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To all whom it may concern: 
Be it known that we, Jose PH M. RICE, 

FRANK. A. Joseph, and ALWYN D. RUPP, 
citizens of the United States, residing a 
New Haven, county of New Haven, and 
State of Connecticut, have invented certain new and useful Improvements in Rubber 
Footwear. and Methods of Master 

s the Same, of which the following is a ful 
clear, and exact description, 
This invention relates to rubber boots, 

overshoes, and the like, and to methods of 
manufacturing the same. - 

Heretofore in the manufacture of rubber 
footwear it has been the practice to first 
cut a lining of suitable pattern from a sheet of knitted fabric having a coating of rubbey 
on one surface. A narrow binding strip of 
friction coated fabric is then cemented to 
one of the rear margins of the lining, after 
which the lining is shaped to the last, fabric: 
side down. The binding strip is arranged 
to extend beyond the margin to which it is 
secured a sufficient distance so that when the 
two rear margins of the lining are brought 
together at the back of the last it will over 
lie both margins and serve to hold the lin 
ing in position. An insole consisting of a 
sheet of woven fabric and a relatively thick 
outer layer of rag stock is then placed upon 
the bottom of the last, fabric side down, 
and the outer. margin of the lining is turned 
in and cemented thereto. . 
A crescent-shaped heel reinforcement cut 

from rag stock and known as the "junior,' 
is then superposed upon the lining at the 
back of the last. 
A heel plug cut from friction coated fab 

ric is next applied. This part consists of a 
D-shaped portion which is Superposed upon 
the insole and a substantially crescent 
shaped portion which is turned up and 
superposed upon the junior. 

Another heel reinforcement of friction 
coated fabric, known as the outer heel piece, 
is then superposed upon the previously ap 
plied heel reinforcing parts. It is some 
what similar in shape to the junior with 
the exception that it is firmed with a tongue 
adapted to extend to the top of the joint 
between the rear margins of the lining. 
The next step in the old method is the 

application of the rubber outer. This part 
is cut full to provide surplus material at 

the rear margins of the quarters and the 
outer margin to enable such margins to be 
grasped by the fingers in fitting the outer 
to the last. Considerable manipulation and 
stretching is required to conform the rubber 
Outer to the configuration of the last and 
snugly fit it to the lining with the result 
that additional surplus material is drawn to 
the rear margins of the quarters and the 
outer margin. The surplus material of the 
rear magins is removed by trimming with a 
sharp knife. One of the rear margins along 
the center line of the insole and then trim 
ming the other margin with a pair of shears 
to adapt it to slightly overlap the édge of 
the margin first cut. E. seam so formed is 
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finished by the use of a suitable stitching 
instrument. The surplus material of the 
outer margin which is turned in upon the 
insole is then skived off with a sharp knife 
along a line substantially coincident with 
the outer edge of the filler sole. 
The various cutting operations necessi 

tated by this old method, constitute very 
serious difficulties in the manufacture of 
rubber footwear, as great expertness is re 
quired to prevent the knife from cutting into 
the lining, insole and various heel reinforc 
ing parts. For this reasion only highly 
skilled operators can be intrusted with the 
work, adding materially to the cost of manu 
facture. In practice it has been found that 
even when experienced operators are em 
ployed the disadvantages are not entirely 
overcome as numerous seconds still occur 
as a result of making the cuts too deep. 
Another disadvantage of the old method 

is that the lining and rubber outer are sep 
arately fitted to the last necessitating two 
difficult shaping operations in forming the 
upper. 
Another disadvantage of the old method 

is that air bubbles or blisters are liable to be 
formed between the lining and the outer and 
also between the various heel reinforcing 
parts, lestloying the efficiency and value of 
itle article. o 

Another disadvantage of the old method 
is the difficulty experienced in centering the 
various heel reinforcing parts to produce 
an article of uniform appearance. 

Another disadvantage of the old methog 
igherber outer separately 
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it undly at certain parts resulting in an 
unlesiralle weakness of the riller outer. 

A further lisadvantage of the old method 
is that the various heel reinforcing arts are 

5 in livially fittel to the last Est; : plurality of shaping operations to lill the 
heel reinforcing structure. 
An olbject if the present it vention, c 

("I'llingly, is to provicle if it') veil net hot 
10 of manufact ring roller footwear wherely 

the various lisadvaitar's hotel in conne('- 
tion with the methot he retofore practised 
are overconne, permitting the rabic at eco 
onnical poliction of a superior article of 
footwear. 
A further object of the present invention 

is to provite an article of footwear of more 
l'agget an ecolonial construction and of 
more sightly appearai ('e than those pro 

