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To all whom 1t may concern: |

Be it known that I, ALrrED G. LEGE, 2 citi-
zen of the United States, residing at Brock-
ton, county of Plymouth, State of Massachu-
setts, have invented a certain new and useful

- Improvement _' in Methods of Making Vamps
~ for Boots and Shoes, of which the following
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is a specification, reference being had therein
to the accompanying drawings. '

My invention has for its object an im-
proved process for preparing the vamps of

shoes, particularly bluchers and blucher ox-

fords, ready to be assembled in a shoe.

~ In preparing the vamps of shoes, such as
bluchers and blucher oxfords, the methods
heretofore used were the well-known wet

process, so called, and, for leathers which

would be injured by the employment of the
“wet process, the following process: A blank
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blank being considerab

is first cut from a flat lpiece of leather, said
Y

. Jarger in area than
the finished vamp and being only approxi-

" mately the shape of the finished vamp. This

95

front of the foot.
~vamp is folded or doubled.

~ blank is then shaped or “crimped” along

the central portion to fit the curve of the
By this operation the
1S The vamp
doubled upon itself as it comes from the

- crimping machine is then by the aid of a pat-
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tern “cut-<in”’ to the exact shape desived,

and at the time when the cutting-in is done,
the cutter prick-marks the vamps where 1n-
dicated on the pattern. |

By the employment of my improved proc-
ess hereinafter described, I am enabled to

overcome a number of objections to the
~ above described method and to eliminate en-
tirely the cutting-in operation and the con-
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sequent waste. Vamps produced in accord-
ance with my invention also have a better
fit and do not tend to lose their shape. 1t 1is

“also possible to produce by this process a

~ vamp having
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a very much longer tongue
properly molded to shape. Where the old
method just described is employed, the step

" of cutting-in not only necessitates another
~ handling of the material and considerable
 time as the work must be very carefully
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‘done, but it also results in the waste of a con- | |
it the cutting-in pattern and cuts it to the

siderable portion of the original blank which

is cut off and becomes of little or no value.
- The larger size

of the original blank was

necessitated by the fact that the operation

55 certain portions of the blank and propor- |

of crimping distorts the blank, elongating

| tionately shortening others, so that 1t has

been mnecessary to make the blank large
enough to cover the pattern employed in
cutting-in.

The invention will be readily understood
from the following description, in which ref-
erence is made to the accompanying draw-
ings, and the novel features are pointed out
and clearly defined in the claim at the close
of the specification.

In the drawings,—Figure 1 shows a plan
view of the finished vamp which it is desired
to produce. Fig.2shows the blank which 1s
used to produce the finished vamp shown 1n
Fig. 1 when my improved process 1s em-
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ployed and with the prick-marks mdicated -

thereon. Fig. 3 shows the blank shown m
Fig. 2 after it leaves the crimping machine.
It is then the same as the vamp shown in Ifig.
1 but folded upon itself. Iig. 4 shows a
blank such as has heretofore been employed
in making the finished or molded vamp
shown in Fig. 1. Fig. 5 shows the blank
shown in Fig. 4 after 1t has been subjected
to the crimping operation. Fig. 6 shows the
crimped blank shown in Fig. 5 with the pat-
tern used in cutting-in placed thereon, and
indicating the waste incidental to this oper-
ation.

For greater clearness, it may be stated
that Fig. 1 shows the finished product which
is produced by either the old process hereto-
fore in use so far as is known to me or by the
employment of my improved process which
is herein set forth. ¥igs. 2 and 3 illustrate
the steps of my improved process, while Iigs.
4, 5 and 6 illustrate the steps of the process
heretofore employed. '

Referring to the drawings, and particu-
larly to Tigs. 1, 4, 5, 6, there is shown 1n Ifig.
1 the finished vamp which it is desired to
produce. This vamp has in the past been
commonly made by cutting from a suitable
piece of leather a blank such as is seen at 13
in Fig. 4, being somewhat larger than the
finished vamp. This blank is then crimpecd
or molded and is thereby caused to assume
the appearance shown in IFig. 5. The blank
is then taken by an operator who lays upon

size of the pattern, throwing away the waste.
This operation is shown in Fig. 6 where the
pattern 14 is seen lying upon the crimped
blank, the waste being indicated at 15.

In practicing my improved process 1 start
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ent therefor
‘No. 412,720.
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with a blank (see Fig. 2) which is of no

- greater area than the area of the finished

blank and in doing this effect a very consid-
erable saving of stock. In cutting my blank,
I so shape it that the central portion of the
toe end, shown at 10, is cut back slightly
more than in patterns heretofore employed,
and the front corners 16 and 17 of the vamp

project slightly farther forward. This is
done because the crimping process tends to
throw the portion of the stock adjoining the

center line of the vamp somewhat farther

torward, and to bring the heel ends of the

vamp somewhat nearer together; by so do-
ing the front line of the vamp is made to cor-
respond with the back line of the tip so that
the two will coincide when laid together.

- After the blank has been cut and before it

s subjected to the operation of the crimping

machine, it is ‘““marked’” as shown at 19
b

This may be quickly and accurately done in
a markmg machine because the blank is in
its original flat condition. The blank is then
crimped 1n a machine of the kind shown and
described in my application for Letters Pat-

1led January 27, 1908, Serial

chine the central portion of the blank is
molded to the desired shape and is extended

~or stretched to the desired length in the fin-

ished vamp, while the side portions of the

By the operation of this ma- ;

i
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front or toe end of the blank are somewhat

shortened. In other words, the original
blank is so shaped at the front or toe end

that when it is crimped, the distortion of the

material due to crimping will result in a fin-

ished blank of the proper shape at the toe

crimping machine, it is then ready to be as-

end. After the blank is put through the

sembled in the shoe, and no cutting-in or 4

marking operation is then required.

By the employment of my process an ac-

curate and correctly shaped vamp which is

easily handled in the subsequent operation of
lasting the shoe is produced with one less
handling. The production of the finished
vamp 1s thereby greatly cheapened and the

45

waste of material in producing it is elimi-

nated.

What I claim is: o S

The process of preparing a shoe vamp

which consists in first forming a blank which
18 of substantially the same area as the
finished vamp, marking the said blank, and
then crimping the said blank to shape.

In testimony whereof I aflix my signature,
1n presence of two witnesses. '

ALFRED G. LEGG.

Witnesses: B
‘GeorgE P. Dikg,
Avice H. MoORRISON.
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