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Description

BACKGROUND

[0001] Conventional articles of footwear generally in-
clude two primary elements, an upper and a sole struc-
ture. The upper is secured to the sole structure and forms
a void on the interior of the footwear for comfortably and
securely receiving a foot. The sole structure is secured
to a lower surface of the upper so as to be positioned
between the upper and the ground. In some articles of
athletic footwear, for example, the sole structure may in-
clude a midsole and an outsole. The midsole may be
formed from a polymer foam material that attenuates
ground reaction forces to lessen stresses upon the foot
and leg during walking, running, and other ambulatory
activities. The outsole is secured to a lower surface of
the midsole and forms a ground-engaging portion of the
sole structure that is formed from a durable and wear-
resistant material. The sole structure may also include a
sockliner positioned within the void and proximal a lower
surface of the foot to enhance footwear comfort.
The upper generally extends over the instep and toe ar-
eas of the foot, along the medial and lateral sides of the
foot, and around the heel area of the foot. In some articles
of footwear, such as basketball footwear and boots, the
upper may extend upward and around the ankle to pro-
vide support or protection for the ankle. Access to the
void on the interior of the upper is generally provided by
an ankle opening in a heel region of the footwear. A lacing
system is often incorporated into the upper to adjust the
fit of the upper, thereby permitting entry and removal of
the foot from the void within the upper. The lacing system
also permits the wearer to modify certain dimensions of
the upper, particularly girth, to accommodate feet with
varying dimensions. In addition, the upper may include
a tongue that extends under the lacing system to enhance
adjustability of the footwear, and the upper may incorpo-
rate a heel counter to limit movement of the heel.
[0002] Various materials are conventionally utilized in
manufacturing the upper. The upper of athletic footwear,
for example, may be formed from multiple material ele-
ments. The materials may be selected based upon var-
ious properties, including stretch-resistance, wear-re-
sistance, flexibility, air-permeability, compressibility, and
moisture-wicking, for example. With regard to an exterior
of the upper, the toe area and the heel area may be
formed of leather, synthetic leather, or a rubber material
to impart a relatively high degree of wear-resistance.
Leather, synthetic leather, and rubber materials may not
exhibit the desired degree of flexibility and air-permea-
bility for various other areas of the exterior. Accordingly,
the other areas of the exterior may be formed from a
synthetic textile, for example. The exterior of the upper
may be formed, therefore, from numerous material ele-
ments that each impart different properties to the upper.
An intermediate or central layer of the upper may be
formed from a lightweight polymer foam material that pro-

vides cushioning and enhances comfort. Similarly, an in-
terior of the upper may be formed of a comfortable and
moisture-wicking textile that removes perspiration from
the area immediately surrounding the foot. The various
material elements and other components may be joined
with an adhesive or stitching. Accordingly, the conven-
tional upper is formed from various material elements
that each impart different properties to various areas of
the footwear.
[0003] US 2010/0175276 A1 discloses an article of
footwear or other product which may include a material
element having a first layer, a second layer, a third layer,
and at least one strand; and a method for manufacturing
an upper for an article of footwear. The second layer is
positioned between the first layer and the third layer, and
the second layer is formed from a thermoplastic polymer
material. The strand is located between the first layer and
the second layer, and the strand lies substantially parallel
to the second layer for a distance of at least five centim-
eters. In this configuration, the thermoplastic polymer
material may join the first layer and the third layer to the
second layer. The thermoplastic polymer material may
also join the strand to the second layer.
[0004] US 2012/246973 A1 discloses an article of foot-
wear having a knitted component and a polymer layer.
The knitted component comprises a tubular structure. A
strand may pass through the tubular structure. The pol-
ymer layer is bonded to the knitted component as part of
a method for manufacturing an upper for an article of
footwear.

SUMMARY

[0005] The method for manufacturing an upper for an
article of footwear according to the invention is defined
in claim 1. Preferred embodiments are defined in the de-
pendent claims.
[0006] To gain an improved understanding of the ad-
vantages and features of novelty, however, reference
may be made to the following descriptive matter and ac-
companying figures that describe and illustrate various
configurations and concepts related to the invention.

BRIEF DESCRIPTION OF THE DRAWINGS

[0007] The invention can be better understood with ref-
erence to the following drawings and description. The
components in the figures are not necessarily to scale,
emphasis instead being placed upon illustrating the prin-
ciples of the invention. Moreover, in the figures, like ref-
erence numerals designate corresponding parts
throughout the different views.

Figure 1 is a lateral side elevational view of a first
configuration of an article of footwear.
Figure 2 is a media! side elevational view of the first
configuration of the article of footwear.
Figure 3 is a top plan view of the first configuration
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of the article of footwear.
Figures 4A-4C are cross-sectional views of the first
configuration of the article of footwear, as respec-
tively defined by section lines 4A-4C in Figure 3.
Figure 5 is a top plan view of a knitted component
and a skin layer from an upper of the first configura-
tion of the article of footwear.
Figure 6 is an exploded top plan view of the knitted
component and the skin layer.
Figures 7A-7C are cross-sectional views of the knit-
ted component and the skin layer, as respectively
defined by section lines 7A-7C in Figure 5.
Figures 8A and 8B are perspective views of an ex-
emplary portion of the knitted component and the
skin layer.
Figures 9A-9C are top plan views depicting further
configurations of the knitted component.
Figures 10A-10D are perspective views of an inven-
tive process for utilizing a press to bond the knitted
component and the skin layer.
Figures 11A-11D are cross-sectional views of the
process for utilizing the press not according to the
invention, as respectively defined by section lines
11A-11D in Figures 10A-10D.
Figure 12 is a lateral side elevational view of a sec-
ond configuration of the article of footwear.
Figure 13 is a medial side elevational view of the
second configuration of the article of footwear.
Figure 14 is a top plan view of the second configu-
ration of the article of footwear.
Figure 15 is a cross-sectional view of the second
configuration of the article of footwear, as defined by
section line 15 in Figure 14.
Figure 16 is a top plan view of a third configuration
of the article of footwear.
Figure 17 is a cross-sectional view of the third con-
figuration of the article of footwear, as defined by
section line 17 in Figure 16.
Figure 18 is a top plan view of a tongue from the third
configuration of the article of footwear.
Figure 19 is a cross-sectional view of the tongue, as
defined by section line 19 in Figure 18.
Figures 20 and 21 are top plan views of further con-
figurations of the knitted component and a lace.
Figure 22 is a cross-sectional view, as defined by
section line 22 in Figure 21.
Figure 23 is a bottom plan view of a configuration of
the knitted component that includes an interior layer.
Figure 24 is a cross-sectional view of the article of
footwear corresponding with Figure 4A and depicting
the interior layer.
Figures 25A and 25B are top plan views correspond-
ing with Figure 5 and depicting further configurations
for the skin layer from an upper of the first configu-
ration of the article of footwear.

DETAILED DESCRIPTION

[0008] The following discussion and accompanying
figures disclose an article of footwear having an upper
that includes a knitted component and a skin layer. The
article of footwear is disclosed as having a general con-
figuration suitable for walking or running. Concepts as-
sociated with the footwear, including the upper, may also
be applied to a variety of other athletic footwear types,
including baseball shoes, basketball shoes, cross-train-
ing shoes, cycling shoes, football shoes, soccer shoes,
sprinting shoes, tennis shoes, and hiking boots, for ex-
ample. The concepts may also be applied to footwear
types that are generally considered to be non-athletic,
including dress shoes, loafers, sandals, and work boots.
The concepts disclosed herein apply, therefore, to a wide
variety of footwear types.