20 lice by the net hols heretofore known. 
Another olive of the resent invention is 

to provide novel strict it'll elements a lated 
simplify the tant facture and rect 'e the 

cost of riller footwear. 
|Firtheir olie'ts of the invention will he re 

in fter ple: i. 
Referring the lira wings :- 
ligure l is a site view with portions ('ut 

away all l; it back, of a riller overshoe 
('iliying it invention; 

Fir. 2 is a lar view showing the assen 
lar in the flat of several of the reinforcing 
ai is tises at the lice portiot of the over 

shoe; 
Fig. 3 is a plain view showing the assem 

blage in the flat of the falric lining and rul 
lier 'over formitig the upper of the overshoe; 

lir. is an eil; get view of the lack ot 
tie hi'e i? the vershoe with portions Froken 
it way to show tie asselage of the variots 
airts. A. 
For the rose of simplicity the inve 

fit in will be les' rile in 'ollection with the 
liaii attire of riller vershoes, 

in 'a'rving it the improve let to it 
it' if the referrett ways, the ?tric litig 

f : alie' atter 2, which ('t institute the 
liber of the vershire, are assemble to 
rtier in the flat. rior to application ti the 
last, is shown it lig. 3 of the tra wigs. 

'se ; its a 'c' it to exact patter to 's- 
\ii' a van Jortion 3 and it alter hot it is 
1. The lining is 'it for : sleet of fl 
ri i yirig a 'oating of role one 

55 sile : If the ribber outer is superpose pot 
to iller 'tate strface terrif. ( ri 
it r ( liter is 'it to a lefinite atter fron 
slice f iller to provide an otter margin 
referally intel to lie withii the area ex 

60 sing let w 'en the otter core the fille' 
sole : in the otter edge of lie it isole vici 
friel in (i) the botto () the list. In one 
if the referre. forms of the inventi I, the 
rt ('i' attei' 2 is 'it shaller flat the faii 

G6 lining? so that the otter targin of the rib 
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ber outer will be spaced in from the outer 
edge of the fabric. lining as indicated in Fig. 
3 of the drawings. This construction avoids 
pucker's of two thicknesses of material at un 
clesirable points on the ibottom of the over 
shoe with the result that when the filler sole 
is applied a substantially level starface is ol 
tained upon which to superpose the outsole, 
this a voiling the irregular humps on the 
oli sole which have been present in footwear 
manufacturel by the old method. 

After the lining and outer have been as 
sembled as set forth, a binding strip 6 of 
friction coated fabric is cemented to the rear 
margin of one of the quarters, This strip 
extends beyond the edge of the quarter to 
which it is applied a sufficient distance so 
that when the edges of the two quarters are 
brought together at the rear of the last, it 
will overlie both edges and serve to hold the 
tipper upon the last. 
Iy assembling the lining and rubber outer 

before application to the last, the necessity 
of stretching the rallber otter to fit the lin 
ing is avoiled, enabling a satisfactory joint 
between the two rear margins of the 
carters to be inite at the 'enter line of the 
heel withotit ("litting the rubler outer, as was 
required in the old method. 
A nother a vantage of asselling the 

arts forming the tipper, rior to allic:- 
tion to the last, is that it enables the apper to 
be fitted to the last at one shaping operation. 
whereas in the ol methot two shaping op 
erations were retirel, one to fit the lining 
to the last, the ot' i' to fit the rillor its r 
to the lining. 

.V nother advantage of assenbling the ri 
ber outer and it inr in the flat is that in . 
tegral tinion of the two parts Hay 1' ol. 
taine throughout by means of pressure 
it is or other instrtin' Italities, this a vil 
ir air illes or listers will ire fire 

ently present in footwear inant facture 
by the old metho. s 
A further : vintage of the method is that 

ly 'titting the otter to efinite patter 
Salerosii; it lipon the lining its otite in: I'- 
girl when tranet in on the insole will ex 
flat a predetermine listance there h, ol 
\iating the necessity of 'itting a way stirls 
interial as has heretofore been require . 
When the tipper his been appliel, the in 

st (' , for net if a sleet of w () fabric 
|roviled on one surface with a relatively 
thick layer of rag stock S is set in place pot. 
tle liotton of the last, fari sile low. 
The olter in: 'rin 9 of the iller is the 
firin it is in the isole : recite 
the reto, after which, he, D-shape heel lig 
l? for niec of piece of riction coate fairie 
is set in lave upon he insole. 

lic' the Nt st' if the nethott ('sists 
, fi : lying the he'e i' in forcing strict tre, 
losis' tatt" for it inst (lescription, “the 

70 

5 

80 

85 

90 

95 

00 

0 

15 

2) 

25 



1,349,296 

counter. This counter comprises the heel 
piece 11, the small junior 12, and the large 

