is pro-
vided with an outwardly curved tail-piece 90
the end of which engages an inclined surface
92 on the frame 58. The inclined surfaces
92 canise the mold parts to turn on the center
78 to open position when the frame 58 moves
rearwardly and the springs 84 expand.
Their expansion is Hmited by engagement of
the pin 83 with the rear end of the slot in the
stem 82 and the mold parts thereafter move
rwardly with the frame 58.  To assist the
member 80 in preventing latersl spreading
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of the mold parts when lateral pressure is
applied, each mold part is provided with a
surface 94 curved on the center 78 and en-
gaging a flat surface 96 on the frame 58. 'To
effect lateral closing movement and molding
pressure of the mold parts 50, 52 against the
inner mold, each mold part is recessed to ac-
commodate a strong spring 98 and a plunger
100 which is pressed outwardly by the spring.
The forward end of a lever 102 bears on each
plunger 100 and is fulerwmed at 104 on a
member 106 which is adjustable lengthwise
of the lever 102 by a screw 108 threaded in
the member 106 and rotatably mounted in a
lug 110 on the frame 58. When the frame
538 is moved forward as described, the mold
members 50, 52 are moved, through bhe
springs 84, longitudinally of the inner meld
40 till they engage, press and conform the
upper to its rear end and are partially clossd
against the sides of the upper. 'The springs
84 then yield to allow I

rther movement ot

the frame 58, whereupon inclined faces 112

on the levers 102 engage rolis 114 having
fixed axes on the machine frame, and the
moid parts 50, 52 are yieldingly closed to-
ward each other with powertful molding pre
surve transmitted through the springs 98.
By turning the serews 108 to adjust the levers
102 longitudinaily of the molds, closing
movement of the outer mold members may
be varied for molds of different sizes and the
pressure of the two sides of the mold may be
independentiy varied. :

In Fig. 7 the mold members 50, 52 are
shown substantially in their closed position,
the inner mold being omitted to permit bet-
ter showing of the molding surfaces of the
outer mold members. The inner eédges of the
gurfaces 51, 55 which alse define the upper
edges of the vertical surfaces of the mold
members are shaped to correspond substan-
tially to the periphery of tho heel-seat of the
The jower edges 57 of the moid mem-
bers have a contour corresponding substan-
tially to the periphery of the cone of the last.
Between these upper and lower edges the

molding surfaces bulge outwardly and vear-

wardly as indicated by dotied line 55, and

since this line extends rearwardly of the cen--

ter 78 about which the molds close there is a
slight opening between the mold member

at the rearward bulge when the molds are
shown, however,
this opening is minimized by making the in-

ner mold member widest and the space be-

tween the molding surfaces  of the oufer

ends of the molds.

small opening and ¢ :
outer mold members is required to mold and
release the upper and a sufficiently close ap-

- proximation fo the last shape is given to the

upper to enable the wings of the counter to
be brought into proper position in the lasi-

1,706,277

ing operation evenif the shank portion of the
shoe is substantially narrower than the heel-
seat portion. )

Tn order that the proper amount of the

margin of the upper may project above the
m ‘vom which an outturned flange 1s to

formed, a gage, shown in Figs. 1 and 12, 1s
provided. Asshown in Fig. 12, which repre-
sents the richt-hand gage, a block 120 is dove-
tailed into the upper surface of the cover
plate 55 and arranged for movement length-
wise of the molds. The block 120 carries a

At

upper at the two sides and has a pro-
jection 130 to engage the edge of the upper
at the rear end and to indicate the position of
the back seam. To adjust the gage 128, 130
vertically, a screw 182 is threaded into the
block 190 and has fixed thereon a circular

¢ mechanism for the left-
, o link 138 is pivoted at 140 to ears

1c 120 and extends rearwardly, its
- end-heing pivoted to-the upper end of a
42 fulerumed: at 144 on the plate 54
The lower end of the lever 142 is connected by

listaneco from its fuletum 66 so that as
» moves clockwise to close the molds
the link 138 and gage 128 will be withdrawn

rearwardly of the mold cut of operative po-

gition.
:

Tt will be understeod that the closing of the

outer molds upon the upper, particularly the
forward pressure of the melds in shaping the
vertical curveture of the back seami, tends to
of the counter which dre
ot yet held by full closure of the molds at
the sides. Usually the counter wings are
forced downwardly, thus narrowing the

T

1

flange forming margin and resulting in an
improperty molded upper. In order to hold

the upper materials including the wings of

bed N
oo

and has a stationary outer jaw 150 se-
nred to.a carrier 152 the lower end 153 of
which ig forked and embraces the vod 44, Se-
cured to and extending forwardly from the

]
o

|
Hnk 146 to the triangulsr lever 64 at a suit-

the connter in proper position, a pair of grip-
pers for each side of the machine is provided,
as shown in Figs. 2, 3 and 4, the rear side.of
the lett-hand pair of grippers being shown
in Tig. 4, Fach gripper 1s arranged to seize
th tHeal margin of the upper materials at
a sbove the forward end of the outer-
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carrier 152 is a rod 154 which slides freely in
a bearing 156 (Fig. 1) on the bracket 46. In-
ner movable jaws 160 of each pair of grip-
pers are pivoted respectively at 162,163 to the
carrier. -A toggle comprising links 164, 166
has one end pivoted at 168 to one inner jaw
and the otherend pivoted at 170 to the other
inner jaw. Straightening of the toggle (Fig.
4) will cause the inner jaws 160 to move to-
ward the outer jaws 150. The central pivot
pin 172 of the toggle passes through slots 174

formed in the bifurcated end of a member 176"