General Footwear Structure

[0009] An article of footwear 100 is depicted in Figures
1-4C as including a sole structure 110 and an upper 120,
Whereas sole structure 110 is located under and sup-
ports a foot of a wearer, upper 120 provides a comfortable
and secure covering for the foot. As such, the foot may
be located within a void in upper 120 to effectively secure
the foot within footwear 100 or otherwise unite the foot
and footwear 100. Moreover, sole structure 110 is se-
cured to a lower area of upper 120 and extends between
the foot and the ground to attenuate ground reaction forc-
es (i.e., cushion the foot), provide traction, enhance sta-
bility, and influence the motions of the foot, for example.
[0010] For reference purposes, footwear 100 may be
divided into three general regions: a forefoot region 101,
a midfoot region 102, and a heel region 103. Forefoot
region 101 generally encompasses portions of footwear
100 corresponding with forward portions of the foot, in-
cluding the toes and joints connecting the metatarsals
with the phalanges. Midfoot region 102 generally encom-
passes portions of footwear 100 corresponding with mid-
dle portions of the foot, including an arch area. Heel re-
gion 103 generally encompasses portions of footwear
100 corresponding with rear portions of the foot, including
the heel and calcaneus bone. Footwear 100 also includes
a lateral side 104 and a medial side 105, which extend
through each of regions 101-103 and correspond with
opposite sides of footwear 100. More particularly, lateral
side 104 corresponds with an outside area of the foot
(i.e. the surface that faces away from the other foot), and
medial side 105 corresponds with an inside area of the
foot (i.e., the surface that faces toward the other foot).
Regions 101-103 and sides 104-105 are not intended to
demarcate precise areas of footwear 100. Rather, re-
gions 101-103 and sides 104-105 are intended to repre-
sent general areas of footwear 100 to aid in the following
discussion. In addition to footwear 100, regions 101-103
and sides 104-105 may also be applied to sole structure
110, upper 120, and individual elements thereof.
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[0011] The primary elements of sole structure 110 are
a midsole 111, an outsole 112, and a sockliner 113. Mid-
sole 111 is secured to a lower surface of upper 120 and
may be formed from a compressible polymer foam ele-
ment (e.g., a polyurethane or ethylvinylacetate foam) that
attenuates ground reaction forces (i.e., provides cush-
ioning) when compressed between the foot and the
ground during walking, running, or other ambulatory ac-
tivities. In further configurations, midsole 111 may incor-
porate plates, moderators, fluid-filled chambers, lasting
elements, or motion control members that further atten-
uate forces, enhance stability, or influence the motions
of the foot, or midsole 21 may be primarily formed from
a fluid-filled chamber. Outsole 112 is secured to a lower
surface of midsole 111 and may be formed from a wear-
resistant rubber material that is textured to impart trac-
tion. Sockliner 113 is located within the void in upper 120
and is positioned to extend under a lower surface of the
foot to enhance the comfort of footwear 100. Although
this configuration for sole structure 110 provides an ex-
ample of a sole structure that may be used in connection
with upper 120, a variety of other conventional or non-
conventional configurations for sole structure 110 may
also be utilized. Accordingly, the features of sole struc-
ture 110 or any sole structure utilized with upper 120 may
vary considerably,
[0012] Upper 120 includes an exterior surface 121 and
an opposite interior surface 122. Whereas exterior sur-
face 121 faces outward and away from footwear 100,
interior surface 122 faces inward and defines a majority
or a relatively large portion of the void within footwear
100 for receiving the foot. The void is shaped to accom-
modate the foot. When the foot is located within the void,
therefore, upper 120 extends along a lateral side of the
foot, along a medial side of the foot, over the foot, around
the heel, and under the foot. Moreover, interior surface
121 may lay against the foot or a sock covering the foot.
Upper 120 also includes a collar 123 that is primarily lo-
cated in heel region 103 and forms an opening that pro-
vides the foot with access to the void. More particularly,
the foot may be inserted into upper 120 through the open-
ing formed by collar 123, and the foot may be withdrawn
from upper 120 through the opening formed by collar 123.
[0013] A throat area 124 of upper 120 is located for-
ward of collar 123 and primarily in midfoot region 102.
Although the extent of throat area 124 may vary, throat
area 124 corresponds with an instep region or upper sur-
face of the foot and includes a lace 125, a plurality of
lace-receiving elements 126, and a tongue 127. Lace
125 engages the various lace-receiving elements 126
and follows a zigzagging path between lace-receiving
elements 126. Moreover, lace 125 repeatedly-passes
across throat area 124 and between opposite sides of
throat area 124. When using footwear 100, lace 125 per-
mits the wearer to modify dimensions of upper 120 to
accommodate the proportions of the foot. More particu-
larly, lace 125 may be manipulated in a conventional
manner to permit the wearer to (a) tighten upper 120

around the foot and (b) loosen upper 120 to facilitate
insertion and withdrawal of the foot from the void in upper
120 (i.e., through the opening formed by collar 123). Al-
though lace-receiving elements 126 are depicted as ap-
ertures in upper 120, and with lace 125 passing through
the apertures, lace-receiving elements 126 may be loops,
eyelets, hooks, or D-rings.
[0014] A majority of upper 120 is formed from a knitted
component 130 and a skin layer 140, which are depicted
separate from a remainder of footwear 100 in Figures 5
and 6. Knitted component 130 may, for example, be man-
ufactured through a flat knitting process and extends
through each of regions 101-103, along both lateral side
104 and medial side 105, over forefoot region 101, and
around heel region 103. Although portions of knitted com-
ponent 130 form exterior surface 121, knitted component
130 forms a majority or a relatively large portion of interior
surface 122, thereby defining a portion of the void within
upper 120. In some configurations, knitted component
130 may also extend under the foot. For purposes of
example in various figures, however, a strobel sock 128
is secured to knitted component 130 and forms a majority
of the portion of upper 120 that extends under the foot.
In this configuration, sockliner 113 extends over strobel
sock 128 and forms a surface upon which the foot rests.
In addition, a seam 129 extends vertically through heel
region 103, as depicted in Figures 3 and 4C, to join edges
of knitted component 130.
[0015] Skin layer 140 lays adjacent to knitted compo-
nent 130 and is secured to an exterior of knitted compo-
nent 130, thereby forming a majority or a relatively large
portion of exterior surface 121. Various materials may be
utilized to form skin layer 140, including a polymer sheet,
elements of leather or synthetic leather, a woven or non-
woven textile, or a metal foil. As with knitted component
130, skin layer 140 extends through each of regions
101-103, along both lateral side 104 and media! side 105,
over forefoot region 101, and around heel region 103.
Skin layer 140 is depicted as being absent from portions
of throat area 124 (e.g., tongue 127) and interior surface
122, In further configurations of footwear 100, skin layer
140 may be absent from other areas of upper 120 or may
extend over portions of throat area 124 and into interior
surface 122.
[0016] The combination of knitted component 130 and
skin layer 140 provides various advantages to footwear
100. As an example, knitted component 130 and skin
layer 140 impart a relatively tight and glove-like fit to up-
per 120 that secures the foot within footwear 100 during
walking, running, and other ambulatory activities. When
formed as a soccer shoe, for example, the relatively tight
and glove-like fit may provide the wearer with enhanced
feel and control of a ball. Skin layer 140 may also be
utilized to reinforce areas of upper 120. For example,
skin layer 140 may inhibit stretch in knitted component
130 and may enhance the wear-resistance or abrasion-
resistance of upper 120. Skin layer 140 may also impart
water-resistance to footwear 100. Additionally, forming
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footwear 100 in this configuration may provide a relatively
light weight or mass, support for the foot, uniform fit and
conformance to a shape of the foot, and a relatively seam-
less interior with enhanced comfort for the wearer.
[0017] The discussion above presents various fea-
tures and elements of upper 120. In further configurations
of footwear 100, however, upper 120 may also include
one or more of (a) a heel counter in heel region 103 for
enhancing stability, (b) a toe guard in forefoot region 101
that is formed of a wear-resistant material, and (c) logos,
trademarks, and placards with care instructions and ma-
terial information. Accordingly, upper 120 may incorpo-
rate a variety of other features and elements, in addition
to the features and elements discussed herein and
shown in the figures.