10 

junior 13. The various parts are assembled 
together in the flat in the order given prior 
to application to the last, The heel piece 11 
is cut from a piece of friction coated fabric having a thick calendered coating of rubber 
14 on one strface adapted to form the outer 
surface of the counter. It is cut to exact 
pattern to provide acrescent-shaped PE 
tion 15 and a tongue like portion 16. If de 
sired instead of using the calendered coat of 
rubber 14 upon the heel piece, a separate 
sheet of rubber cut to suitable pattern may be 

15 employed. The small junior 12 consists of 
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c 2 of the upper and overlying the joint be-, 
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a substantially crescent-shaped piece of rag 
stock considerably smaller in area than the 
portion 15 of the heel piece upon which it is 
superposed. The large junior 13 is cut from 
a composite sheet of rag stock and cloth and 
is somewhat similar in shape. to the small 
junior 12 upon which it is superposed. It 
is intermediate in size between the small 
junior 12 and the crescent-shaped portion 15 
of the heel piece. When the parts have been 
assembled they are run through pressure 
rolls to integrally unite them together. 
term counter as used in the specification is 
to be understood to mean the various rein 
forcing parts used at the heel of the article, 
irrespective of their number, arrangement or 
sh;E. - - When the counter has been built up as 
described, it is applied to the heel of the 
last, being superposed upon the rubber outer 
tween the rear margins of the quarters there 
of. Although, in the drawings, we have 
shown the rubber outer shaped to extend 
over the entire areas covered by the counter, 
it is within the contemplation of the inven 
tion to employ an outer having portions 
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cut away at the rear of the quarters to ex 
pose the lining beneath the counter thus ef 
fecting an economy of material. In fitting 
the counter to the upper, the lower margins 
of the heel piece 11 are turned in upon the 
bottom of the last. During vulcanization 
of the overshoe, the edge of the rubber coat 
ing 14 of the heel piece merges into the rub 
ber outer 2 of the upper completely cover 
ing the edge of the fabric ply of the heel 
piece, or if desired the edge of the rubber 
coating 14 may be allowed to slightly over 
hang the edge of the fabric, thus producing 
a sightly uniform construction. It is to be 
particularly noted that in the method de 
scribed the various heel reinforcing pieces fire superposed upon the upper, while in 
the methods heretofore practised they have 
been disposed between the rubber outer and the lining. . . . - 

". "AE,ecounter has been shaped to the 
- er solei, made of friction coated fabric-acid rag stock is laid upon the bottom 

rial reduction, in the time requir 

The 

of the last, and then the thick rubber outsole 18 is applied. A reinforcing strip of rub 
ber 19 is next, cemented around the margin 
at the throat of the upper completing the 
assemblage of parts. The overshoe so built 
is then subjected to suitable vulcanization to 
complete the article. 
The improved method of forming rubber 

footwear, possesses the advantage that no 
delicate cutting operations are required, en 
abling a less, expensive grade of labor to be 
employed in the production of footwear, A 
further advantage of the method is that 
both the lining and rubber cover are fitted 

a mate 
to build 

to the last at one operation effectin 
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an overshoe. Another important advantage, . effecting a substantial economy in time, is 
that the various heel reinforcements are 
plied at one operation instead of individually 
as was formerly the practice. Another ad 
vantage of the method is that it enables the 
various heel reinforcing parts to be centered 
in the flat resulting in the production of a 
more uniform product. Further advantages 
of the method are that by assembling the rub 
ber outer and the lining in the flat the dan 
ger of weakening the outer by undul 
stretching it at certain parts is avoided, 
and the formation of blisters and air bubbles 
between the outer and lining is prevented. 
The article of footwear produced by the 

method is characterized by the absence of a 
weak exterior seam at the center line at the 
back of the heel, presenting a more sightly 
appearance and constituting a more rugged 
structure than the footwear heretofore 
known. 
Although we have described the upper 

and counter as both being formed in the 
flat, it is within the contemplation of the 
invention to apply a counterformed in the 
flat upon an upper formed by the old method 
and also to build up a suitable counter, 
piece by piece, upon an upper formed in 
the flat. . 
While some of the preferred embodiments 

of the invention have been set forth, it is 
to be understood that various modifications 
in procedure, and in the shape, number, mate 
rial and assembly of the parts may he re 
sorted to, without sacrificing any of the ad 
vantages of the invention defined in the ap pended claims. 
Having thus described our invention, what 

we claim as new and desire to protect by Iuetters Patent is:- 
1. The method of manufacturing rubber 

footwear, which comprises applying to a 
last an upper embodying a sheet of fabric, 
and an outer of rubber, superposing a multi 
ply counter upon the upper, and finally sub 
jecting the assembled parts to vaulcanization. 

