- (No Model.) & Sheets—Sheet 1.

H. L. LARRABEE & D. PUTNAM.
MANUFACTURE OF WIGWAM SHOES OR SLIPPERS,

No. 411,454, ' Patented Sept. 24, 1889.

C

L] ii 1
u?!f’:lip i

| TR
il *I'J”Jll"'l:"'hlﬁﬂn"H*l
7

7R C

WiTNESSES:
Py Gpre e i g

. PETERS. Phate-Lithographer, Washingtoa, D. C.




e

(No Model.) & Sheets—>Sheet 2.

H. L. LARRABEE & D. PUTNAM.
MANUFACTURE OF WIGWAM SHOES O.R SLIPPLERS.

No. 411,454, Patented Sept. 24, 1889.




Io

20

35

40

43

RO

.....

UNITED STATES PATENT OFFICE.

HENRY L. LARRABEE AND DAVID PUTNAM, OF PEABODY, MASSACHUSETTS.

MANUFACTURE OF WIGWAM SHOES OR SLIPPERS.

[T — -

———

SPECIFICATION forming part of Letters PatEnt No. 411,454, dated September 24, 1889,
Application filed April 26, 1889, Serial No. 308,658, (No model.)

To all whom it may concermn:

Be it known that we, HENRY 1. LARRABER
and DAVID PUTNAM, both of Peabody, in the
county of Hssex and htate of Massachusetts,
have invented a certain new and Improved

Method of Manufacturing Wigwam or other

Similar Shoes or Slippers; and we do hereby

declare that the following is a full, clear, and
exact description of the 111V611T10I] which will
enable others skilled in the art to which it
appertains to make and use the same, refer-
ence being had to the acconlpanying draw-

Ings, and to letters of reference marked there-
on, which form a part of this specification.

Our invention relates to the manufacture

of shoes or slippers such as have the sole and
the greater part or body of the upper turned
up from one piece of leather, and which are
usually known by the name of “wigwam
slippers;” and it consists in a new and 1m-
proved method of forming the same and re-
taining them in shape during the process of

stiteching, all as more particularly hereinafter

descubed |

The wigwam slippers are usually made of
thick le&ther the entire shoe, with the excep-
tion of a cap or vamp for the ins tep, being
constructed of one piece. Both pieces are
then tacked to the last in a wet and pliable
condition, with the curved edge of the cap or
vamp meeting the upper curved edge of the
large piece of leather and the back edge of
the latter at the heel folded upon itself. Said
folded edges are then stitched together, as are
also the adjacent edges of the vamp and the
large piece or blank. DBy this method it is
exceedingly difficult to keep theleather drawn
tightly on the last while the shoe is heing
sewed, for only one person can form and
stitech the shoe and they must both be done
together, requiring a great deal of care and
tlme

By our invention the leather 1s molded pre-

vious to being lasted, and then held firmly in |

place upon the last by a mold or former while
the shoe is being stitched. By this mode of

manufacture a much greater number of shoes
can .be made, as the work can be better di-
vided among several operators and the sew-
ing can be done by machine, while in the
present mode one operator has to do the en-

g

‘the surfaces a or a’.

tire work and it is impossible to sew the shoe
by machine. -

In the accompanying drawings, Figure 1
1llustrates in perspective the dies for shaping
or molding the large piece of leather which
torms the greater portion of the shoe. Ifig.2
1llustrates the leather blanks from which the
shoe 1s to be made. Fig. 3 illustrates the
large blank after it has been molded. Fig.4
illustrates a last upon which the molded
leather is to be stretched. FKig. o illustrates
a mold or former in which the lasted shoe is
to be placed and held while the shoe is being
stitched. Fig. 6 1llustrates the same inclos-
ing the blanks and last, with said blanks
1eady to be stitched; and Fig. 7 1llustrates a
modified form of mold orformer. TFig.8illus-
trates a sewed shoe after having been re-
moved from the last and former.

A and B, Fig. 1, are the male and female
dies,respectively,formolding the largeleather
blank C, Kig. 2. The upper and lower sur-
faces ¢ and o’ of the male die A are substan-

tially of the same contour as that of the sole

of a shoe or last, except that said die has a

sharpened edge b at the extremity of the

heel, and a tongue 0% extending below and
beyond said heel, for purposes hereinafter to
be deseribed. - Thelowersurface ¢’ is rounded
and shaped similarly to the bottom or sole of
a 1&% and its edges are also slightly rounded
of hke those of a last. The vertical sides b
eue parallel with each other.