Knitted Component Configuration

[0018] Knitted component 130 extends throughout up-
per 120 and forms a majority of interior surface 122,
thereby defining a portion of the void within upper 120.
Although seams may be present in knitted component
130, a majority of knitted component 130 has a substan-
tially seamless configuration. Moreover, knitted compo-
nent 130 may be formed of unitary knit construction. As
utilized herein, a knitted component (e.g., knitted com-
ponent 130) is defined as being formed of "unitary knit
construction" when formed as a one-piece element
through a knitting process. That is, the knitting process
substantially forms the various features and structures
of knitted component 130 without the need for significant
additional manufacturing steps or processes. Although
portions of knitted component 130 may be joined to each
other (e.g., edges of knitted component 130 being joined
together, as at seam 129) following the knitting process,
knitted component 130 remains formed of unitary knit
construction because it is formed as a one-piece knit el-
ement. Moreover, knitted component 130 remains
formed of unitary knit construction when other elements
(e.g., lace 125, strobel sock 128_logos, trademarks, plac-
ards) are added following the knitting process. Examples
of various configurations of knitted components that may
be utilized for knitted component 130 are disclosed in
U.S. Patent Number 6,931,762 to Dua; U.S. Patent
Number 7,347,011 to Dua, et al.; U.S. Patent Application
Publication 2008/0110048 to Dua, et al.; U.S. Patent Ap-
plication Publication 2010/0154256 to Dua; and U.S. Pat-
ent Application Publication 20120233882 to Huffa, et al..
[0019] The primary elements of knitted component 130
are a knit element 131 and an inlaid strand 132. Knit
element 131 is formed from at least one yarn that is ma-
nipulated (e.g., with a knitting machine) to form a plurality
of intermeshed loops that define a variety of courses and
wales. That is, knit element 131 has the structure of a
knit textile. Inlaid strand 132 extends through knit element
131 and passes between the various loops within knit
element 131. Although inlaid strand 132 generally ex-
tends along courses within knit element 131, inlaid strand

132 may also extend along wales within knit element 131.
Advantages of inlaid strand 132 include providing sup-
port, stability, and structure. For example, inlaid strand
132 assists with securing upper 120 around the foot, lim-
its deformation in areas of upper 120 (e.g., imparts
stretch-resistance), and operates in connection with lace
125 to enhance the fit of footwear 100. U.S. Patent Ap-
plication Publication 20120233882 to Huffa, et al., pro-
vides discussion of the manner in which knitted compo-
nent 130 may be formed, including the process of inlaying
or otherwise locating inlaid strand 132 within knit element
131.
[0020] Knit element 131 may incorporate various types
and combinations of stitches and yarns. With regard to
stitches, the yarn forming knit element 131 may have one
type of stitch in one area of knit element 131 and another
type of stitch in another area of knit element 131. De-
pending upon the types and combinations of stitches uti-
lized, areas of knit element 131 may have a plain knit
structure, a mesh knit structure, or a rib knit structure, for
example. The different types of stitches may affect the
physical properties of knit element 131, including aes-
thetics, stretch, thickness, air permeability, and abrasion-
resistance of knit element 131. That is, the different types
of stitches may impart different properties to different ar-
eas of knitted component 130. With regard to yarns, knit
element 131 may have one type of yarn in one area of
knit element 131 and another type of yarn in another area
of knit element 131. Depending upon various design cri-
teria, knit element 131 may incorporate yarns with differ-
ent deniers, materials (e.g., cotton, elastane, polyester,
rayon, wool, and nylon), and degrees of twist, for exam-
ple. The different types of yarns may affect the physical
properties of knit element 131, including aesthetics,
stretch, thickness, air permeability, and abrasion-resist-
ance of knit element 131. That is, the different types of
yarns may impart different properties to different areas
of knitted component 130. By combining various types
and combinations of stitches and yarns, each area of knit
element 131 may have specific properties that enhance
the comfort, durability, and performance of footwear 100.
In some configurations, multiple yarns with different
colors may be utilized to form knitted component 130.
When yarns with different colors are twisted together and
then knitted, knitted component 130 may have a heath-
ered appearance with multiple colors randomly distribut-
ed throughout upper 120.
[0021] One or more of the yarns within knit element
131 may be partially formed from a thermoplastic polymer
material, which softens or melts when heated and returns
to a solid state when cooled. More particularly, the ther-
moplastic polymer material transitions from a solid state
to a softened or liquid state when subjected to sufficient
heat, and then the thermoplastic polymer material tran-
sitions from the softened or liquid state to the solid state
when sufficiently cooled. As such, thermoplastic polymer
materials are often used to join two objects or elements
together. In this case, a yarn incorporating thermoplastic
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polymer material may be utilized to join (a) the yarn to
other portions of the yarn, (b) the yarn to other yarns, (c)
the yarn to inlaid strand 132, or (d) knitted component
130 to skin layer 140, for example.
[0022] Inlaid strand 132, as noted above, extends
through knit element 131 and passes between the vari-
ous loops within knit element 131. More particularly, in-
laid strand 132 is located within the knit structure of knit
element 131. Referring to Figures 7A and 7B, for exam-
ple, knit element 131 forms two separate and spaced
textile layers, which effectively define a channel or tubular
structure, and inlaid strand 132 is located between the
spaced textile layers. In some configurations, however,
knit element 131 may have the configuration of a single
textile layer in the area of inlaid strand 132. In either con-
figuration, inlaid strand 132 is located within knit element
131 and between opposite surfaces of knit element 131.
Although inlaid strand 132 is primarily within knit element
131, portions of inlaid strand 132 may be visible or ex-
posed on one or both surfaces of knit element 131.
[0023] When knitted component 130 is incorporated
into footwear 100, inlaid strand 132 extends in a generally
vertical direction and from throat area 124 to an area
where sole structure 110 is secured to upper 120. More
particularly, inlaid strand repeatedly passes through knit
element 131 from throat area 124 to an area adjacent to
sole structure 110. In throat area 124, inlaid strand may
also extend around lace-receiving elements 126, there
by forming loops through which lace 125 passes. In com-
parison with knit element 131, inlaid strand 132 may ex-
hibit greater stretch-resistance. That is, inlaid strand 132
may stretch less than knit element 131. Given that nu-
merous sections of inlaid strand 132 extend toward sole
structure 110 from throat area 124, inlaid strand 132 im-
parts stretch-resistance to this area of upper 120. More-
over, placing tension upon lace 125 may impart tension
to inlaid strand 132, thereby inducing the portion of upper
120 between throat area 124 and sole structure 110 to
lay against the foot. As such, inlaid strand 132 operates
in connection with lace 122 to assist with securing upper
120 around the foot and enhance the fit of footwear 100.
[0024] The configuration of inlaid strand 132 may vary
significantly. In addition to yarn, inlaid strand 132 may
have the configurations of a filament (e.g., a monofila-
ment), thread, rope, webbing, cable, or chain, for exam-
ple. In comparison with the yarns forming knit element
131, the thickness of inlaid strand 132 may be greater.
In some configurations, inlaid strand 132 may have a
significantly greater thickness than the yarns of knit ele-
ment 131. Moreover, the materials forming inlaid strand
132 may include any of the materials for the yarn within
knit element 131, such as cotton, elastane, polyester,
rayon, wool, and nylon, but may also include metals and
a variety of engineering filaments that are utilized for high
tensile strength applications, including glass, aramids
(e.g., para-aramid and meta-aramid), ultra-high molecu-
lar weight polyethylene, and liquid crystal polymer. As
another example, a braided polyester thread may also

be utilized as inlaid strand 132.
[0025] The combination of knitted component 130 and
skin layer 140 provide various advantages to footwear
100. In some configurations, however, skin layer 140 may
be absent from footwear 100. That is, knitted component
130 may be utilized individually to form portions of upper
120, and knitted component 130 may form a majority of
relatively large portion of each of surfaces 121 and 122.
Moreover, the presence of protruding areas 133 when
skin layer 140 is absent may impart additional thickness
or loft to upper 120, while also varying the stretch prop-
erties of upper 120. Although discussed in combination
with skin layer 140, therefore, knitted component 130
may be utilized individually.