which is pivoted on the pivot pin 163 of one
of the inner jaws. Pivoted on the sane pin
163 is a member 178 having one bearing at
180 on the pin and a forwardly extending
L-shaped portion 179 (Fig. 8) also pivoted
on the pin.  Upward projections 182, 184,
formed respectively on the members 176, 178,
have a rod 186 passing loosely through them
and held therein by pins 188. On the rod be-
tween the projection 182, 184 is a compression
spring 190. . The members 176, 178 constitute
a-vielding lever for operating the toggle 164,
166. The outer end of the member 178 is bi-
furcated to receive a block 192 held by a pin
194. The block 192 slides in a horizontal slot
formed in a member 196 (Figs. 1 and 2) which
18 secured to the upper end of a vertically

movable rod 198. The rod 198 is pivoted to

the forward end ot a lever 200 fulcrumed on
the shaft 66 and having a roll 202 engaging
an edge cam 204 on the cam block 12. When
the member 196 is moved upward by its cam,
the outer end of the lever 176, 178 ig lifted so
that downward pressure is applied yieldingly

through the spring 190 to the joint 172 of the .

toggie 164, 166, causing it to straighten and
move the jaws 160 toward the jaws 150.
Should one pair of jaws close sooner or en-
gage thicker stock than the other, one mov-
able jaw may stop while the other continues
to move because of the pin and slot connection

. between the member 176 and the joint 172 of

50

60

the toggle, and, after the jaws are both closed,
equal holding pressure is applied to the two
movable jaws. The jaws are held open by
springs 206 connected between a stationary
pin 208 and the pins 168, 170 on the two mov-
able jaws respectively. The jaws are mov-
able forwardly out of the way of the flange
forming mechanism by means to be described
after explanation of said mechanism which
follows.

Referring to Figs. 1 and 2, each flange
forming mechanism is carried by a vertical-
ly moving head 210 slidably mounted on two

vertical rods 212, 212, the lower ends of which

are connected by links 214 to forward arms
2168 of o sleeve 218 rotatably mounted on a
shaft 220. An arm 222 extending rearward-
Iy from the central portion of the sleeve
218 carries a roll 224 entering a path cam in
the outer face of the cam block 14. The cam

operates to move the rods 212, 212 up and -

‘moving upwardly.

23

down. The upper portions of the rods are
threaded and have collars 226 threaded there-
on below the head 210 and nuts 228 at their
upper ends, washers 229 being provided be-
neath the nuts. Between each nut and head
are Lwo compression springs 230, 231, one,
280, being a light spring and the other, 231,
being a heavy spring. Between the springs
280, 231 1g a washer 233 having a sleeve 235

extending upwardly within the light spring

230 through which sleeve pressure may be
transmitted to the heavy spring 231 after the
spring 230 has been sufficiently compressed.

By adjusting the collars 226 and the nuts 228

the-initial vertical position of the head and
the initial tension of the springs 280 may be
varied. : :

Arranged for horizontal movement in the

head 210 lengthwise of the molds is a slide
232 on the lower face of which (Fig. 5) is a
T-guide 284. A slide 236 has a T-slot 238
engaging the T-guide 234 on which it can
move with respect to the slide 232, the ar-
rangement being such that the slides 232, 236
can move independently- or together. The
slide 236 is connected at its rear end (Fig. 1)

by a link 242 to an upwardly extending arm

244 of a sleeve 246 mounted on the shaft 66
and having a rearwardly extending arm 248
connected by a turnbuckle link 250 to the rear
end of a lever 252 the forward end of which
is fulerumed on the shaft 74 and which car-
ries a cam roll 256 entering a path cam
formed in the inner face of the cam block 14,
Forward and backward movement is im-
parted to the slide 236 by the cam. :

- Below the slide 236 ave arranged two flange
forming and pressing members or wipers 260,
262 (Fig. 5) which are halved together at
their rear ends and mounted to turn on a pin
264 extending upwardly through the slide
236 and a downward projection 266 there-
from. ~Above the slide 236 and mounted by
a halved joint on the pin 264 are two spread-
ers 268, 270 having downward projections
272 through which pass screws 274 to con-
nect the spreaders 268, 270 respectively to
the flange formers 260, 262. The pin 264 ex-
tends only. partly through the outer flange
former so that it cannot drop down and has
a flange 276 fixed thereon which prevents its
On the upper side of
each spreader is mounted a roll 278, the rolls
engaging similar but oppesitely arranged
cam slots 280 formed in the slide 232. The
slots -have forward parallel portions and
rearward diverging portions. It will- be
clear that rearward movement:.of the slide
236 rvelatively to the slide 232 will cause the
forward ends of the spreaders, and hence of

-the flange formers, to separate,

Movement of the upper slide 232 is con:
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screws passing through slots 290 extending
lengthwise of the bar. The bar 286 has an
inclined face 292 at its front end and an elon-
gated notch in its inner side to receive a latch
296 having a beveled rear face 298 co-operat-
ing with the inclined face 292 on the bar and
a flat front face 800 which may engage the
forward end 301 of the notch to prevent rear-
ward movement of the slide 232. . The latch
996 is connected to one arm of an angle lever
302 (Fig. 2) pivoted at 304 on the head 210.
The other arm of the angle lever is pivoted
to a rod 806 which extends downwardly
through the end of an operating lever 308
fulcrumed on the shaft 74 (Fig. 1) and hav-
ing at its rear end a roll 310 engaging an edge
cam on the cam block 14 the projection 311
of which is shown in Figs, 1 and 2. Depres-
sion of the forward end of the lever when its
rear end is raised by the cam projection 311
causes the lever to engage a stop nut 312 on
the rod and pull it down, releasing the latch
296 from the bar 286. The rod 306 is held
up and the latch 296 in operative position by
a spring 814 (Fig. 2) interposed between the
plate 54 and a collar 316 fixed to the rod 306.

