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- To all whom it may concerm:
Be it known that I, CarsTeER C. SMALL a C1t1-

zen of the United. States, residing at Newton
‘Highlands, in -the county of. Middlesex and |
5 Commonwealth of Massachusetts, haveinvent-

ed certain Improvements in. Methods of Pro-

ducing Top Liits, of which the following de-

scription, in connection with the accompany-
g drawings, 1s a specification, like reference

IO cllamcters on the drawings mdlcatmﬂ‘ hke'

parts in the several ﬁﬂ'ures |

This invention consists in a method of pro-
~+ ducing top lifts for heels of boots and shoes.
| It has heretofore been the practice to em-
15 ploy in making top lifts only the better ﬂ‘redes
- of leather which have a close fiber: and a fine
orain.
ed as practically valueless for such use, be-
~cause they are soft and spongy or .badly
20 wrinkled or warped. Top lifts made of this
inferior stock have little capablllty of resist-
ing wear or of properly taking a
theu' bad appearance renders them unﬁt for

use in shoes of good quality. '

be hard and dense throughout, which shall
| ‘have smooth faces of the exact size desired,

30 which shall be of uniform thickness, and Whlch
| shall have other valuable characterlstlcs here—
mefter mentioned. ~

In carrying out the method WhICh constl—"

| tutes the present invention I take a leather

35 blank of approximately the desired outline
| and of a diameter somewhat larger than that
- which the finished top lift is to h_ave
subject this blank to pressure at its edges,

thus reducing its-diameter to the size desired.

| 40 for the finished top.lift. I then apply great
~ pressure to the faces of the blank to COMPress
and condense it thoroughly, so that not only

is the entire surface of.the top lift thus pro-

duced rendered smooth and hard, but also the

45 fibers of the body of the leather throughout

“are forced closely into.contact; and the eha,r-
acteristics of the top- lift are appreciably
~ changed.

The poorer grades have been regard-

| . | final

25 - The purpose of the present invention is to
. demse a method of manufacturing from these

- poorer grades of leather top lifts which shall

I first |

A top llft made accordmcr to this | are also liable to cull up and even to

‘method hes numerous advantages over the

ordinary uncompressed top lift, as will more co

fully hereinafter appear. -

Referrmcr to the accompanying dr awings,

Higure 1 1s a perspective view of a top- Jift

blenk which may be transformed into a fin-

“ished. top lift by the method.constituting the sz
‘present 1nvent1011

Figs. 2 and 2 are Snmlel
viewsshowing, respectlvely, the outer or tread
face and the inner or flesh face of a finished

top lift made by this method. Fig. 3-is also

a perspective view showing one for_m of dies 6o

~which may be employed in carrying out the

method. - The dies are shown in initial open

position, and the top-lift blank is mdleated by

broken lines. Fig. 4 isa sectional view of the -

‘same upon a somewhet larger scale, showing 65
by broken lines the top-lift blank before. it

has been compressed and by full lines the
dies and the blank in their relative positions

-at the termination of the operation of the side
inish, and |

dies. Fig.5 is a similar view with the parts 7o
in the positions they occupy at the tlme ot
compression.

The top-lift blank 2 represented in Hig. 1

is made ot soft, spongy, and wrinkled leather.

‘Leather with these characteristics is often 75
found in such portions of a hide as the head,
neck, belly and butts, and these portions of

the hide have heretofore been regarded as un-
available for use as top lifts. Even after the

leather is rolled, as 1s' customary, a top lift 8o
‘made of such ma,temal without further treat-

ment 1s practically valueless. It has little or

no capability of resisting wear, and, further-
more, the wrinkles seriously impair its mar- °
ketable value.
removed by continuing the buffing operation

long enough, yet thisis expensive both in la-

bor and in materials and there is danger of
cuttma' through the grain of the leather thus

giving an 1mDer;tect finish to the tread-sur- 9o
;t&ee of the heel. .

‘Such untreated top liftsare
usually of uneven thickness and crooked or

‘warped, and for that reason they frequently
cannot be properly held by the machine for

spanking them onto the heel. These top lifts 95

fly off

While these wrinkles may be 8z
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trom the heel after they have been spanked
on. As this may not be discovered until af-
ter the shoe has left the hands of the manu-
facturer, it is certain to occasion considerable
inconvenience and expense to the dealer or
purchaser. A top lift such as indicated in

Fig. 1 has a serious disadvantage due to its

irregularedges. KEvenwhen the better orades
of leather arc used the top lifts are liable to

be cut imperfectly, as when the cutting-dies

are not in good condition. It is highly de-
sirable, however, that the edges of the top
I1ft be regular and that the length and width
be approximately that of the top lift on the
finished shoe, since it is the practice to use
the edges to guide the trimming-knives when
the heel 1s subsequently trimmed in a heel-
trimming machine. If, therefore, the top
l1ft 1s irregular in outline, the heel also will
be trimmed unevenly. Anotherdisadvantage
of the ordinary uncompressed top lift when
made from oak-tanned leather, which in other
respects is well adapted for such use, is that
the edges will feather or roughen up as the
top 11t 1s subjected to wear.