Skin Layer Configuration

[0026] Skin layer 140 lays adjacent to knitted compo-
nent 130 and is secured to knitted component 130 to form
a portion of exterior surface 121. As noted above, skin
layer 140 may be formed from a polymer sheet, elements
of leather or synthetic leather, a woven or non-woven
textile, or a metal foil. When formed as a polymer sheet
or polymer layer, skin layer 140 may initially be a polymer
film, polymer mesh, polymer powder, or polymer resin,
for example. With any of these structures, a variety of
polymer materials may be utilized for skin layer 140, in-
cluding polyurethane, polyester, polyester polyurethane,
polyether polyurethane, and nylon. An example of a non-
woven textile with thermoplastic polymer filaments that
may be bonded to knitted component 130 is disclosed in
U.S. Patent Application Publication 2010/0199406 to
Dua, et al.. Moreover, additional considerations relating
to skin layer 140 may be found in U.S. Patent Application
Publication 2012/0246973 to Dua.
[0027] Although skin layer 140 may be formed from a
thermoset polymer material, many configurations of skin
layer 140 are formed from thermoplastic polymer mate-
rials (e.g., thermoplastic polyurethane). In general, a
thermoplastic polymer material softens or melts when
heated and returns to a solid state when cooled. More
particularly, the thermoplastic polymer material transi-
tions from a solid state to a softened or liquid state when
subjected to sufficient heat, and then the thermoplastic
polymer material transitions from the softened or liquid
state to the solid state when sufficiently cooled. As such,
the thermoplastic polymer material may be melted, mold-
ed, cooled, re-melted, re-molded, and cooled again
through multiple cycles. Thermoplastic polymer materi-
als may also be welded or thermal bonded to textile el-
ements, such as knitted component 130.
[0028] In many configurations of footwear 100, a single
element of skin layer 140 is secured throughout knitted
component 130 and covers substantially all of knitted
component 130. In further configurations, however, dif-
ferent elements of skin layer 140 may be formed from
different materials and positioned in separate areas of
knitted component 130. That is, a portion of skin layer
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140 formed from one material may be bonded to one
area of knitted component 130, and another portion of
skin layer 140 formed from another material may be
bonded to a different area of knitted component 130. By
varying the materials forming skin layer 140, different
properties may be applied to different areas of upper 120.
In other configurations, skin layer 140 may only cover
specific areas of knitted component 130, thereby leaving
other areas of knitted component 130 exposed. Skin lay-
er 140 may, therefore, be absent from some areas of
knitted component 130.
[0029] Skin layer 140 is discussed above as being po-
sitioned on an exterior of knitted component 130. In some
configurations, however, skin layer 140 may be bonded
with an opposite surface of knitted component 130, there-
by forming a portion of interior surface 122. In other con-
figurations, two skin layers 140 may be bonded to oppo-
site surfaces of knitted component 130, or skin layer 140
may impregnate or otherwise extend into knitted compo-
nent 130.

Protruding Areas

[0030] Knitted component 130 includes a plurality of
protruding areas 133 that extend outward and away from
the void within upper 120. Protruding areas 133 form
bulges, protrusions, bumps, or other outwardly-extend-
ing portions in knitted component 130. As with inlaid
strand 132, many of protruding areas 133 extend in a
generally vertical direction and from throat area 124 to
the area where sole structure 110 is secured to upper
120. Some of protruding areas 133 correspond with and
incorporate inlaid strand 132. In addition, some of pro-
truding areas 133 extend in a generally horizontal direc-
tion and between two other protruding areas 133. That
is, the horizontal protruding areas 133 extend between
and effectively join with two of the vertical protruding ar-
eas 133. In addition to providing a unique aesthetic to
footwear 100, protruding areas 133 may enhance the
strength of upper 120 or impart a variety of different prop-
erties to upper 120.
[0031] Skin layer 140 extends over protruding areas
133 and may be secured to protruding areas 133, as well
as other areas of knitted component 130. As such, skin
layer 140 forms corresponding bulges, protrusions,
bumps, or other outwardly-extending portions at the lo-
cations of protruding areas 133 and on exterior surface
121, as depicted in Figures 7A and 7C, for example. An
advantage of this configuration is that the friction prop-
erties of footwear 100 may be controlled through the spe-
cific pattern that protruding areas 133 form in upper 120.
As an example, the combination of protruding areas 133
and skin layer 140 may provide enhanced control of a
ball during the sport of soccer. That is, a soccer player
may obtain enhanced control of a soccer ball through the
raised or outwardly-extending portions of upper 120 that
are formed by protruding areas 133.
[0032] Protruding areas 133 may be formed to have

various configurations. That is, multiple knit structures
and knitting techniques may be utilized to form protruding
areas 133. As examples, each of Figures 8A and 8B de-
pict an exemplary portion of upper 120 with two different
configurations for protruding areas 133. More particular-
ly, a first of protruding areas 133 includes a first tubular
structure 134 and a portion of inlaid strand 132, and a
second of protruding areas 133 includes a second tubular
structure 135 and a plurality of yarn sections 136. Each
of these configurations will be discussed in more detail
below.
[0033] First tubular structure 134 is an area of knit el-
ement 131 with two separate and spaced textile layers
137. Whereas edge areas of first tubular structure 134
are joined and formed of unitary knit construction, a cen-
tral area is unjoined and forms a channel in which inlaid
strand 132 is located. Although first tubular structure 134
alone is sufficient to form one of protruding areas 133,
the presence of inlaid strand 131 provides additional
thickness. Inlaid strand 132 extends longitudinally and
through first tubular structure 134, thereby extending
along a length of first tubular structure 134.
[0034] Second tubular structure 135 is an area of knit
element 131 with two separate and spaced textile layers
138, thereby having a configuration that is similar to first
tubular structure 134. Whereas edge areas of second
tubular structure 135 are joined and formed of unitary
knit construction, a central area is unjoined and forms a
channel in which the plurality of yarn sections 136 are
located. Although second tubular structure 135 alone is
sufficient to form one of protruding areas 133, the pres-
ence of yarn sections 136 provides additional thickness.
[0035] Yarn sections 136 extend laterally and across
second tubular structure 135, thereby extending across
a width of second tubular structure 135 rather than along
a longitudinal length of second tubular structure 135. Al-
though the manner in which yarn sections 136 are se-
cured may vary, yarn sections 136 are depicted as cross-
ing each other in Figures 7A, 7C, 8A, and 8B and may
form tuck stitches on opposite sides of second tubular
structure 135. That is, tuck stitches may join yarn sections
136 with opposite sides of second tubular structure 135.
As depicted in a broken-away area of Figure 8B, one of
protruding areas 133 (i.e., a horizontal protruding area
133) includes additional yarn sections 136 and extends
between and effectively joins tubular structures 134 and
135, thereby extending from first tubular structure 134 to
second tubular structure 135. Although yarn sections 136
may cross each other in extending across the width of
second tubular structure 135, yarn sections 136 may
have various other configurations. As examples, yarn
sections 136 may lay in a plane and not cross each other,
or yarn sections 136 may extend longitudinally and along
a length of second tubular structure 135.
[0036] As discussed above, protruding areas 133 form
bulges, protrusions, bumps, or other outwardly-extend-
ing portions in knitted component 130. As such, protrud-
ing areas 133 are portions of knitted component 130 that
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have greater thickness than other areas of knitted com-
ponent 130. In this configuration, a majority or a relatively
large portion of knitted component 130 has a first thick-
ness and the various protruding areas 133 have a second
thickness, with the first thickness being less than the sec-
ond thickness. Depending upon the knit structures and
knitting techniques that are utilized to form knitted com-
ponent 130, as well as the yarns utilized in knitted com-
ponent 130, the difference between the first thickness
and the second thickness may range from one to ten
millimeters or more. In many configurations, the first
thickness is less than four millimeters, and the second
thickness is at least two millimeters greater than the first
thickness.
[0037] The specific pattern that protruding areas 133
form in upper 120 may vary significantly. Referring to
Figures 1 and 2, for example, protruding areas 133 ex-
tend though a majority of lateral side 104 and medial side
105, but are absent from a forward portion of forefoot
region 101 and a rear portion of heel region 103. The
locations and configurations of protruding areas 133
may, however vary significantly. As an example, Figure
9A depicts a configuration wherein the spacing between
various protruding areas 133 varies throughout knitted
component 130. Moreover, protruding areas 133 that ex-
tend between and connect other protruding areas 133
are present in some areas, but absent in other areas.
Although protruding areas 133 are present in an area of
knitted component 130 that corresponds with forefoot re-
gion 101, protruding areas 133 are absent in areas cor-
responding with heel region 103. In this configuration,
knit element 131 extends across a region corresponding
with throat area 124, thereby replacing tongue 127. Fig-
ure 9B depicts another configuration wherein protruding
areas 133 are present throughout knitted component
130. Another configuration is depicted in Figure 9C,
wherein protruding areas 133 are located to correspond
with inlaid strand 132, but are absent in other areas. In
addition, in each of the configurations depicted in Figures
9A-9C, portions of inlaid strand 132 are exposed to form
loops that receive lace 125. Accordingly, various aspects
regarding knitted component 130 and protruding areas
133 may vary considerably.