When the slide 286 is moved torward by
its cam it moves relatively to the slide 232
because this is retarded by engagement of the
inclined face 292 of the bar 286 with the in-
clined face 298 of the plunger 296 (Fig. 6).
This relative movement of the slides 236, 282
causes the flange formers 260, 262 to move
toward each other to closed position (Fig.
5). When sufficient relative movement for
this purpose has occurred, a pin 320 on the
slide 236 (Fig. 6) engages the slide 252, com-
pelling the two to move together and the
plunger 296 to be pushedin. Continued
movement of the two slides together causes
the flange formers 260, 262 to move over the
inner mold member and the heéad 210 then
moves downward to position the flange form-
ers inside the upper. During the forward
movement of the slide 232 a bar 828 which is
adjustably connected to the slide 232 by
screws 822, 324 moves forward with it. The
forward end of the bar 328 is slotted to re-
ceive a vertical stud-330 on the pincer carrier
and when the stud engages the inner end of
the slot the grippers are moved forwardly out
of the way, the grippers having, of course,
previously released the upper.

The mechanism has now been sufficiently
described so that the operation of the machine
may be readily understood with the aid of

-Fig. 13, which is a development of the vari-

ous cams and indicates the relative timing of
the movements of the machine,

In operating the machine, the operator
places the rear portion of a shoe upper ahout
the inner form 40 of one side of the machine
with its margin extending upwardly beyond
the top of the form, the edge of the margin
resting against the gage 128, as shown in Fig.
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19, the rearward projection 130 serving to
assist the operator in properly locating the
back seam. Having properly positioned the
upper over-the inner mold, the operator de-
presses the treadle 20 which trips the clutch

and causes the cam blocks 12 and 14 to vo-o

volve. As indicated in the diagram of Fig.
18, the gripper jaws 150, 160 are fivst operated
to seize and held the upper adjacent ¢

to tha
wings of thecounter, the grippers preferably
seizing the margin of the upper and counter
at a point just above the forward end of the
inner mold 42. The frame 58 (Fiz. T) now
moves forward so that the upper is pressed
between the vear end of the outer mold 50, 52
and the rear énd of the inner mold 42, thus
conforming the upper to the shape of this
portion of the molds. The molds are shaped,
of course, to give the rear end of the upper
the usual outward bulge, and in the forma-
tion of this the wings of the counter are apt
to be displaced either upwardly or down-
wardly, usually the latter. In the present
construction, however, since the wings of the

.so

ide)

counter are securely held by the grippers, no ©

such displacement of ths counter or upper can
occur. As the movement of the frame 58 con-
tinues, the outer mold begins to be closed by

the engagement of the inclined surfaces 112

with the rolls 14 by which lateral pressure is *

transmitted through the springs 98 to the
sides of the rear portion of the upper. Th

springs 84 permit movement of the moid bod-
ily lengthwise of the mold to cease while the

movement of the frame 58 continues to effect

further closing of the mold. : As socn as the
molds have engaged the rear end of the upper
and the molding pressure has begun to extend
forwardly along the sides the grippers ave
released and when the slide 232 has moved
forwardly far enongh to take up the lost mo-
tion  of the stud 830 on.the gripper carriev

252 in the slot 881 in the bar 898, the gripper

carrier will be slid forwardly as the move-

-ment of the slide 232 continues, the rod 154

attached to the gripper carrier sliding freely
in the bearing 156. The gripper mechanism
is thus moved forwardly and horizontally out
of the way during the flange forming opera-
tion. N
During the closing of the mold the slide
236 begins to move forward, first moving re!-
atively to the slide 232 because of the frie-
tional contact of the plunger 296 with the
inclined face 292 of the bar 286, thus causing
the flange forming members 260, 262 to be
closed together. When this has occurred, the
stop pin 320 on the slide 236 engages the slide
232 and both slides move together to position
the flange formers 260, 262 over the inner
mold. The head 210 now descends and lo-
cates the flange formers inside the upwardly
extending margin of upper which has been

disposed in an upright position by the action

of the upper edges ot the outer mold members
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50, 52 which force it against the vertical face
81. The lower surfaces of the flange forming
members are brought close to but preferably
not in contact with the upper or tread face
of the inner mold. The slide 236 now begins
to move rearwardly, carrying with it the
slide 232, the flange forming members 260,
262 remaining closed, engage the rear portion
of the upper and counter and initiate the turn-
ing of it outwardly over the rear portion of
the outer mold. As soon, however, as the
surface 801 on the bar 286 (Fig. 6) engages
the face 300 on the latch 296 which is so set
as to permit a correct amount of rearward
movement of the flange forming members, the
rearward movement of the slide 232 ceases
and, as the movement of the slide 236 con-
tinues, the flange forming members 260, 262
will be moved apart about their pivot 264
in conjunction with their bodily rearward
movement and will spread the side portions
oi the upper outwardly over the side portions
of the outer mold and over the rear portion
thereof. :
By adjusting the bar 286 (Iig. 6) longi-
tudinally, the extent of expanding movement
of the flange formers ov wipers 160, 162, rela-
tively to the extent of their bodily movement,
may be varied so that molds of different sizes
may be employed in the same machine. This
adjustment also provides means for causing
the expansion of the flange formers to oceur
before their bodily movement longitudinally
of the molds has been sufficient to cause them
to engage the rear portion of the upper mar-
gin, so that the side portions of the upper
margin will be turned outwardly prior to the
end portion. This is effected by adjusting

the bar 286 to take up part or all of the lost:

motion between the surface 301 of the bar
and the surface 300 of the latch 296 and
setting the cam projection 811 to release the
latch after the expansive movement of the
flange formers or a suitable part thereof has
been effected. As shown, however, the ad-
justment is such that after contact of the
flange formers with the margin of the rear
end of the upper and the initiation of the out-
ward flanging, the side portions of the flange
formers engage the upper margin and the
flanging operation continues outward pro-
gressively about the whole periphery of the
heel end. In any adjustment of the flange
formers, the fact that the margin of the upper
has already been molded into an upright po-
sition assists materially the flange forming
operation.

