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Application January 13, 1954, Serial No. 403,897
1 Claim. (CL 12--142)

This invention pertains to the manufacture of foot-
wear and more especially to a novel method of making
shoes of the type wherein the quarter portion of the shoe
comprises a molded stiffener or counter and to a novel
shoe resultant from the practice of this method.

Heretofore it has been customary to bond the upper
material which forms the expesed surface of the quarter
portion of the shoe, and which for convenience is here-
inafter referred to merely as the “duarter,” to a pre-
molded counter to prevent the material of the quarter
from sagging away from the counter and developing
wrinkles during use.

The present invention has for objects the provision of
a novel method of shoe manufaciure whereby the mate-
rial of the quarter is adequately connected to the counter
without the application of adhesive to the quarter, thus
avoiding difficulties customarily experienced in the em-
ployment of adhesive for this purpose, arid at the same
time reducing the cost of manufacture and providing an
improved product. ~ A further object is to provide g shoe
upper comprising a pre-molded quarter portion including
a molded counter and wherein the material of the quarter
is adequately ¢onnected to the counter so as to prevent
the quarter from sagging or wrinkling, thereby to insure
the desired fine appearance, and wherein the inrer sur-
face of the quarter is entirely free from adhesive or
cementitious material.

According to customary prior practice, the counter has
first been molded to the desired shape and provided with
an attaching flange at its lower edge and then, after coat-
ing the interior of the quarter with adhesive, the molded
counter is assembled with the quarter, for example by
inserting it in a pocket formed between the quarter and
a quarter liner.. The operation of coating the interior of
the quarter with adhesive and inserting the counter into
the pocket is very troublesome; it is disliked by operators;
it is wasteful of cement and, when dealing with thin
upper material, often results in staining the material.

According to the present invention, the only adhesive
employed is uséd for securitg the counter to the quarter
liner and this operation may be performed while the
counter is still flat, that is to say, in the unmolded condi-
tion so that the cement applying operation may readily
be performed by machine and at a relatively low cost as
compared with the hand operation of applying -adhesive
to the interior of the quarter portion of a closed upper.

According to the present invention the dimensions of
the counter blank and the quarter liner are such that a
marginal portion of the liner extends beyond the edges
of the counter blank at the top and sides of the latter
when the parts are assembled. After the counter blank
and liner have been united, the combined assembly is so
treated, as by a mulling operation, that the counter be-
comes soft and pliable. While in this condition and
while still flat, that is to say, unmolded, the assembled
liner and counter are associated with the quarter and the
margin of the liner is secured to the quarter by sewing
stitches, an operation which may readily be performed by
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the use of a flat bed sewing machine, even though the
upper has already been closed. Then the assembled parts
are subjected to a molding operation while the counter
is still pliable. The stitching, whereby the assembled
counter and liner are connected to the quarter, extends
along the exposed margin of the liner at its top and end
edges and also along the lower margin of the counter so
that, in the molded quarter portion of the shoe, the
quarter is adequately connected to the counter although
no adhesive has been applied to the quarter. Thus, in the
completed shoe, the quarter remains taut and snug and
does not tend to sag or wrinkle during use even though
it is not directly connected to the counter except along
the lower margin of the counter.

Other and further objects and advantages of the inven-
tion will be pointed out in the following more detailed
description and by reference to the accompanying draw-
ings, wherein:

Fig. 1 is a fragmentary side elevation of a shoe upper
having a quarter portion constructed in accordance with
the present invention;

Fig. 2 is a plan view of a quarter lLiner before assembly
with the other parts;

Fig. 3 is a plan view showing the rear or outer surface
of a counter blank before the latter has been molded,
this being the surface which is in contact with the inner
surface of the quarter in the completed shoe;

Fig. 4 is a plan view showing the counter blank as-
sembled with the quarter liner;

Fig. 5 is a diagrammatic section on the line 5—3 of
Fig. 4;