Bonding Process

[0038] A variety of processes may be utilized to join
knitted component 130 and skin layer 140. In some con-
figurations, skin layer 140 may be formed from a thermo-
plastic polymer material, which may be welded or thermal
bonded to knitted component 130. As discussed above,
a thermoplastic polymer material melts when heated and
returns to a solid state when cooled sufficiently. Based
upon this property of thermoplastic polymer materials,
thermal bonding processes may be utilized to form a ther-
mal bond that joins portions of skin layer 140 to knitted
component 130. As utilized herein, the term "thermal
bonding" or variants thereof is defined as a securing tech-

nique between two elements that involves a softening or
melting of a thermoplastic polymer material within at least
one of the elements such that the materials of the ele-
ments are secured to each other when cooled. Similarly,
the term "thermal bond" or variants thereof is defined as
the bond, link, or structure that joins two elements through
a process that involves a softening or melting of a ther-
moplastic polymer material within at least one of the el-
ements such that the materials of the elements are se-
cured to each other when cooled. As examples, thermal
bonding may involve (a) the melting or softening of skin
layer 140 such that the thermoplastic polymer material
intermingles with materials of knitted component 130 and
are secured together when cooled and (b) the melting or
softening of skin layer 140 such that the thermoplastic
polymer material extends into or infiltrates the structure
of knitted component 130 (e.g., extends around or bonds
with filaments or fibers in knitted component 130) to se-
cure the elements together when cooled. Additionally,
thermal bonding does not generally involve the use of
stitching or adhesives, but involves directly bonding ele-
ments to each other with heat. In some situations, how-
ever, stitching or adhesives may be utilized to supple-
ment the thermal bond or the joining of elements through
thermal bonding.
[0039] The bonding process utilizes a press 150, which
includes a first press portion 151 and a second press
portion 152, as depicted in Figures 10A and 11A. Each
of press portions 151 and 152 have facing surfaces that
compress knitted component 130 and skin layer 140 to-
gether. The surfaces of press portions 151 and 152 are
substantially planar and include materials with different
compressibilities. More particularly, first press portion
151 includes a first material 153 and second press portion
152 includes a second material 154. In comparison, first
material 153 has greater compressibility than second ma-
terial 154. As examples of suitable materials, (a) first ma-
terial 153 may be silicone and second material 154 may
be steel, (b) both of materials 153 and 154 may be sili-
cone, with first material 153 having greater thickness than
second material 154, or (c) both of materials 153 and 154
may be silicone, with first material 153 having lesser den-
sity or hardness than second material 154. A variety of
other materials may also be utilized, including various
polymers and foams, such as ethylvinylacetate, and rub-
ber. An advantage to silicone, however, relates to com-
pression set. More particularly, silicone may go through
numerous compression operations without forming in-
dentations or other surface irregularities.
[0040] A process for bonding or otherwise joining knit-
ted component 130 and skin layer 140 will now be dis-
cussed. In order to illustrate details associated with the
bonding process, the exemplary portions of knitted com-
ponent 130 and skin layer 140 that are depicted in Figures
8A and 8B are utilized in Figures 10A-10D and 11A-11D.
One skilled in this art will recognize, however, that the
concepts discussed herein and depicted in the figures
may be applied to the entirety of knitted component 130
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and skin layer 140. Referring again to Figures 10A and
11A, skin layer 140 is positioned adjacent to knitted com-
ponent 130 and in an overlapping configuration. Whereas
skin layer 140 is positioned adjacent to first press portion
151, knitted component 130 is positioned adjacent to sec-
ond press portion 152. More particularly, skin layer 140
is positioned to contact first materia! 153 (i.e., the more
compressible material), and knitted component 130 is
positioned to contact second material 154 (i.e., the less
compressible material). In order to properly position knit-
ted component 130 and skin layer 140, one or both of (a)
a jig that holds the components relative to each other and
(b) a shuttle frame or other device that moves the com-
ponents may be utilized. Additionally, a jig or other device
may assist with ensuring that knitted component 130 re-
tains a proper shape and remains in a generally planar
configuration during the bonding process.
[0041] Press 150 is utilized to compress knitted com-
ponent 130 and skin layer 140 together. In order to join
knitted component 130 and skin layer 140, however, one
or both of knitted component 130 and skin layer 140 are
heated to a temperature that facilitates bonding. Various
radiant heaters or other devices may be utilized to heat
knitted component 130 and skin layer 140 prior to place-
ment between press portions 151 and 152. In some man-
ufacturing processes, however, press 150 may be heated
such that contact between press 150 and knitted com-
ponent 130 and skin layer 140 raises the temperature of
the components to a level that facilitates bonding. Ac-
cordingly, the point at which one or both of knitted com-
ponent 130 and skin layer 140 are heated during this
process may vary.
[0042] Once knitted component 130 and skin layer 140
are positioned, press portions 151 and 152 translate to-
ward each other and begin to close upon the components
such that (a) the surface of first press portion 151 having
first material 153 begins to contact skin layer 140 and (b)
the surface of second press portion 152 having second
material 154 begins to contact knitted component 130,
as depicted in Figures 10B and 11B. Press portions 151
and 152 then translate further toward each other to fully
compress the components, as depicted in Figures 10C
and 11C. At this stage, skin layer 140 is effectively bond-
ed or otherwise joined to knitted component 130. More
particularly, the compressive force of press 150, coupled
with the elevated temperature of the compressed com-
ponents, forms a thermal bond that joins knitted compo-
nent 130 and skin layer 140.
[0043] As noted above, first material 153 compresses
more easily than second material 154. Referring to Fig-
ures 10C and 11C, areas of skin layer 140 that are ad-
jacent to protruding areas 133 press into first material
153, whereas second material 154 remains more planar,
but compresses to a lesser degree. Due to the different
compressibilities between materials 153 and 154, first
material 153 compresses at the locations of protruding
areas 133. Moreover, (a) portions of skin layer 140 that
are in contact protruding areas 133 of knitted component

130 protrude into the surface formed by first material 153
to a first depth and (b) portions of skin layer 140 that are
in contact with other regions of knitted component 130
(i.e., regions with lesser thickness) protrude into the sur-
face formed by first material 153 to a second depth, the
first depth being greater than the second depth. When
bonding is complete, press 150 is opened and the bonded
components are removed and permitted to cool, as de-
picted in Figures 10D and 11D. As a final step in the
process, the combination of knit component 130 and skin
layer 140 may be incorporated into upper 120 of footwear
100.
[0044] The relative hardnesses, densities, and thick-
nesses between materials 153 and 154 may vary con-
siderably to provide different compressibilities between
the surfaces of press 150. By varying the hardnesses,
densities, and thicknesses, the compressibilities of the
surfaces may be tailored to specific pressing operations
or configurations. While hardness, density, and thickness
may each be considered, some configurations of press
150 may have materials 153 and 154 with only different
hardnesses, only different densities, or only different
thicknesses. Additionally, some configurations of press
150 may have materials 153 and 154 with (a) the same
hardnesses and densities, but different thicknesses, (b)
the same hardnesses and thicknesses, but different den-
sities, or (c) the same densities and thicknesses, but dif-
ferent hardnesses. Accordingly, the various properties
of materials 153 and 154 may be modified in various ways
to achieve different relative compressibilities between
the surfaces of press 150.
[0045] Each of materials 153 and 154 are depicted as
having a substantially planar surface. Depending upon
the configuration of knitted component 130 and the var-
ious protruding areas 133, however, the surfaces of ma-
terials 153 and 154 may also be contoured. For example,
first material 153 may include various depressions or in-
dentations that correspond with the positions of protrud-
ing areas 133, thereby enhancing the degree to which
skin layer 140 wraps around protruding areas 133,
[0046] Press 150 provides one example of a device
that may be utilized to bond knitted component 130 and
skin layer 140. As another example, one of press portions
151 and 152 may be replaced with a flexible membrane
and a pump may be utilized to evacuate air from between
the membrane and second press portion 152. As the air
is evacuated, the membrane will press upon skin layer
140 and induce bonding. As another example, a dual
membrane system may be utilized to compress knitted
component 130 and skin layer 140 together.
[0047] An advantage of selecting materials 153 and
154 to have different compressibilities relates to the
three-dimensional aspect of upper 120 that protruding
areas 133 provide. More particularly, the different com-
pressibilities ensures that protruding areas 133 continue
to form bulges, protrusions, bumps, or other outwardly-
extending portions when knitted component 130 and skin
layer 140 are compressed and bonded. In the absence
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of compressible materials, the degree to which upper 120
includes outwardly-extending portions at protruding are-
as 133 may be lessened.

