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This invention relates to a method of ap 
plying an adhesive to the counters of shoes, 
as the coating them with paste prior to as 
sembling with the shoe-uppers. 

5 In assembling the elements of an upper, 
this including inserting a counter between 
the rear of the quarters and the lining, it 
is customary to first coat the counter with 
paste, to cause it to adhere to the associated 

0 elements, and unite all into a firm structure 
which will resist fulling, wrinkling and like 
displacements tending to affect the appear 
ance and comfort of the finished shoe. The 
practice varies as to the particular portions 

15 of the counter coated; but it is desirable to 
thus treat the inside and outside of the body 
or upstanding portion, so that it may be 
joined both to the upper-leather and to the 
lining. It is unnecessary to paste the flange 

20 of the counter, which is firmly attached to 
the upper-elements and insole by the assem 
bling tacks, and often also by the heel-at 
taching nails. . So far as we are aware, the 
paste has heretofore been applied by the 

25 use of a brush held in one hand of the op 
erator while the counter is grasped in the 

• other hand, the opposite sides being succes 
sively coated, and nò particular attention 
being paid to the area covered. This proc 

80 ess is wasteful of both time and paste. An 
object of our invention is to provide a meth 
od of pasting counters by which the coating 
of a considerable number may be effected 
simultaneously, with precision as to the 
surface covered and resulting. economy in 
the adhesive used. Our method is also 
cleanly for the operator, it being unneces 
sary to touch the coated surfaces, or expose 

35 

the hands to contact with the coating in 
strumentalities. 
As herein illustratively set forth, the 

present invention provides for placing the 
counters in inverted position upon a sup 
port, with the upper edges of their bodies 
resting thereon and their flanges uppermost 
and immersing the support in the adhesive 
sufficiently to cover a portion of the coun 
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ter-bodies, the flanges remaining above the 
adhesive. In another aspect, considered 
with particular reference to applying an ad 

hesive to nested counters, the method of the 
present invention, as herein exemplified, 
consists in placing upon a support a series 
of nested counters arranged in frictional 
engagement with each other so that they 55 
retain their relative positions as a unit and 
immersing the support with the series of 
counters in the adhesive. The nested coun 
ters are preferably drawn out until the rear 
portions are separated from one another, 60 
and predetermined portions of the entire 
series are dipped simultaneously in the ad 
hesive as a unit. 
A particular means for carrying out our 

impröved method is illustrated in the ac- 65 
companying drawing, which also represents 
the successive steps taken. . 

Fig. 1 shows, in perspective, a series of 
counters as they are packed for shipment. 

Fig. 2 is a perspective view of the same 70 
Series drawn out or separated from one an 
other in accordance with the first step of 
our method; Fig. 3 is a perspective view of a pastin 
apparatus by which the succeeding step of 75 
the method may be performed; 

Fig. 4 is a vertical transverse section 
through the machine, illustrating the im 
mersion of the counters in the paste; and 

Fig. 5 shows, in perspective, a coated. 80 
counter ready for the assembling opera 
tion. . . ... " 

The counters C are commonly supplied. 
to shoe-manufacturers packed in nested, se 
ries, as appears in Fig.1, the body-portions 85 
10 being placed successively one within an 
other and the flanges 12 being similarly su 
perposed. These are placed in close relation, 
to occupy as little room as possible, the rear 
portions of each counter being in close 90 
proximity to those adjacent to it, and the 
sides contacting over practically their en 
tire surfaces. In carrying out the present 
method, the operator takes such a series, of 
suitable ???????’’ and draws it out, as is rep- 95 
resented in Fig. 2, the body-portions now 
being separated, so that contact exists only 
over a very limited area at the forward ex 
tremities of the sidewalls of one counter and corresponding lines at intermediate 100 



points of the next counter. The series, how 
ever, still maintains its unitary character 
because of the frictional engagement of the 
units thereof with each other, with the re 
Sult that it may begrasped by the operator 
and lifted as a whole, without separation 
and that this-series relation will be main 

: tained during the coating operation. lin 
0 

5 

20 
rod and overhanging the receptacle is a 

grid 14 is secured. 