Successive stages of the flange forming op-
evation are shown in Figs. 8,9, 10 and 11,
from which it will be seen that the top faces
of the outer molds have receding surfaces 51,
53 inclined downwardly and outwardly, and
that the bottom faces of the flange forming
members 260, 262 are formed to correspond
to the shape of the outer molds having sur-

7

faces 261, 263 substantially parallel to the
surfaces 51, 53 of the molds. Of course the
suriaces of the flange formers can fit the cor-

responding surfaces of the outer molds only

after they have moved rearwardly and

opened to the proper extent. However, these
co-operating surfaces are so formed and op-
erated that during the early stages of the
outward flanging operation the flange form-
ers apply downward pressure to the flange
of upper which is being outturned at the por-
tions adjacent to the wings of the counter and
at the portions adjacent fo the corners of the
heel. As the flange forming operation con-
tinues, the pressure is increased, and as the
tlange formers or wipers separate farther and
move farther vearwardly to wipe the upper
outwardly upon the surfaces 51, 53 of the
molds, the areas of wiping pressure gradually
extend and finally merge into each other so
that, in the final stage (Fig. 11), forming
bressure is applied substantially uniformly
to all portions of the outturned flange. If
desirved, the flange pressing surfaces, instead
of being paraliel, may slightly diverge out-
warGly so that the maximum pressure will be
applied to the flange near the line of out-
ward bend,

During the initial stages of the flange
forming operation while the projecting mar-
gin of the upper is being bent or “broken”
over the inner edges of the surfaces 51, 53,
velatively light downward pressure of the
flange formers 160, 162 is highly advanta-
geous since danger of tearing or otherwise
juring the lining or other upper materials

‘is avoided. In the present ‘construction, the

light springs 280 are brought into action dur-
ing the initial stages of the flange forming
operation, while the flange is being broken
outwardly, up to the point représented in
Hig. 9, at which point the yield of the light
spring 230 is taken up and heavy pressure
through the springs 281 begins to be applied.
This heavy pressure continues and preferably
incyeases progressively during the continued
outward movement of the flange formers or
wipers 160, 162, as represented 1n Hig. 10, so
that the flange is firmly pressed during its
formation and is wiped or crowded out upon

the surfaces 51, 58 of the molds. When the

flange forming members have fully expanded
so that their surfaces 161, 163 correspond
with the surfaces 51, 53 of the outer mold,
as represented in Fig. 11, increased down-
ward pressure is applied to shape and set
the flange.

After the flange forming operation has
been completed as deseribed, the stop pro-
jection 34 engages the stop arm 30 and the
machine comes to rest with the upper under
molding pressure, theve to rvemain until a
imilar molding operation has heen com-
pleted on the other side of the machine,
whereupon the operator will again depress
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seizing the margin of upper extending

8

the treadle 20 to again start the first side of
the machine. As the machine starts, the cam
projection 811 operates upon the lever 308
to release the plunger 296, the downward
pressure of the head 210 is released and the
lides 282 and 236 arc moved rearvardly to-
gether from their position over the molds,
the molds at the same time being opened to
release the upper.  The cycle of operations
is shown diagrammatically in Fig. 13.

When the machine staris from its position
of rest with the upper under molding pres-
sure, varicus springs such as the springs 84,
98 and 231, ave under compressicn and react
against their cams to cause a sudden forward
movement of the cam blocks 12, 14, resulting
in shock or breakage to the clutch mecha-
nism. To prevent this objectionable over-
throw, means shown in Fig. 1 is provided. A
lever 840 is pivoted at 28 and has its forward
end normally held against a stop 342 by a
spring 844. ~On its rear end the lever 340
carries a shoe 346 which is engaged by a cam
projection 848. Assoon as the machine starts
from its position of vest with the parts in
operative position, the projection 348 engages
and depresses the shoe 346 against the tension
of the spring 844 and offers sufficient fric-
tional resistance to prevent the cam blocks
from being threwn ahead of their operating
mechanism while the tension of the com-
pressed springs is being relieved.

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

1. In a machine of the class described, the
combination of inner and outer mold mem-
bers shaped to form the rear portion of a shoe
upper, jaws arranged to seize the margin of
the upper extending above the melds to pre-
vent displacement of the upper during the
closing of the molds, and means for forming
the margin of the upper intoc an outturned

18

flange.

9. In a machine of the class described, the
ombination of inner and outer mold mem-
bers shaped to form the rear portion of a
shoe upper, fixed jaws mounted over the for-
ward ends of the mold members, movahle

jaws to co-operate with the &

above
the mold members, and a single foggle for
moving both inovable jaws toward the fixed
jaws.

3. Tn a machine of the clags described, the
combination of inner and outer mold mem-
bers shaped to form the rear portion of a shoe
upper, jaws fixed relatively to the inner mold
member and mounted over the forward end
of the mold members, movable jaws to co-
operate with the fixed jaws in seizing the
margin of upper extending above the mold
members, means for moving the movable jaws
toward the fixed jaws; and o yielding lever
for operating said jaw moving means.

1,708,277

4. Tn o machine of the class described, the
combination of inner and outer mold mem-
bers shaped to form the rear portion of a shoe
upper, grippers each arranged adjacent to
the wings of the counter te hold the margin
of the upper materials extending beyond the
molds from displacement during the closing
of the molds, and means for forming the mar=
gin of the apper materials into an outturned
flange. ’

5. In a machine of the class described, the
combination of inner and outer mold mem-
bers shaped to form the rear portion of a shoe
upper, grippers each comprising a pair of
velatively movable jaws mounted over the
forward end of the mold members, a single
toggle for closing both grippers, a lever Jor
operating the toggle, and a lost motion con-
nection between the toggle and the lever.