Ankle Cuff Configuration

[0048] Another configuration of footwear 100 is depict-
ed in Figures 12-15 as including an ankle cuff 160 for
covering at least a portion of an ankle of the wearer. In
addition to covering the foot, therefore, upper 120 ex-
tends upward and covers a portion of the ankle. For ref-
erence purposes, upper 120 may be divided into two gen-
eral regions: a foot region 106 and an ankle region 107,
as shown in Figures 12, 13, and 15. Foot region 106
extends through each of regions 101-103 and generally
encompasses portions of upper 120 corresponding with
the foot. In many configurations of footwear 100, foot
region 106 corresponds with portions of upper 120 that
are intended to be below the lateral malleolus and the
medial malleolus (i.e., the bony prominences on each
side of the ankle) of the wearer. Ankle region 107 is pri-
marily located in heel region 103 and generally encom-
passes portions of upper 120 corresponding with the an-
kle. In many configurations of footwear 100, ankle region
107 corresponds with portions of upper 120 that are in-
tended to cover and extend above the lateral malleolus
and the medial malleolus.
[0049] Ankle cuff 160 is located in ankle region 107
and forms an ankle part of knitted component 130. A
remainder of knitted component 130, which is located in
foot region 106, forms a foot part of knitted component
130. Whereas the foot part of knitted component 130
covers the foot of the wearer, the ankle part of knitted
component 130, which includes ankle cuff 160, covers
the ankle of the wearer when footwear 100 is worn. More-
over, ankle cuff 160 and the ankle part of knitted compo-
nent 130 may be formed of unitary knit construction with
the foot part of knitted component 130.
[0050] Although seam 129 may be present in ankle
cuff 160, the ankle part of knitted component 130 has a
continuous structure for extending entirely around the
ankle of the wearer. Referring to the top plan view of
Figure 14, ankle cuff 160 forms a circular, oval, or other-
wise continuous and rounded opening 161 that provides
access to the void within upper 120. Opening 161 may
have relatively large dimensions that allow the foot to
pass through and into the void. In many configurations
of footwear 100, however, opening 161 stretches to ac-
commodate the foot. Moreover, ankle cuff 160 may have
dimensions that are less than an average ankle, and an-
kle cuff may remain somewhat stretched and lay firmly
against the ankle once the foot is located within the void.
Accordingly, ankle cuff 160 and other portions of knitted
component 130 in ankle region 107 may be formed to
have stretch properties.
[0051] Whereas ankle region 107 has stretch proper-
ties, foot region 108 of upper 120 may stretch to a lesser
degree to provide support for the foot and limit movement

of the foot relative to sole structure 120. That is, foot
region 106 may have a first degree of stretch and ankle
region 107 may have a second degree of stretch, with
the first degree of stretch being less than the second
degree of stretch. In some configurations, portions of knit-
ted component 130 in both of region 106 and 107 may
have similar stretch properties, and the presence of inlaid
strand 132 and skin layer 140 in foot region 106 may limit
stretch in foot region 106. In other configurations, the
ankle part of knitted component 130 may be formed from
yarns or knit structures that impart stretch, whereas the
foot part of knitted component 130 may be formed from
yarns or knit structures that impart less stretch.
[0052] In order to enhance the stretch properties of an-
kle cuff 160, skin layer 140 may be absent from ankle
region 107. That is, skin layer 140 may be absent from
the ankle part of knitted component 130. In this configu-
ration, the ankle part of knitted component 130, including
ankle cuff 160, forms a portion of exterior surface 121
and interior surface 122 in ankle region 107. As such,
skin layer 140 and the portions knitted component 130
that form ankle cuff 160 form a majority of exterior surface
121, and knitted component 130 alone may form a rela-
tively large portion of interior surface 122.
[0053] In the area of ankle cuff 160, skin layer 140
forms a concave edge 141 that extends downward on
each of sides 104 and 105. More particularly, skin layer
140 may be absent from areas of knitted component 130
that cover the lateral malleolus and the medial malleolus.
An advantage of this configuration is that ankle cuff 160
may stretch over the lateral malleolus and the medial
malleolus, thereby enhancing the comfort of footwear
100. In other configurations, skin layer 140 may extend
upward to cover the lateral malleolus and the media!
malleolus, or edge 141 may be relatively straight or con-
vex in the area of ankle cuff 160.
[0054] Based upon the above discussion, ankle cuff
160 may exhibit greater stretch than other portions of
upper 120. In addition to allowing the foot to enter foot-
wear 100, this structure provides support for the foot and
limits movement of the foot relative to sole structure 120.
In addition, ankle cuff 160 may remain in a stretched state
and lay against the ankle when footwear 100 is worn,
which imparts two advantages: First, ankle cuff 160 pre-
vents or limits dirt, dust, and other debris from entering
footwear 100. Second, the wearer may sense the pres-
ence of ankle cuff 160 around the ankle, which enhances
the wearer’s proprioceptive awareness of the foot.

Lace Channel Configuration

[0055] A further configuration of footwear 100 is de-
picted in Figures 16 and 17 as including various lace
channels 170 in tongue 127. Lace 125 passes through
lace channels 170, thereby locating portions of lace 125
within tongue 127. Referring to Figures 18 and 19, which
depict tongue 127 separate from a remainder of footwear
100, each of lace channels 170 are oriented diagonally
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with respect to a longitudinal axis of footwear 100. The
locations of lace channels 170 generally correspond with
the locations of lace-receiving elements 126 and follow
the natural path of lace 125 as it passes between lace-
receiving elements 126. That is, the positions and orien-
tations of lace channels 170 are selected such that two
of lace-receiving elements 126 are located adjacent to
opposite ends of each lace channel 170. In effect, there-
fore, lace channels 170 are located along a line that ex-
tends between two lace-receiving elements 126. More-
over, lace 125 extends through the various lace channels
170 and engages lace-receiving elements 126 that are
located on opposite sides of lace channels 170. As such,
lace 125 follows a zigzagging path between lace-receiv-
ing elements 126.
[0056] Lace channels 170 have a structure that is sim-
ilar to tubular structures 134 and 135. As such, lace chan-
nels 170 include two separate and spaced textile layers
171 that overlap each other. Whereas edge areas of lace
channels 170 are joined and formed of unitary knit con-
struction, a central area is unjoined and forms a tubular
structure in which lace 125 is located. That is, lace 125
extends longitudinally and through each lace channel
170, thereby extending along a length of each lace chan-
nel 170.
[0057] Although various methods may be utilized to
form tongue 127, a knitting process (e.g., flat knitting
process) may be utilized. In configurations where a sim-
ilar knitting process is utilized for tongue 127 and knitted
component 130, each of tongue 127 and knitted compo-
nent 130 may have similar properties, materials, and aes-
thetics. Additionally, an advantage of the knitting process
is that lace channels 170 may be formed of unitary knit
construction with a remainder of tongue 127, which pro-
vides efficient manufacture and imparts a smooth and
seamless configuration to tongue 127.
[0058] A configuration of knitted component 130 in
combination with lace 125 is depicted in Figure 20. As
with the configurations in Figures 9A-9C, knit element
131 extends across a region corresponding with throat
area 124, thereby replacing tongue 127. Moreover, knit
element 131 forms the various lace channels 170. As
with the various lace channels 170 in tongue 127, lace
channels 170 in this configuration are two separate and
spaced textile layers that overlap each other, are formed
of unitary knit construction, and receive lace 125.
[0059] Lace 125 is depicted as extending through lace
channels 170 in Figure 20. In place of apertures that form
lace-receiving elements 126, inlaid strand 132 is exposed
and forms loops for receiving lace 125. That is, the loops
formed by inlaid strand 132 are lace-receiving elements
126, which are located on opposite sides of throat area
124. Lace 125 extends through (a) the loops formed by
inlaid strand 132 and (b) the various lace channels 170.
As with tongue 127, each of lace channels 170 are ori-
ented diagonally with respect to a longitudinal axis and
follow the natural path of lace 125. That is, the positions
and orientations of lace channels 170 are selected such