2. The method of manufacturing rubber 
footwear. which comprises building in the 
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flat an upper embodying an outer of rubber 
and a sheet of fabric, applying the upper so 
formed to a last, superposing a mu ley 
counter upon the outer of the upper, an finally subjecting the assembled parts to vul. 
canization. 3. The method of manufacturing rubber 
footwear, which comprises building in the 
flat an upper embodying an outer of rub 
ber and a sheet of fabric, applying the upper so formed to a last, superposing a portion 
of a multi-ply counter upon the outer of 
the upper, and finally subjecting the assem 
bled parts to vulcanization. 

4. The method of manufacturing rubber 
footwear, which comprises building in the flat an upper embodying an outer of rubber 
and a E. of fabric, assembling in the 
flat a plurality of parts constituting a 
counter, applying the apper to a last, super 
posing the counter upon the outer of the apper, and finally subjecting the assembled 
parts to vulcanization. 5. The method of manufacturing rubber 
footwear, which comprises building in the 
flat an upper embodying an outer of rib 
ber and a sleet of fabric, assembling in the flat 
a plurality of parts constituting a counter, 
it lying the upper to a last, superposing 
portion of the counter upon the outer of the tipper, and finally subjecting the as 
sembled parts to vulcanization. (, "The method of manufacturing rubber 
footwear, which comprises building upon a 
last an upper embodying an outer of rubber 
an a sheet of fabrie, assembling in the flat 
; plur, y of parts constituting a counter, 
serosing the 'ol inter on the outer of the upper, and finally siljeeting the as 
semble parts to y leanizatiot. ... is tie hot of nati fa ('til ring 'lilier 
foot w "a ', which 'orises billing on in 
last an iller in loying an outer of rubber 
in a sle of fairie, assembling in the flat 
a lirality of parts constituting a counter, 
sierosing it portion of the conternon 
the liter of the tippe', and finally shject 
ing the assetille arts to vulcanization. 

S. ''he let hot of main fact ring rubber 
footwear, whit' ('in) rises shaping an upper . 
of ?ari' and rill per boin it last, forming a 
milti-ply "ointer of fabric and rubler with 
: In Nose otter riller covering, ster os 
ing the 'inter of the laste per with 
in edge of the sail exposed I'll ei' ('overing 
in initiate 'ontact with the lober of sail 
tipper, it is vil'anizing. 

!).'The neth oil of manufacturing ribber 
footwear whi'l conrises littling in the 
flat a "tribosi e iller a vity its lower eige 
("it finisie size, allying s: it it'' all 
: it sole is a list trilitar () \''' : ' ' ) (lit. 
ing saic finish 'lure to the it is le. super 

to be EE in upon t 

1,840,896 
posing a counter on the upper, and finishing 
and vulcanizing the article. 10. The method of manufacturing rubber 
footwear, which consists in applying to a 
last a composite upper of lining and rubber, 
butt joining the quarter portions of the upper 
at the RE of the last applying a 
counter to the heel portion, and hERG and 
vulcanizing the article. w 11. The method of manufacturing rubber 
footwear which consists in applying to a last a composite upper of lining and rubber, butt joining the quarter portions of the 
upper at the heel end of the last, applying a composite counter to the heel portion, and 
finishing and vulcanizing the article. 

12. An upper for use in manufacturing, 
rubler boots or overshoes, embodying a lin 
ing of fabric to form the interior of the boot 
or overshoe upper and a ply of rubber super 
posed upon the fabric, the latter being com 
posed of an inner portion to constitute the 
exterior of the vamp of the boot or over 
shoe, and an outer NE portion adapted e insole, the edge of 
said marginal portion being spaced. in from 
the outer edge of said lining. 13. A colunter for use in manufacturing 
rubber boots or overshoes, embodying a ply 
of woven fabric, and a ply of rag stock, the said plies being integrally united together. 

14. A counter for use in manufacturing 
rubber boots or overshoes, embodying a ply 
of rag stock, a ply of woven fabric, and an 
exposed ply of rubber, the said plies being 
integrally inited together. 

15. A counter for ribber footwear, includ 
ing a heel piece, a small junior, and a large 
inio', all united together. 

Its. A conter for rubber footwear, includ 
ingrain otter heel piece, an intermediate small 
inior, and an inner large junior of less area 
than the heel piece, all united together. 

17, The method of manufacting rubber 
footwear, which consists in Eg al, apper as a unit to a last, applying a heel 
reinforcement as a unit to the exterior of the 
lipper, applying the sole parts, and vul 
'anizing the article. 18. The method of manufacturing rubber 
footwear, which consists in applying a com posite upper to a last, butt joining the quar 
te' tortions of the upper, applying to the 
bitt joint a heel reinforcement of graduated 
lists, and finishing all vulcanizing the 
article, Signed at New Taven, county of New 
Ilaven, State of Connecticut, this 16th clay 
of Agist, 1918 
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