6. In a machine for molding the rear por-
tion of shoe upper materials, inner and outer
mold members, means for closing the mold
members upon the upper materials to shape

thein, grippers located adjacent to the margin

of the upper materials extending about the
meld members, mechanism for operating the
grippers to seize the margin prior to the clos-
ing of the mold members and for releasing the
grippers, means for forming the margin of
the upper materials into a sole attaching
fiange, and means for moving the grippers
horizontally out of the way of the flange
forming means prior to its flanging opera-
tion. ' ; )

7. In a machine of the class described, the
combination of inner and outer mold mem-
bers shaped to form the rear portion of a shoe
apper, fixed jaws mounted over the forward
end ot the mold members, movable jaws to
co-operate with the fixed jaws in seizing the
margin of upper extending above the mold
members, means for moving the movable jaws
toward the fixed jaws, and means for equal-
izing the closing pressure of the ‘movable
jaws against the fixed jaws. E

8. Tn a machine of the class described, the
combination of inner and outer mold mem-
bers shaped to form the rear portion of a
shoe upper, jaws for seizing the margin. of
the upper projecting beyond the mold mem-
bers until the molds have closed sufficiently
to hold the upper, and means for then mov-
ing the grippers horizontally out of the way.

9. A machine for molding the réar portion
ot shoe upper materials having, in combina-
tion, an inner mold, an outer mold, grippers
fixed as to bodily movement for engaging the
margin of the upper materials above the
molds and adjacent to the wings of the
counter, and power operated mechanism for
cloging the grippers.

10. A machine for molding the rear portion

-of shoe upper materials having, in combina-

tion, an inner mold, an outer mold, grippers
for engaging marginal portions of the upper
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materials above the molds and adjacent to
the wings of the counter and holding them
in the place where they are disposed by the
operator, and power operated mechanism for
closing the grippers and for cloging the molds
after the grippers are closed.

11, A machine for molding the rear por-

ion of shoe upper materials having, in com- -

bination, an inner mold, an outer mold, grip-
pers for engaging the margin of upper mate-

rials above the molds and adjacent to the

wings of the counter and holding it in fixed
position, and power operated mechanism for
closing the grippers and for closing the molds
after the grippers have closed and for releas-
ing the grippers after the molds have closed
sufficiently ‘to assume control of the upper.
"12. A machine for melding the rear portion

of shoe upper materials having, in combina--

tion, an inner mold, an outer mold, grippers
for engaging the margin of upper materials
above the molds and adjacent to the wings of
the counter, power operated mechanism for
closing the grippers and for closing the molds
after the grippers have closed and for releas-

“ing the grippers after the molds have closed

sufficiently to. assume control of the upper,
and mechanism for moving the grippers for-
wardly after they have released the upper.

18. A machine for molding the rear por-
tion of shoe upper materials having, in com-
bination, inner and outer mold members,
means for closing the mold members upon the
upper materials to shape them, grippers lo-
cated adjacent to the margin of the upper
materials extending above the mold members,
power mechanism for operating the grippers
to seize the margin prior to the closing of the
mold ‘members and releasing the grippers
during the closing of said members, means
for forming the margin of the upper mate-
rials into an outturned flange, and means op-

. erated by the flange forming means for mov-
" ing the grippers out of the way of the flange

03

forming means prior to its flanging opera-
tion. : S

14. In a machine of the class described, the
combination of molds for shaping the rear
portion of shoe upper materials, a pair of
grippers for holding the wings of the counter,
during the closing of the molds, in the posi-
tions in which they are placed by the operator,
said grippers comprising fixed outer jaws and
movable inner jaws, and means for closing
the jaws, the pesitions of the grippers longi-
tudinally of the shoe while they are closed
being maintained. ' ’ :

15. In a machine of the class described, the
combination of molds for shaping the rear
portion of shoe upper materials; a pair of
grippers for holding the wings of the counter
in position during the closing of the molds,
said grippers comprising fixed outer jaws
and movable inner jaws, and a single toggle

9

mechanism for moving both movable jaws
toward the fixed jaws.
16. In a machine of the class described, the

“combination of molds for shaping the rear

portion of shoe upper materials, flange form-
ing means movable into and out of position
over the molds, grippers for holding the upper
materials in position during the closing of
the molds, said grippers being arranged for

bodily movement lengthwise of the molds out

of operative position, and connections be-
tween the flange forming means and the grip-
pers for moving them out of the way when
the flange forming means moves into opera-
tive position. = :
17, A machine for shaping the end portion
of a shoe upper having, in combination, inner
and outer mold members for shaping the up-
per, upper flanging members, means for rela-
tively moving the flanging members to turn
the upper outwardly over the mold members,
and means independent of said relatively
moving means for moving the flanging mem-
bers toward said outer mold members in con-
junction with their expanding movement to
effect a combined wiping and pressing action
on the outturned flange. :
18. A machine of the class deseribed. hav-
ing, in combination, means for shaping the
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heel end of a shoe upper, and means for form-

ing said upper while it is held by the shaping
means with an outturned sole attaching
flange, said means being arranged to move
transyersely of the flange in the plane of the
flange and transversely of the plane of the
flange simultaneously, said latter movement
being effected in a plurality of stages.