Fig. 6 is a fragmentary plan view of the quarter por-
tion of the shoe (as it would appear if laid flat), showing
its inner surface as it appears when the upper is inside
out and before the assembly of the counter and quarter
liner therewith;

Fig. 7 is a view similar to Fig. 6, but showing the
quarter liner and counter assembled with the quarter and
secured thereto by stitching in accordance with the pres-
ent invention, but before the upper has been turned right
side out; and

Fig. 8 is a fragmentary vertical section, to larger scale,
showing the quarter portion of a shoe made in accord-
ance with the present invention and after the upper has
been turned right side out and after the parts have been
molded to shape.

Referring to the drawings, the numeral 18 (Fig. 1)
designates the pre-molded quarter portion of a shoe made
in accordance with the method of the present invention,
this quarter portion or “assembly” being shown as having
been molded substantially to the final shape which it is to
have in the completed shoe and comprising the otiter ply
P (which although it may be of one or more thicknesses)
is hereinafter referred to merely as the “quarter” and
which, for example, may be of leather upper stock, and
which is secured at its forward ends by seams such as the
seam 11 to the vamp 12 of the shoe. The upper edge of
the quarter assembly 16 is shown as having a finish bead
13 of customary type and as having the attaching flange
F at its lower edge by means of which the quarter as-
sembly is secured to the insole.

The quarter assembly, according to the present inven-
tion, comprises a liner 14 (Figs. 2 and 8), which may be
of any suitable material, for example sheepskin or textile
fabric and, as illustrated, has the upper edge 15, the end
edges 16 and 17 and the lower edge 18 and as here illus-
trated is shaped to provide downwardly extending tabs
19 and 20 at its opposite ends. . While this liner is here
shown as of one particular contour, it is to be under-
stood that its contour may be varied according to the
style of shoe which is to be made.

The quarter assembly also comprises the stiffener ele-
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ment or counter 21 (Figs. 3 and 8) which may be of any
of the usual materials employed for such purpose, for
example indurated fiber or one of the synthetic plastics—
the material being such that it may be caused to become
plastically flexible or moldable by suitable treaiment such
as mulling, but thereafter becomes stiff and shape-ve-
taining. As illustrated in Fig. 3, the blank from which
the counter is made has the upper edge 22, the end edges
23 and 24 respectively, and the lower edge 25, that sur-
face of the counter blank which is tc contact the inner
surface of the quarter being beveled or skived along its
margin as indicated at B.

Having prepared the liner and counter, that surface of
the counter blank which is to contact the liner 14 is then
coated with a suitable adhesive, indicated at A (Fig. 5),
this operation being conveniently performed, while the
counter blank is flat, by means of a conventional cement-
ing machine so. that the operation is very quickly per-
formed without requiring the employment of skilled labor
for the purpose. Having applied this coating of adhesive,
the counter blank 21 is then laid adhesive side down on
the liner 14, so that the parts occupy the relative positions
indicated in Fig. 4 with the upper edge 22 of the counter
and the end edges 23 and 24 of the latter spaced from
the corresponding edges 15, 16 and 17 of the liner so as
to expose the margin of the latter at these portions of the
assembly. However, at the lower part of the assembly,
the lower edge 25 of the counter is located below the
lower edge 18 of the liner.