that two loops are located adjacent to opposite ends of
each lace channel 170. As such, lace 125 follows a zig-
zagging path between the loops formed by inlaid strand
132.
[0060] Lace channels 170 may have various lengths.
In Figure 16, ends of lace channels 170 are positioned
adjacent to an edge of knitted component 130 in throat
area 124. Although knitted component 130 overlaps por-
tions of tongue 127, ends of lace channels 170 are ex-
posed and receive lace 125. In Figure 20, ends of lace
channels 170 are positioned adjacent to the loops that
form lace-receiving elements 126. In either configuration,
one or more of lace channels 170 may have a length
greater than three centimeters. In other configurations,
however, lace channels 170 may range from one to more
than ten centimeters.
[0061] A further configuration of knitted component
130 is depicted in Figures 21 and 22 as defining various
apertures 172 between loops formed by inlaid strand 132
and in the region corresponding with throat area 124.
Apertures 172 form openings that extend through knit
element 131. In this configuration, lace 125 extends
through the various apertures 172, and portions of lace
125 are located adjacent to an opposite side of knit ele-
ment 131. More particularly, lace 125 passes through the
loops formed by inlaid strand 132 and enters apertures
172, thereby positioning portions of lace 125 that are be-
tween the loops adjacent to the opposite side of knit el-
ement 131. The locations of apertures 172 generally cor-
respond with the locations of the loops formed by inlaid
strand 132 and follow the natural path of lace 125. That
is, apertures 172 are located along a line that extends
between two of the loops formed by inlaid strand 132.

Further Configurations

[0062] Various configurations of footwear 100, upper
120, knitted component 130, and skin layer 140 are dis-
cussed above. There configurations, however, are in-
tended to provide examples of structures and other fea-
tures that may be incorporated into footwear 100. Al-
though many variations upon footwear 100, upper 120,
knitted component 130, and skin layer 140 are possible,
some additional configurations are discussed below.
[0063] In many configurations of footwear 100, knitted
component 130 forms a majority of interior surface 122.
Referring to Figures 23 and 24, an interior layer 180 is
depicted as being secured to knitted component 130 and
forming a portion of interior surface 122. Interior layer
180 may inhibit stretch in upper 120 and may enhance
the wear-resistance or abrasion-resistance of upper 120.
Interior layer 180 may also impart water-resistance to
footwear 100. Additionally, forming footwear 100 to in-
clude interior layer 180 may provide uniform fit and con-
formance to the foot, a relatively seamless interior with
enhanced comfort for the wearer, a relatively light weight,
and support for the foot. Although interior layer 180 may
be utilized in configurations that also include skin layer
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140, interior layer 180 may be utilized in the absence of
skin layer 140 or as a replacement for skin layer 180.
[0064] Interior layer 180 may extend over substantially
all of knitted component 130 or may be absent in specific
areas of knitted component 130. In areas corresponding
with forefoot region 101, for example, interior layer 180
defines a plurality of apertures 181 that may enhance the
stretch, flex, and breathability properties of upper 120.
By varying the size, position, and number of apertures
181, the properties of upper 120 may also be varied. In
areas adjacent to inlaid strand 132, interior layer 180 is
formed to define larger apertures and has an articulated
structure, which may promote flex in areas corresponding
with midfoot region 102, while also providing stability and
stretch-resistance. This portion of interior layer 180 may
also experience tension and resist stretching when lace
125 is tightened. As such, the combination of interior layer
180 and inlaid strand 132 may impart greater resistance
to stretch in upper 120. In areas corresponding with heel
region 103, interior layer 180 is located to provide addi-
tional stretch-resistance and durability to collar 123. It
should also be noted that interior layer 180 extends to
edges of knitted component 130 that are joined with
strobel sock 128, which effectively ties or joins interior
layer 180 to sole structure 110.
[0065] Various materials may be utilized for interior lay-
er 180. As an example, interior layer 180 may be a pol-
ymer layer with many of the properties of skin layer 140.
Interior layer 180 may also be a textile, such as a micro-
fiber textile, that is adhered or bonded to knitted compo-
nent 130. In some configurations, interior layer 180 may
have a layered configuration that includes a thermoplas-
tic polymer material for thermal bonding with knitted com-
ponent 130.
[0066] Although skin layer 140 may cover substantially
all of knitted component 130, skin layer 140 may be ab-
sent from some areas of knitted component 130. With
reference to examples discussed above, skin layer 140
may be absent from throat area 124 or ankle region 107.
As another example, Figure 25A depicts skin layer 140
as being present in areas corresponding with midfoot re-
gion 103 and areas that include inlaid strand 132, but
absent in areas corresponding with forefoot region 101
and heel region 103. Moreover, skin layer 140 covers
some of protruding areas 133, but leaves other protruding
areas 133 exposed. Accordingly, skin layer 140 may only
cover specific areas of knitted component 130, thereby
leaving other areas of knitted component 130 exposed.
[0067] A single element of skin layer 140 is secured to
knitted component 130 in many configurations discussed
above. Referring to Figure 25B, a parting line 142 extends
longitudinally through an area corresponding with fore-
foot region 101, thereby separating different sections of
skin layer 140. In this configuration, each section of skin
layer 140 may have different properties. More particular-
ly, the material forming skin layer 140, the thickness of
the material, or other properties may vary between the
sections of skin layer 140, thereby imparting different

properties to different areas of upper 120. In further con-
figurations, parting line 142 may be located in other ar-
eas, or the sections of skin layer 140 may be spaced from
each other to expose a portion of knitted component 130.

Claims

1. A method for manufacturing an upper (120) for an
article of footwear (100), the method comprising:

positioning a skin layer (140) adjacent to a knit-
ted component (130) and in an overlapping con-
figuration, the knitted component (130) having
regions with different thicknesses, the knitted
component including a first tubular protrusion
(134) and a second tubular protrusion (135) that
protrude from an adjacent area of the knitted
component, the first and second tubular protru-
sions each protruding in a similar configuration
from the adjacent area and forming outwardly-
extending portions in the knitted component
such that the knitted component comprises two
non-flat opposite surfaces at the locations of the
tubular protrusions;
locating the skin layer and the knitted compo-
nent between a first surface and a second sur-
face of a press (150), the first surface including
a first material (153), and the second surface
including a second material (154), the first ma-
terial having greater compressibility than the
second material; and
compressing the skin layer and the knitted com-
ponent between the first surface and the second
surface to join the skin layer to the knitted com-
ponent, wherein areas of the skin layer that are
adjacent to the first and second tubular protru-
sions protrude into a surface formed by the first
material to a first depth, wherein areas of the
knitted component that are adjacent to the first
and second tubular protrusions protrude into a
surface formed by the second material to a sec-
ond depth, and wherein the first depth is greater
than the second depth.

2. The method recited in claim 1, wherein the step of
locating includes selecting (a) the first material (153)
have a first hardness and (b) the second material
(154) to have a second hardness, the first hardness
being less than the second hardness.

3. The method recited in claim 1, wherein the step of
locating includes selecting (a) the first material (153)
have a first thickness and (b) the second material
(154) to have a second thickness, the first thickness
being greater than the second thickness.

4. The method recited in claim 1, wherein the step of
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locating includes selecting the first material (153) to
be silicone.

5. The method recited in claim 1, wherein the step of
locating includes selecting each of the first material
(153) and the second material (154) to be silicone.

6. The method recited in claim 1, further including a
step of heating the skin layer (140) and the knitted
component (130).