My 1nvention consists in a method or proc-
ess of producing a top lift which shall be sub-
stantially free from the objections above set

~forth. I start with such a blank as is repre-

30
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and capable of being molded easily.

sented 1n Fig. 1, which is of a length and
width slightly greater than that desired for
the finished top lift. I prefer to use a blank
which has been tempered to render it pliable
This
preliminary tempering, though advantageous,
is not essential to my method. The blank
1s now subjected to positive and direct pres-
sure applied at its edges, and thus its diame-
ter 1n all directions parallel to its faces is
reduced to that which it is desired that the
inished top litft shall have. By this step the
top lift 1s given a predetermined size with-
out breaking cdown or shearing off its edges.
The top-lift blank 1s next subjected to a very
heavy positive pressure applied directly to its
faces, while at the same time itis held against
expansion laterally. The thickness of the
blanlk is thus somewhat reduced, but its diam-
eter remains unchanged. If desired, an im-
pression may be stamped upon one or hoth
faces of the top lift simultaneously with the ap-
plication of this pressure, as hereinafter de-
seribed. The total amount of pressure which
1s required for this operation varies consider-
ably, according to the condition and quality of
the stock and the size of the top-lift blank.
Thus a smoothand flat blank will require less
pressure than one which is badly wrinkled or
warped and a blank which has been well tem-
pered less than one that is dry and stiff. In
every case the pressure must be at least suffi-
cienttocondense thefibersof the leather and to

transform the blank into a top lift of appreeci-

ably different qualities and characteristics.
My experiments indicate that under the most

772,840

favorable conditions my improved top 111 can-
not be produced by a pressure of less than
twelve tons.  Since the qualities of the top
[ift are improved as the pressure is increased,
I find it convenient in the commercial appli-
cation of my method to employ a pressure
considerably above the amount stated in order
to beable to handle top lifts of varying quali-
ties without the necessity of frequently ad-
justing the pressure. The finished top lift 8.
made according to this method, is represented
i Figs. 2 and 2%

My invention consists in the method com-
prising the above-stated succession of steps,
and any suitable means may be utilized in
carrying out the method.

In order to illustrate my process diagram-
matically, I show in Figs. 3, 4, and 5 of the
accompanying drawings certain elements of
a mechanism which may be used in practicing
the method. The blank 2 (indicated by dot-
ted lines in Figs. 3 and 4) is shown supported
on a pressure-plate or lower die 3, which is
preferably of the outline desired for the fin-
ished top lift. Pressure 1s exerted upon the
edges of this blank by the breast die or plate <4
and the side dies 5 and 6, the dies beine moved
relatively toward each other simultanecously
by suitable mechanism. (Notshown.) Thusan
initial edge compression is given to the blanl
and 1ts final diameter 1s determined, as above
described. Fig. 4 represents by full lines the
parts 1n the positions they occupy at this stage
of the process, the blank top lift being indi-
cated at 2. It will be seen that the blank is
completelyinclosed exceptatthe topinacham-
ber or mold formed by the dies and that there
are noopenings or cracks between the dies to
form ribs or other irregularitics in the blank.
The blank 1s now compressed by great force
exerted on its faces by the pressure-plate 3
and the follower or upper die 7, the latter he-
ing preferably of just the size and shape to
close the chamber or mold, above mentioned,
at 1ts top, so as to leave no cracks or open-
1ings mmto which the leather may flow to form
ribs or ridges on the finished top Hft. Iither
the blank may be forced upwardly againss
the follower T or the follower brought down-
wardly upon the blank. In either casc the
breast and side dies 4, 5, and 6 are prefer-
ably maintained in the same position rela-
tively to the pressure-plate 3, and they are
also held against any lateral yielding or sepa-
ration. The blank 1s thus subjected to the
heavy pressure, which is required to change
1ts characteristics and qualities, as hercinbe-
fore described. Kig. 5 represents the posi-
tions of the parts as this step of the method
1s completed, the finished top lift beine indi-
cated by reference-numeral S.