The shoe upper, comprising the vamp 12 with its lining,
and the quarter P having been assembled and already
closed according to usual practice, is illustrated in Fig. 6
as in wrong side out condition, the interior of the quarter
being shown as laid out flat. While the upper is shown
in Fig. 6 as wrong side out, the method, in its broader
aspects, does not necessarily include the steps of turning
the upper wrong side out and later returning it. In this
view, rear portions V of the vamp lining are also indi-
cated. Before assembling the combined counter blank 21
and quarter liner 14 with the quarter, they are so treated
as to. make the counter blank 21 plastically moldable, for
example by a mulling operation, or by a solvent, accord-
ing to the type of counter. They are now arranged so
that the counter blank 21 is opposed to the inner surface
of the quarter P (Fig. 7) and with the central point of
the upper edge 15 of the liner located adjacent the cen-
tral point of the upper edge of the quarter P. As thus
assembled (Fig. 7) the end portions of the liner 14 overlap
the rear ends V of the vamp lining of the shoe upper. = A
sewed seam S (Fig. 7) is now formed, starting at any
convenient point, for example at the point indicated at
X in Fig. 7, this seam extending up along the edge 18
of the liner 14, then along the top edge 15 of the liner,
and then down along the end edge 17 of the liner, the
stitches of this portion of the seam thus formed passing
through the margin of the liner 14 and through the
quarter P but not through any portion of the counter 21.
After reaching a point near the lower end of the edge 17
of the liner, the seam is then continued horizontally back
to the starting point X, but this lower run of the seam
is spaced substantially above the lower edge 25 of the
counter so that the stitches of this lower run of the seam
pass through the counter 21, the liner 14 and the
quarter P. .

Having completed this sewing operation and while the
counter is still in plastically moldable condition, the shoe
upper is turned right side out, if it was previously turned
wrong side out, the counter 21 (Fig. 8) now being housed
within a pocket formed by the liner 14 and the quarter P,
with only the lower marginal portion of the counter ex-
posed. Having thus turned the upper right side out, the
quarter portion of the shoe upper (the counter still being
in moldable condition) is subjected to a molding opera-
tion, for example by the employment of dies such as are
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commonly used for molding shoe counters, thereby im-
parting substantially the desired final shape to the quarter,
as illustrated in Figs. 1 and 8, and in this same operation
forming the attaching flange F which, at its root portion
R (Fig. 8) comprises the marginal portions of the liner,
counter and outer ply of the quarter, but which, for the
major portion of its width comprises only the counter and
the quarter. After this molding operation the upper is
pulled over a last and the shoe completed in customary
fashion, it being noted, hewever, that because of the
pre-molding of the quarter portion, including all of its
constituent parts, no further shaping of the quarter por-
tion is necessary after the introduction of the last.

By the present method it is thus possible to prepare a
shoe upper having a pre-molded quarter portion whose
several plies are adequately joined together to assure the
permanent retention of the shape initially imparted to the
quarter portion by molding but without necessitating the
application of cement to the interior of the quarter nor
the introduction of a pre-molded counter into a pre-
viously formed pocket in the quarter. In this shee, thus
made, the only direct connection between the assembled
counter and quarter is that provided by the lower hori-
zontal run of the sewed seam S, it being noted that the
cementing of the counter to the quarter lining takes place
while these parts are flat so that the operation may be
carried out very easily and inexpensively as compared
with usual practice.

While one desirable embodiment of the invention has
herein been shown and described by way of example, it
is to be understood that the invention is broadly inclusive
of any and all modifications, including a different se-
quence of the method steps, such as fall within the terms
of the appended claim.

1 claim:

That method of making shoes which comprises as steps
providing a counter blank, providing a quarter liner,
assembling the counter blank and liner so that the upper
and end margins of the liner project beyond the upper
and end edges of the counmter blank respectively, ad-
hesively bonding the liner and blank together, while flat,
throughout the entire arsa of the blank, providing a closed
shoe upper comprising a quarter, so treating the as-
sembled quarter liner and counter blank as to make the
counter blank flexible, associating the assembled liner
and counter blank with the quarter of the shoe upper in
a flat condition with the counter blank in contact with
the inner surface of the quarter and so disposed that the
center of the upper margin of the liner is located adjacent
the center of the upper edge of the quarter, providing a
sewed seam uniting the exposed upper and end margins
of the liner only to the quarter, said seam also uniting
the lower margin of the quarter directly to the counter
blank, and molding the assembled quarter, counter blank
and quarter liner to the shape of the desired completed
quarter portion of the shoe.
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