7. The method recited in claim 1, further including a
step of incorporating the skin layer (140) and the
knitted component (130) into the upper (120) of the
article of footwear (100) following the step of com-
pressing.

8. The method recited in claim 7, wherein the step of
incorporating includes positioning the skin layer
(140) to form a portion of an exterior surface (121)
of the article of footwear (100).

9. The method recited in claim 1, further including a
step of selecting the skin layer (140) to include a
thermoplastic polymer material.

Patentansprüche

1. Verfahren zur Herstellung eines Obermaterials (120)
für einen Fußbekleidungsartikel (100), wobei das
Verfahren Folgendes umfasst:

Positionieren einer Außenhautschicht (140) an-
grenzend an eine gestrickte Komponente (130)
und in einer überlappenden Anordnung, wobei
die gestrickte Komponente (130) Bereiche mit
unterschiedlichen Dicken aufweist, wobei die
gestrickte Komponente einen ersten röhrenför-
migen Vorsprung (134) und einen zweiten röh-
renförmigen Vorsprung (135) aufweist, die von
einem angrenzenden Bereich der gestrickten
Komponente hervorstehen, wobei der erste und
der zweite röhrenförmige Vorsprung jeweils
ähnlich gestaltet von dem angrenzenden Be-
reich hervorstehen und Abschnitte in der ge-
strickten Komponente bilden, die sich nach au-
ßen erstrecken, derart, dass die gestrickte Kom-
ponente an den Stellen der röhrenförmigen Vor-
sprünge zwei nicht flache gegenüberliegende
Oberflächen umfasst,
Anordnen der Außenhautschicht und der ge-
strickten Komponente zwischen einer ersten
Fläche und einer zweiten Fläche einer Presse
(150), wobei die erste Fläche ein erstes Material
(153) aufweist und die zweite Fläche ein zweites
Material (154) aufweist, wobei das erste Mate-
rial eine höhere Kompressibilität als das zweite

Material aufweist, und
Zusammendrücken der Außenhautschicht und
der gestrickten Komponente zwischen der ers-
ten Fläche und der zweiten Fläche, um die Au-
ßenhautschicht mit der gestrickten Komponente
zu verbinden, wobei Bereiche der Außenhaut-
schicht, die an den ersten und den zweiten röh-
renförmigen Vorsprung angrenzen, in eine vom
ersten Material gebildete Fläche bis zu einer ers-
ten Tiefe vorstehen, wobei Bereiche der ge-
strickten Komponente, die an den ersten und
den zweiten röhrenförmigen Vorsprung angren-
zen, in eine vom zweiten Material gebildete Flä-
che bis zu einer zweiten Tiefe vorstehen, und
wobei die erste Tiefe größer als die zweite Tiefe
ist.

2. Verfahren nach Anspruch 1, wobei bei dem Schritt
des Anordnens a) das erste Material (153) so aus-
gewählt wird, dass es eine erste Härte aufweist, und
b) das zweite Material (154) so ausgewählt wird,
dass es eine zweite Härte aufweist, wobei die erste
Härte geringer als die zweite Härte ist.

3. Verfahren nach Anspruch 1, wobei bei dem Schritt
des Anordnens a) das erste Material (153) so aus-
gewählt wird, dass es eine erste Dicke aufweist, und
b) das zweite Material (154) so ausgewählt wird,
dass es eine zweite Dicke aufweist, wobei die erste
Dicke größer als die zweite Dicke ist.

4. Verfahren nach Anspruch 1, wobei bei dem Schritt
des Anordnens Silikon als das erste Material (153)
ausgewählt wird.

5. Verfahren nach Anspruch 1, wobei bei dem Schritt
des Anordnens Silikon jeweils als das erste Material
(153) und das zweite Material (154) ausgewählt wird.

6. Verfahren nach Anspruch 1, das ferner einen Schritt
aufweist, bei dem die Außenhautschicht (140) und
die gestrickte Komponente (130) erwärmt werden.

7. Verfahren nach Anspruch 1, das ferner einen Schritt
aufweist, bei dem anschließend an den Schritt des
Zusammendrückens die Außenhautschicht (140)
und die gestrickte Komponente (130) in das Ober-
material (120) des Fußbekleidungsartikels (100) ein-
gebracht werden.

8. Verfahren nach Anspruch 7, wobei bei dem Schritt
des Einbringens die Außenhautschicht (140) so po-
sitioniert wird, dass sie einen Teil einer Außenfläche
(121) des Fußbekleidungsartikels (100) bildet.

9. Verfahren nach Anspruch 1, das ferner einen Schritt
aufweist, bei dem die Außenhautschicht (140) so
ausgewählt wird, dass sie ein thermoplastisches Po-
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lymermaterial aufweist.

Revendications

1. Procédé de fabrication d’une tige (120) pour un ar-
ticle chaussant (100), le procédé comprenant :

le positionnement d’une couche superficielle
(140) de manière adjacente à un composant tri-
coté (130) et selon une configuration à chevau-
chement, le composant tricoté (130) présentant
des régions de différentes épaisseurs, le com-
posant tricoté présentant une première saillie tu-
bulaire (134) et une deuxième saillie tubulaire
(135) qui font saillie d’une zone adjacente du
composant tricoté, la première et la deuxième
saillie tubulaire faisant chacune saillie de la zone
adjacente selon une configuration similaire et
formant des parties qui s’étendent vers l’exté-
rieur dans le composant tricoté, de sorte que le
composant tricoté comprend deux surfaces op-
posées non planes aux endroits des saillies
tubulaires ;
l’agencement de la couche superficielle et du
composant tricoté entre une première surface
et une deuxième surface d’une presse (150), la
première surface comportant un premier maté-
riau (153), et la deuxième surface comportant
un deuxième matériau (154), le premier maté-
riau présentant une compressibilité supérieure
à celle du deuxième matériau ; et
la compression de la couche superficielle et du
composant tricoté entre la première surface et
la deuxième surface pour relier la couche su-
perficielle au composant tricoté, des zones de
la couche superficielle qui sont adjacentes à la
première et à la deuxième saillie tubulaire fai-
sant saillie dans une surface formée par le pre-
mier matériau à une première profondeur, des
zones du composant tricoté qui sont adjacentes
à la première et à la deuxième saillie tubulaire
faisant saillie dans une surface formée par le
deuxième matériau à une deuxième profondeur,
et la première profondeur étant supérieure à la
deuxième profondeur.

2. Procédé selon la revendication 1, dans lequel l’étape
d’agencement comprend le choix (a) du premier ma-
tériau (153) de sorte qu’il présente une première du-
reté, et (b) du deuxième matériau (154) de sorte qu’il
présente une deuxième dureté, la première dureté
étant inférieure à la deuxième dureté.

3. Procédé selon la revendication 1, dans lequel l’étape
d’agencement comprend le choix (a) du premier ma-
tériau (153) de sorte qu’il présente une première
épaisseur, et (b) du deuxième matériau (154) de sor-

te qu’il présente une deuxième épaisseur, la premiè-
re épaisseur étant supérieure à la deuxième épais-
seur.

4. Procédé selon la revendication 1, dans lequel l’étape
d’agencement comprend le choix du premier maté-
riau (153) de sorte qu’il s’agit de silicone.

5. Procédé selon la revendication 1, dans lequel l’étape
d’agencement comprend le choix du premier maté-
riau (153) et du deuxième matériau (154) de sorte
qu’il s’agit de silicone.

6. Procédé selon la revendication 1, comprenant en
outre une étape de chauffage de la couche superfi-
cielle (140) et du composant tricoté (130).

7. Procédé selon la revendication 1, comprenant en
outre une étape d’incorporation de la couche super-
ficielle (140) et du composant tricoté (130) dans la
tige (120) de l’article chaussant (100) après l’étape
de compression.

8. Procédé selon la revendication 7, dans lequel l’étape
d’incorporation comprend le positionnement de la
couche superficielle (140) de manière à former une
partie d’une surface extérieure (121) de l’article
chaussant (100).

9. Procédé selon la revendication 1, comprenant en
outre une étape dans laquelle la couche superficielle
(140) est choisie de manière à comporter un maté-
riau polymère thermoplastique.
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