19. In a machine of the class described, the
combination with means for shaping a por-
tion of a shoe upper into the shape desired in
thie finished shoe constructed to.leave a mar-
ginal portion of the upper projecting outside
of the shaping means, of means for wiping
said margin from its presented position
through' a position parallel to the plane of

_ the sole into a position at an acute angle to

said plane, and means including powerful
springs. for causing said wiping means to
press said margin into its final position dur-
ing the wiping operation and apply thereto
heavy yielding pressure. ’

20. A machine for shaping the end por-

“tion of a shoe upper having, in combination,

mner and outer mold members for shaping
the upper, upper flanging means, means for
operating the flanging means to turn the up-
per outwardly over the outer mold, and means
for moving the flanging means toward said
outer mold with successive degrees of increas-
ing pressure in conjunction with said outward
turning of the upper to effect a combined wip-
ing and pressing action on the outturned
upper. -

21. A machine for shaping the end portion
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“of a shoe upper having, in.combination, inner

and outer mold members for shaping the up-
per, upper flanging members, means for rela-
tively moving the flanging members to turn
all parts of the upper flange simultaneously

‘outwardly over the outer mold members, and

means for moving the flanging members to-
ward said outer mold members with increas-
ing pressure in conjunction with their ex-
panding movement to effect a combined wip-
ing and pressing action upon the outturned
flange. ~

99. In a machine of the class described,
means for shaping the rear end of a stitch-
down shoe upper comprising an inner mold
and an outer mold constructed and arranged
to close upon the inner mold and having a
surface upon which the flange may be pressed,
expansible flange forming means operated
through a predetermined distance to turn the
flange over upon said surface of the outer
mold, and means independent of the flange
forming means for pressing the flange form-
ing means toward the outer mold during its
flange forming operation to wipe the flange
against the surface of the outer mold and
finally to press said flange upon said surface.

93 In. a machine of the class described,
means for shaping the rear end of a stitch-
down shoe upper comprising an inner mold
and an outer mold arranged to close upon the
inner mold to shape the rear portion of an
upper and having an edge over which a sole
attaching flange is turned and a surface ad-
jacent to said edge upon which the flange is
pressed, expansible flange forming means op-
erated through a predetermined distance to
turn the flange over the edge of the outer
mold, and means for pressing the flanging
means toward the outer mold during its flange
forming operation to wipe the flange against
the surface of the outer mold and finally to
pross said flange upon said surface.

94, Tu a machine of the class- described,
means for shaping the rear end of a stitch-
down shoe upper comprising an outer mold
having an edge over which a sole attaching

flange inay be turned and a veceding surface.
adjacent to said edge, expansible flange form-.

ing means having an inner face substantially
parallel to the receding surface of the outer
inold, means for expanding said flange form-
ing means to break the sole attaching flange

over the edge of the outer mold, and means.
for maintaining pressure of the flange form-

ing means upon the flange during its subse-

- quent expansion to wipe the flange outwardly

60

and to apply substantially increased forming

“pressure to the flange between the receding
surface of the outer mold and the parallel”

surface of the flange forming means after
the flange has been formed. o '
95. In a machine of the class described, the
combination of inner and outer molds for
shaping the rear portion of shoe upper mate-
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vials, a pair of slides movable longitudinally
of the molds, expansible flange forming means

mounted on one of said slides, connections be-

tween the flange forming means and the other
slide to open and close the flange forming
means upon relative movement of the slides,
means for moving the slides at first relatively
and then together to close the flange forming
means and locate it over the molds, means for
lowering the flange forming means to a posi-
tion inside the upstanding margin of the up-
per, and means for arresting movement of one
of the slides while rearward movement of the
other continues to cause the flange forming
means to move rearwardly and expand fo turn
outwardly the margin of the upper while ac-
tion of the lowering means continues to press
the flange between the flange forming means
and the outer-mold. _

26. In a machine of the class described,
means for shaping the rear end of a stitch-
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down shoe upper comprising an outer mold

having a flange receiving surface, expansible

flange forming means having an inner face .

substantially parallel to the receiving surface
of the outer mold, means for expanding said
flange forming means to break the sole attach-
ing flange over upon said surface of the outer
mold, and means for maintaining pressure of
the flange forming means upon the flange dur-
ing its subsequent expansion to wipe the flange
outwardly, the inner face of the flange form-
ing means and the receiving surface of the
molds being formed initially to apply pres-
sure locally to the flange at the wings of the
counter and the corners of the heel end and
to cause said areas of local pressure to extend.
as the flanging operation proceeds until they
merge into each other. ' -
27, A machine for shaping the end portion
of a shoe upper having, in combination, inner
andouter moldmembers, upper flanging mem-
bers, means for relatively moving the flanging
members to turn the flange over one of the
mold members, and means including light
and heavy springs for effecting pressure upon
the pper between the flanging members and
the mold first with a light spring during the
initial pavt of the flange forming operation
and then through a heavy springs to press out
the flanige. : ' .
98. In a machine of the class deseribed, the
combination of inner and outer molds for
shaping the rear end of a shoe upper, said
outer mold having an edge over which a sole
attaching flange may be turned and a flange
receiving surface adjacent to the edge, flange
forming means expansible from a position

within sald edge to a position in which it

may press said flange upon said receiving
surface, and means for effecting pressure be-
tween said flange forming means and. the
said surface of the outér mold during the
flange forming operation with increasing de-
grees of intensity to form the fiange progres:
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sively of its width against the flange receiv-
ing surface of the outer mold.

29. In a machine of the class described,
the combination of inner and outer molds for
shaping the rear end of a shoe upper, said
outer mold having an edge over which a
sole attaching ﬁanfre may e turned and a
receding surface ad]acent to the edge, flange
formmo means expansible from a posmon
within said edge to a position in which it
niay press said ﬂanoe out upon said receding
surface, means for effecting light pressure
between the outer mold and the. flange form-
ing means during the initial stages of the
ﬂange forming ooemtion, and means for ap-
plying prooresswelv increasing pressure dur-
ing the Jater stages thereof to rub the flange
oufwardly upon ¢ and press it against the outer
mold while the flange is being formed.