The female die B consists of a block having
an opening of similar contour to the surfaces
a «’ of the die A, with its walls ¢ parallel and
of slightly-larger area than that of either of
The die B may be di-
vided, as shown in Fig. 1, and the two parts
held together by nut-bolts «, with springs d’
between the heads or nuts of the bolts and
the block, so as to allow a slight play apart
of the two parts of the die I3, 1n order that
the leather may not be chafed.

The two leather blanks C D are cut into
shapes similar to that shown in Fig. 2, and
the large blank C is skived off around its up-
per and lower edges, as at e €/, said skiving
being for the purpose of molding the blank
better and of uniting the edges more closely
together.. The small blank D also has its
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curved edge fskived off for the same pur-
pose.. The two blanks C and D are next
soaked so as to be pliable,and the larger one

C1s placed over the opening of the die B
with the same width of the blank upon each

~side of the opening, and from half to three-
quarters of an inch of the blank beyond the

upper or toe end ¢’ of the die B. The die A
is then forced down against the blank C and
through the die B, carrying said blank with
it, when the latter will have assumed the
form as shown in Fig. 3. The tongue b*serves
the purpose of holding down and keeping

stretched the blank C at its rear, so that its

sides Wlﬂ not buekle, and to keep the back
edges e’ ¢’ parallel, while the sharp tapering
edge b’ of the die A 1:3 for the purpose of
brmnfmﬂ* said edges ¢’ ¢’ together.

| stage o_f the opemtion ,is to insert the molded
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'serted in the mold or former;

blank C, Fig. 3, in the mold or form H and

then 1nsert the last (¢ into the molded blank

C. The blank D for the vamp is next pressed
into the concaved instep g of the last G, so

that the edges f of said blank will come in-

contact with the edges ¢ ¢ of the blank D.

inclosed lasted shoe, holding the blanks C

and D firmlyin their proper p051‘r10ns against

the last. The back edge e’ will be folded
upon 1tself, and it and the edges e and f

6,) so that they may be stitched. ton'ethel
either by hand or machine. If desued the
last may be firstinserted in the molded blank'
C, and then the last and blank together in-
but When such
a tformer as 1s shown by H i _m I'ig. 5 is used

~we prefer to insert the blank first, in orderto

prevent chafing the leather by forcing it-with
the inclosed lastinto theto._e end of the former._
When such a former as is shown by I in Fig.
7 18 used, there i3 no danger of chafing the

leather by previously inser tmn' the ]ast in the !

 blank.

The next

‘D in 1ts proper position, and also for

will
extend beyond said last and 11101(] (see Fig.

411,454

In order that there may be sufficient
of a fold of the leather under the heel in
which to start the stitching, a spring-presser
i, which is inserted through an oblique hole
¢ in the last from its top to the bottom of the

heel, 18 pressed down to carry a fold of the

leatherthrough the slot 5. Afterhavingbeen
stitched the shoe is then removed from the
mold Hand last G, and is then stretched upon

-an ordinary last with a convex instep until

45
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theshoe hasdried, when it will have its proper

shape.

The mold I i1s made of hinged parts that
clamp together, and which when clamped are
of the same interior contour as the last G, and
which hold the blanks throughout their sur-
faces closely against said last In the modi-
fied former shown by I, Fig. 7, the two prin-
cipal parts are hinged lonn*ltudmally instead
of transversely, as S_hown in Fig. 5.

The concaved instep ¢ of the last is for the
purpose of better retaining the small blank
better
jacent

turning up its edges against the ad

| edges of the large blank, so that the two can
The mold H is then clamped tightly upon the

be readily stitched.

We malke noclaim in thisapplication to the
specific davices above described, as we intend
hereafter to make separate applications for
the same; but

What we do claim is—

The improved method of manufacturing
wigwam or other similar shoes or slippers,
consisting in molding the leather in a wet

and plmble Condltlon, then lasting the same

and 1nclosing the lasted shoe ina elose fitting

mold or former, and finally stitching the shoe

while so heldl.

HENRY 1. LARRABEE.

DAVID PUTNAM.

Witnesses: | |
CHAS. M. REED,
PENNINGTON HALSTED.
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