% 

this relation, a suitable number of the sepa 
rated series are placed side by side, with their flanges uppermost, upon a support, 
which may be furnished by the grid 14 of a 
coating apparatus A. This apparatus, 
which may be of any suitable type, is illus 
trated as consisting of a receptacle 16 for 
the adhesive which is to be employed, the 
receptacle having extending from its oppo 
site extremities vertically perforated lugs 
18, 18, within which may reciprocate rods 
20, 20. Fixed upon the upper end of each 
bracket 22, to which the 
The grid may be of any desired form which 
will offer a suitable support for the series 
of counters and permit free passage of the 
paste or other adhesive contained in the re 
ceptacle through the grid into contact with 
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the counters. It is held normally elevated, 
so that the supported objects are above the 
contents of the tank, by springs 24, 24 sur 
rounding the rods 20 and interposed be 

O 
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tween portions of the frame indicated at 26 
and a bar 28 fixed to the rods. Pivoted at 
80 upon lugs depending from the under side 

** of the receptacle is an actuating leyer 32 lly 
ing above the bar and having a handle at 
the front of the apparatus. By a depres 
sion of the lever, the rods 20, 20 may be low 
ered against the expansive force of the 
springs, carrying the grid below the surface 
of the paste, and thus immersing in such 
paste the supported counters. The dimen 
sions of the grid are préferably such that 
a plurality of the series of counters may be 
carried side by side. Three of the series are 
so shown in Fig. 3 of the drawing. The 
depth of the paste is sufficient to at least 
cause the immersion of the counters to the 
desired level at some point short or the 
flanges when the lever 32 has been fully de 
pressed, the limit of movement in the appa 
ratus illustrated being, determined by the contact of the grid with the bottom of the receptacle. If desired, the paste may be 
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maintained at a constant level by a baro 
metric feed connection. When the operator 
releases the actuating lever, the grid is 
raised by the springs, returning to the posi 
tion of Fig. 3, the counters thereon being 
uniformly coated by their immersion both 
inside and outside, in the manner illustrated 
in Fig. 5. The body-portion is almost com 

- pletely covered, save for a narrow area ad 
jacent to the flange, while said flange re 
ceives none of the paste. The counters may 

the counters desired, an 
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now be utilized one by one from the series 
until all have been applied to shoe-uppers. 
In doing this, each counter as taken from 
the grid may be grasped by its unpasted 
portion, so the operator's hands do not come 
în contact with the paste, and the Smearing 
of this upon the upper is avoided. When 

( 

the supply of pasted counters has been ex 
hausted, the coating operation may be re 
peated, the time necessary to operate upon 75 
a relatively large number being very brief. 

It will be seen that the coating operation 
of our method involves less labor for many 
counters than for a single counter when 
brush-coated, and that the only preparation 
necessary for this is the extending of the 
nested series. Moreover, the coating is uni 
formly applied to the precise portions of 

- f to these only, and 
the operator need not bring his hands into 
contact with the paste upon the counters or 
upon the apparatus. 
Having thus described our invention, 

what we claim as new and desire to secure 
by Letters Patent of the United States is:- 

80 
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1. The method of applying an adhesive to 
counters, which consists in placing the coun 
ters upon a support with the upper edges 
of the bodies of the counters resting upon 
the support and their flanges turned up 95 
wardly, and immersing the support in an 
adhesive to a depth sufficient to cover a por 
tion of the counter-bodies, the flanges re 
maining above the adhesive. 

2. The method of applying an adhesive to 
nested. counters, which consists in placing 
upon a support a series of the nested coun 
ters arranged in frictional engagement with 
each other so that they retain their relative 
positions as a unit, and immersing the Sup 
port with the series of counters in the ad 
hesive. . . 

3. The method of applying an adhesive to 
nested counters, which consists in drawing 
out a series of nested counters until the rear 
portions are separated from each other, and 

0. 
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simultaneouslydipping predetermined por 
tions of the entire series as a unit in the ad 
hesive. - 

4. The method of applying an adhesive to 
nested counters, which consists in drawing 
out a series of nested counters until the 
rear portions are separated from each other, 
placing the thus drawn out series upon a 
support, and immersing the support with 
the drawn out series of counters in the ad 
hesive. 

5. The method of pasting nested counters, 
which consists in drawing out a series of 
the nested counters until the rear portions 
are separated from each other, placing the 
thus drawn out series upon a support with 
the upper edges of the ???????? of the coun 
ters resting upon the support and their 
flanges turned upwardly, immersing the 
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support in a receptacle containing paste to L. SAWYER, have signed my name to this a depth sufficient to cover a portion of the specification. 
counter-bodies, the flanges remaining above HAROLD L. SAWYER. 10 
the paste, and removing the pasted counters In testimony whereof I, the said FLOYD 

5 one by one by their uncoated portions for E. RIGHTMIRE, have signed my name to this 
utilization. . specification. 
In testimony whereof I, the said HAROLD R FLOYD E. RIGHTMLRE. 