30. In a machine of the class described,

" means for shaping the rear end of a shoe up-

per comprising inner and outer molds, one
of said molds having a surface to receive a
sole “attaching flange of the upper, flange
forming means having a surface substantially
parallel to the receiving surface of the mold,
means for operating said flange forming
means to bend the sole attaching flange over
the receiving surface of the mold, spring
means for effecting light pressure between
the mold and the ﬁanoe forming means dur-
ing said bending operauon and additional
spring means for effecting and maintaining
a h10her pressure hetween the mold and said
ﬂmoe forming means to wipe the flange dur-
ing its formation and apply formmg pres-
sure thereto.

31. In a machine of the class descrlbed the
combination of inner and outer molds to
shape the rear end of a shoe upper and leave
the margin of the upper extending beyond
the molds, said outer mold having a surface
over which the margin of the upper may be
turned to form a sole attaching flange, flange
forming means expansible from a posmon

within said mar gin to a position in which it

will press the said margin out upon said re-
ceiving surface to form the flange, a light
spring “for eff ecting pressure between the oui—
er mold and the flange forming means during
the initial stages of The ﬂanoe forming oper-
ation, and a heavy spring becommg operatlve
during later stages of the operation to in-
crease the pressure.

32. In a machine of the eclass described,
means for shaping the rear end of a stitch-
down shoe upper comprising an outer mold
having an edge over which an upwardly pro-
jecting margin of the upper may be turned
outw ardly and a receding surface adjacent to

said edge, expansﬂale flange forming- means
h‘wmo a surface substantially pfu‘allel to the
r ec“dmo surface of the outer mold, means for
‘,mmndmo said flange forming means to di-
vect the sole mttachum flange outwardly over
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the edge of the outer mold, means for effecting
light pressure betiween the mold and the flange
tormxno means during said outwardly direct-
ing opemhon, and means for effecting and
maintaining higher pressure between the
mold and the ﬁaron forming means during
stibseqjuent expansion of the flange formmd
mcans towipe the flange outwar dly and apply
forming pressure to tbe flange.

33. Tn a machine of the class descmbod the
combination of inner and outer molds for
shaping the rear portlon of shoe upper ma-

e”ml‘s, means for turning a margin of the
upper outwardly over the outer molds com-
prising’ expansible flange formmo means,
means for movmo the flange forming means
10110le'1°e of the molds, a 1atch on the ma-
chine irame, a slide for expanding the flange
forming means, and an adjustable bar on sald
slide having a surface to engage the latch, ad-
justment of said bar serving independently to
vary the longitudinal movement of the flange
forming means and the expanding movement
of said 1 means o as to adapt the-flange form-
ing means for co-operation with outer molds
of different sizes.

34. Ina machine of the class described, the
combination of an inner mold member, outer
mold members adapted to close upon {he in-

ner mold member, means for moving the outer

mold members lonmtuchnad‘y rehtlvely to
the inner mold member, means for closing the
outer mold members upon the inner member

and means for independently adjusting the

longitudinal movement of the outer mold

members and their closing movement.

35. In a machine of the class described, the
combination of a rigid inner mold, rigid outer
mold members each having a ﬁ\ed shape com-

plemental to one half of the inner mold and
arranged to close upoen the inner mold, mech-
anism for closing the outer mold member
upon the inner mold and means for varying
the closing movement of the outer mold mem-
bers to accommod%e inner molds of the same
shape but of different sizes. ,

36. In a machine of the class described, the
combination of a rigid inner mold, rigid outvr
mold members each having a fixed slnpe com-
plemental to one half of the inner mold and

‘arranged fo close upon the inner mold, mech-

anism for closing the outer mold members,
and means for independently varying the

“closing movement imparted to said mold

members by said closing mechanism.

37, In a machine of the elass deseribed, the
combination of an inner mold, outer mold
members arranged to close upon the inner
mold, levers prOLed at their rear ends and
arranged to act at their forward ends upon
the outer mold. members to close them, means
for operat mg the levers, and means for ad-
justing the levers lengthwise to vary their
closing actisn on the mold members.

38. In a machine of the class descrlbed the
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combination of an inner mold, outer mold
members jointed to close upon the inner mold,
levers arranged one on each side of the outer
mold members and having cam faces; sta-
tionary rolls acting on said cam faces to move
the levers toward each cther and to close the
mold members, means for moving the levers
lengthwise in unison, and means for rifect-
ingindependent lengthwise adjustment of the
levers to vary ‘theiv action on the mold
members. ’ '

39. In » machine of the class described, the
nrer mold member, outer

combination of an i
mold members adapted to close npon the inner
mold member, means for yieldingly moving
the outer mold members lengitudinally rela-
tively to the inner mold member, means for
closing the outer mold members upen the in-
ner member, and means independent of the
closing means for positively opening the outer
mold members when they are moved rear-
wardly.

40. Tn a machine for molding the rear por-
tions of shoe nppers, the combination of an
inner mold the lateral extent of which 1s

greatest at the forward end and which has-a

rearward bulge, a two-part outer mold ar-
ranged - for opening and closing movement
about a center located, when the mold 1is
closed, inside the bulge of the inner mold,
and means for moving the outer mold parts
lengthwise and transversely of the inner mold
to mold the upper. ’

41. In a machine for molding the rear por-

tions of ghoe uppers, the combination of an
inner mold the lateral extent of which 1s
greatest at the forward end and which has 4
rearward bulge, a two-part outer mold ar-

‘ranged for opening and closing movement

about a center located, when the mold is
closed, inside the bulge of the inner mold,
means for moving the outer mold perts
lengthwise and transversely of the inner mold
to mold the upper, and means for forming the
margin of the upper extending above the
molds into an outturned flange..