As 1llastrated, the pressure-plate 3 may be
provided with any ornamental desion or dis-
tinguishing mark which it 1s desired to stamp
upon the tread-surface of the top lift. (Sce
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Fig. 2.) The follower 7 may be :_'_aleo pro- | -
vided with a mark as to indicate its size, and

1t may be rouo'hened or corrugated eomewhet

to give the inner or flesh elde of the top lift:
Q O‘ood holding-surface for the glue commonly

used n attaohmﬁ' the top lift to the heel. In

" this way the deswed impression is stamped
- upon the top lift, and at the same time the

10

top lift is given its final compression, thus
saving the cost of stamping it by a separate

| operatlon it indeed such an impression could

be secured at all if the top lift were first com-

 pressed, as above described, and then an at-

- pression” in .
- pended claims I intend to include any trade-
- mark, ornamental design, size-number, dis-

- 20

25

20

- lift would not be exact.

35

steps, -
jected to pressure before the side and breast
dies were brought together the stock would
be forced into the oraoks between these dies
and also would be crowded both upwardly

- around the follower and downwardly around .consists in first applying pressure to the edges

tempt were made to stamp the 1mprese1on on
the herd dense top lift. By the term
>in this description and in the ap-

tlIlU'lllshll‘JO‘ mark, corrugations, or the like
whleh may be etamped upon the top lift..

oompresemo' top lifts is the order of the
‘Obviously if the faces were first sub-

the pressure-plate. Hence when the dies atthe

edgesof the blank were then brought together

r‘ios or ridges would be formed. all around
and in the edcres of the. top lift.
obvious that the size or diameter of the top

- die were roughened or formed with recesses

40

or prO]ectlons for the purpose of i Impressing a,

design on the tread-face or of corrugating the

ﬂesh elde then when the face-dies were first
brought toﬂ‘ether the stock would flow into

the recesses, while the proJeetmO’ portions of

T

55

the die would beoome embedded 1n the stoclk,

so that the main body of the blank would be

“held thereby against compression by the side
dies when they were subsequently brought to-
-oether.
- end Wou]d result in an uneven compression Yof
‘the top lift, as it would be more dense near
theedges than within the body and at its faces.

On the other hand, it is evident that by tollow-
Ing my method in which the side pressure is

- This would tend to upset: the edges

first applied the resulting top lift is of a pre-

~ determined size, has smooth faces and edges |
free from ridges or other irregularities, and

1s uniformly condensed The edges are so

‘h“u dened that they will not feather or roucfhen _'

e
'-ajppheetlon Serml No 178,437,
24, 1903. .
Havmcr fullv described my 1nvent10n what

| T claim as new, and desire to secure by Letters
' 'Petent of the Umted States, 15—

An important feature of this method of |
‘consists in
top-lift blank by pressure on its edges and
‘then exerting great pressure on its faces,

whereby the characteristics and qualities of
the top lift are appreciably changed. *

It is also

Furthermore.' in
case the face of either the upper or the lower_

forth. T am able therefore to produce from
a poor and low-priced orade of stock a hard

-3

_up,'and because theV are regular itis poselble |

60

top lift of very close ﬁber which will look as
well and wear longer than an uncompressed

‘top lift made from more expensive stock.

- This method of treating a top-lift blank pro-

“duces an article which is entirely free from
the many objectionable features above set
forth, some or all of which are found in the
_ordmerv top lifts now available.

“The novel top lift disclosed in the above de-
ser iption of my method is not claimed herein,

70 -

but 1s described and claimed in my eooendmcr '

1. Themethod of produomﬂ'atop lift which
irst reducing the diameter of a

2. Themethodof producinga tOp lift which

of a top-lift blank and then exerting great
pressure on 1ts faces while holding its edges

against. expansion, whereby the ohamoterle-*
tics and qualities of the top lift are apprem—- |
_a,blv changed.

The method of produomo*etop iift wh]oh
CODSlStS in first applying positive pressure to

sequently, while it is held at every point in

(its perimeter against lateral expansion, exert-
ing such a pressure on its faces that the char-

filed Ootobel o

75

30

90

_the edges of a top-lift blank and thus redue-
1ng 1t to a predetermined diameter, and sub-

o5

acteristics and qua,htles of the top lift are ap- '

preciably changed. |
- 4. The method of pr oduomw a top h:tt which
‘consists in first reducing the dlemeter of a top-

lift blank by epplymo' pressure to its edges
| and then exerting great pressure on its fa,oeS' -

and s1multaneously eta,mpmﬁ' an 1mpreselon

‘on one of sald faces.

Intestimony whereof I havesigned my name

to thiss pecification in the presence of two sub-
scribing wi tnesses.

QHESTER (J SMALL

Wltnesses |
FreDERICK L. EDWIANDS
ARTHUR 1. RUSSDLL
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