(No Model.) -

E S. KINGSTON
METHOD OF MAKING PATTERNS FOR METAL LASTS,

No 299 650. - Patented June 3, 1884.

Q) LTnvertor:
\ sl i liil T o £ Fdward S’Fangston,
:é - Wilnesses: A . 7 _ | —BI/ W@QA

N. PETERS. Phole-Lithographer, Washington. 0. C. :




B i
{

1

UNITED STATES

PATENT

OFFICE.

EDWARD S, KINGSTOV

OF UTICA, NEW YORK.

METHOD OF MAKING PATTERNS FOR METAL LASTS.

SPECIPICATION forming part of Letters Patent No. 299,650, dated June 3, 1884,

Application filed August 18, 1883,

(N0 model.)

To all whom it Mmay CONCern :
Be it known that I, EDWARD S. KINGSTON, a

citizen of the United States, residing at Utlca,

in the county of Oneida and State of New York,
have 1nvented certain new and useful Im-
provements in Methods of Making Patternsfor
Casting Shell Lasts; and I do hereby declare
the following to be a full, clear, and exact de-

- scription of the invention, such as will enable
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> awooden last to be used as a pattern.
represents the same last when the section C

others skilled in the art to which it appertains
to make and use the same, reference being had
to the accompanying drawings, and to letters

or figures of reference marked thereon which

form a part of this Spee1ﬁcat10n

The object of my Invention 1s to provide a
cheap and praectical method of making pat-
terns for casting metallic lasts, whereby they

~can be manufactured at a price low enough to

allow them to be generally used.
Heretofore iron lasts as manufactured have
been either too heavy for general use, or, if

made light enough, the cost of manufacture

has been too gr e&t but by my méthod I am
able to make iron shell lasts which are light
enough in weight and low enough in price to
successiully compete with Woode_n lasts. The
method consists, essentially, in the following

steps: first, in turning out a wooden last of

the desired pattern, and in cutting out a {rans-
verse section of the wooden last extendmo
from the top nearly down to the toe, as here-
inafter described; second, 1n severing from

each other, near the toe, the instep and bottom
blocks I.]J.U.S left, and hollowing them out to

form shell-like patterns for castlng After
casting from the patterns thus formed the bot-

tom and instep plates are fitted together for

use as lasts.

In the accompanying drawmws, Flgme 118
Hig, 2

has been removed. Figs. 3 and 4 are per-

spective views of the pattems for casting the

bottom and instep plates A and B. Fig. 5 is
a vertical longitudinal section through a fin-
-ished 1ron last the external contour of which
will be like the mutilated wooden last shown
by Fig. 2.

Startmcr with the wooden last shown in Fig.

50 1, or & last made of any equivalent material
that can be turned and cut, I saw out, by means | smntlally as illustrated by Ii g: 0, though these

of a gig-saw or othelmse the central portion,
C, following the dotted hnes ¢ and b, leaving the
last in the 0011(:11131011 shown by I‘lﬂ‘ 2, consist-

, .| Ing of the bottom block, A, and mstep block

B, attached only at the toe.

T have found that a last having open sides
18 just as serviceable as a solid last, for the up-
per-leather draws smooth and even from the
lower edge of the instep-block B across the
open space down to the bottom A. I there-
fore construct my lasts with open sides, where-
by Isecure lightness and economy of material,
and am also able to make them collapsible.

- The flange lett around the edge of the bottom-

plate extending {rom the top of the heel down-

| ward alongtheshank and ball to the toe affords

full support to the heel or heel-stiffener and to

the edge of the upper along the edge of the

sole, and the broad instep-plate B gives the
true shape and curve to the instep, and does
not distort the upper, as would a mere rib, if
used in place of the broad instep-plate, as has
been proposed. The bottom and instep blocks
are then severed onthe dotted line D, and both
hollowed out, substantially asshown by Figs. 3
and 4, to be used as patterns for casting. Ribs
R may be left along the under side of the in-
step-block for strength, and in fashioning the
bottom block sockets in the sole may be formed
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for the reception of cor. 1 fillings to receive the

Insole-nails,and Iugs or flanges, projecting from
the inside of the bottom for strength or for the
attachment of the interior ﬁttings of the last,
may be left as desired; but the configuration
of .both of the patterns must be such that a
casting can be taken from them without re-
quiring the use of a core.. The toe 1s left as a
portion-of the bottom block, and the line of

separation is behind the toe, so that the con-

tour of the toe 1s not broken. A serious de-
fect in the last is thus avoided. It will be ob-
served that the last narrows or tapers slightly
from the line ¢ down to the edge of the sole,
and it likewise tapers at the heel from a line

drawn around at the point ¢, in order that
the pattern can be easily withdrawn from the

sand in the process of casting. The castings
are tinned to. give the last a smooth Surface
' and to protect Tt from rust. - The castings be-
ing thus made, I attach the interior fittings sub-
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~of eourse ean be varied 1 details, and any |

~other equivalent devices may be substituted
~for those herein deseribed, some ot which may,
-1t desired, be formed as p"ut‘y of thc C%tmrﬂ%, i
-as above explmued o |

o .-ste;p Pplates ab the toe.
- to the instep-plate at the instep, and riveted
o to the bottom plate 1s a casting forming a {
10 forked standard, G, a

-pin-of the jack, and also the tool by means of
which the last is pulled out in the usnal way,
~and a prong, I, against which the wooden or
“cork plug IC abuts to prevent it from being

~drivenin. .

“the process of lasting, the hole for it being:
- drilledafter casting. A locking-pin, L, passing |
. through holes in: th(, forked standard G and |
- POst ]3 liolds the nstep-plate inthe properpo- i

1618 a hinge riv eted to- the bottom 111(1 in-

socket, H, to receivethe:

Theupperisnailed tothe plugIKin

299,

;dfum as new, is—
I isia post riveted | -
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sition. - Several holes may be provided for 20

:idlﬁelent heights of the instep, and the lastis -
-msﬂy 101110\?9(1 from the shoe when the 10(,11---s==-~- SIS

ing-pin I is withdrawn.. . = | -
Hawmﬂ thus de&:eubed my 111ventlon What

The: method of - ll'l’lklllﬂ‘ 1}%1381118 for shell; -

_flast‘sg herein described, which consists in cut-

ting from a solid last the transverse section C,

and hollowing outthe separated sectionsof said -
lasts, so as to leave flaring sides, in order that: _
‘the shell-castmns may be made w1th0ut the use-- R
~of cores, subst'mtmlly as seb forth. SRR R
oo In testlmony whereof L afﬁt my Sl“‘l]‘ltlll’e Ini_-_i---== o
:-presenee of tw 0 witnesses.. |
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