42, Tn a machine for shaping shoe pavis

comprising co-operative pressure members:

for imparting shape to sawd pavts, powerful
spring means through which said members
are relatively operated, mechanisi for com-
pressing the spring means, 4 cluteh for oper-
ating snid wrechanism and s jopping it with
the spring means compressed, and means. for
preventing the action oi-the spring means
from moving said mechanism until the méecha-
nism is moved by power transmitted through
the clutch. :

43. Yn a machine of the class described, the.

combination of molds for applying pressure
hrough

~ which such pressure is applied, power means

including driving and driven clutch mem-
bers for applying pressure to the molds

1,708,277

through the springs, means for stopping the
machine with the parts in pressing position,
and means coming into operation when the
machine is re-started to prevent sudden reac-
tion of the springs from throwing the driven
clutch member ahead of the driving clutch
member. - ‘

44, Tn a machine of the class described, the
combination of melds for applying pressure
to shoe parts,
the pressure 1s applied by the molds to the
shoe parts, lever means for operating the
spring means, cam means for operating the
levers, power mechabism
cam means, and means for refarding move-
ment of the cain means when the pressure 1s
Deing released to prevent the cam means from
being throwa ahead of its opevating mecha-
nism. : -

45. Tn'a machine
combination of inner and outer mold members
shaped to form the rear portion of a shoe
upper, & gage arranged for movement ina
plane substantially nermal to the upper en-

spring means through which

for operating the

of the class described, the
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oaging surfaces of the mold members mto and .

out of operative position over the molds to
determine the width of the margin of upper
extending beyond the upper engaging sur-

90

faces of the molds, and means for automati-

cally moving the gage forwardly into and
rearwardly-out of operative position.

46. In 2 machine of the class-described, the
combination of inner and cuter mold members
shaped to form the rear porticn of a shoe
upper, a gage arranged over the molds-to de-

termine the width of the margin of upper ex-

“tending beyond the upper engaging surfaces

ot the molds, and means for moving the gage
into and out of position over the molds com-
prising link and lever eclements including
a power actuated lever for giving positive
movement to the gage in both divections.

47, Tn a machine of the class described, the
combination of upper shaping means, flange
forming means, a sliding gage for the upper
constructed and arranged when in operative

X
4

tioned in the shaping means at a plurality of
points to determine the width of upper to be
formed into-a flange by the flange forming
means, and power operated means for sliding
the gage bodily rearwavdly out of gaging posi-
tion - during ‘operation of the m

thereafter restoring it to gaging position.

48. In a machine of the class described, the
combination of upper shaping means, flange
forming means, a gage constructed and ar-
ranged to engage the edge of an upper dis-
posed in the shaping means at opposite points
‘o determine the width of the side portions of
the upper to be formed into a flange by the
fange forming means, & pointer on the gage
indicate the proper location of the back

the
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to-

geam of the upper, and means for automati-

nesition to engage the edgé of an upper posi--
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cally moving the gage into operative position
over the upper shaping means prior to the op-
eration of the machine and for retracting it
bodily to a position at the rear of the shaping
means during the operation of the machine.
49. A machine for shaping upper materials
over a form having, in combination, a form,
members cooperating with the form to shape
the marginal portion of the upper materials,
and means for effecting relative pressure ap-
plying movement of said members and the
form heightwise of the form comprising a
spring arranged to apply comparatively light
pressure to the materials and another spring
arranged to come into play thereafter to in-
crease the pressure. :

- 50. A machine for shaping the end porticn
of a shoe upper having, in combination, an in-
ner mold member, outer mold members con-
structed and arranged to close upon the inner
mold member for shaping the upper and leav-
ing the margin of the upper projecting be-
yond the molds, flange forming members for
operating upon the projecting margin of the
upper, and means for relatively moving the
flanging members to turn the upper outward-
ly over the outer mold members to form an
outwardly projecting sole attaching flange.

51. In a machine of the class described, the
combination of an inner mold, an outer mold
adapted to cooperate with the inner mold to

impart the proper shape to the end portion.

of a shoe upper, a portion of the upper extend-
ing beyond the molding surfaces to be
formed into a sole attaching flange, the inner
mold member having a face extending per-
pendicularly to its tread face adjacent to the
margin of the upper and adapted to cooperate
with the adjacent edge of the outer mold to
dispose the margin of the upper in perpendic-
ular relation to the tread face.of the inner
mold, and means for turning the margin of
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the upper outwardly and pressing it against
the outer mold to form a flange. ‘

52. In a machine of the class described, the
combination of an inner mold, an outer mold
constructed and arranged to close upon the
inner mold to shape the rear portion of a shoe
upper and to leave the margin of the upper
extending beyond the melding surfaces, the

inner mold having adjacent to the bottom:

thereof a peripherally arranged vertical sur-
face adapted to cooperate with the edge of
the outer mold to dispose the margin of the
upper in a position parallel to said surface
and perpendicular to the tread face of the
mner mold, flange forming means construct-
ed and arranged to descend inside the up-
standing margin of the upper, and means for
operating the flange forming means to bend
the margin of the upper outwardly over the
surface of the outer mold to form'a sole at-
taching flange. ' :
53. In a machine of the class described, the
combination of an inner mold, an outer mold
constructed and arranged to close upon the
inner inold to shape the rear portion of a shoe
upper and toleave the margin of the upper ex-
tending beyond the moldingsurfaces, theinner
mold having adjacent to the bottom thereof a

vertical surface extending peripherally of

the inner mold and adapted to cooperate with
the edge of the outer mold to dispose the
margin of the upper-in a position parallel to
said surface and perpendicular to the bottom
of the inner mold, and flange forming mem-
bers constructed and arranged to descend in-
side the upstanding margin of the upper and
to expand outwardly to bend the margin over
the surface of the outer mold to form an out-
wardly directed flange.

In testimony whereof I have signed my
name to this specification.

RENE E. DUPLESSIS,
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