EP 1 064 862 A1

Europdisches Patentamt

European Patent Office

(19) g)

(12)

Office européen des brevets

(43) Date of publication:
03.01.2001 Bulletin 2001/01

(21) Application number: 99500252.4

(22) Date of filing: 27.12.1999

(1) EP 1 064 862 A1

EUROPEAN PATENT APPLICATION

(51) Intcl.”. A43B 17/10, A43B 7/06,
A43B 9/10, A43B 13/12,
A43B 13/38

(84) Designated Contracting States:
ATBECHCYDEDKESFIFRGBGRIEITLILU
MC NL PT SE
Designated Extension States:
AL LT LV MK RO SI

(30) Priority: 29.06.1999 ES 9901438

(71) Applicant: Ortuno Santa, Pedro
30510 Yecla (ES)

(72) Inventor: Ortuno Santa, Pedro
30510 Yecla (ES)

(74) Representative: Maldonado Jordan, Julia
Linares, 7 Pta. 3
46018 Valencia (ES)

(54)

(57)  The footwear manufacturing process, accord-
ing to the improvements of the invention, is based on
initially producing a double insole (4) and a double sole
(5), each formed by separate pieces (6 - 7) and (9 - 10),
secured in the first case by means of sewing and gluing,
with the lower piece (7) being antibacterial and the upper
piece (6), which constitutes the insole itself, being made
of a material that feels soft to the foot, while the lower
piece (9) of the double sole (5) has a larger outer perim-
eter than the upper piece (10) which is made of an elas-
tomer material, both pieces having cuts (13 - 14), and
are secured to each other and finally both sets (4) and
(5) are attached to each other, to jointly receive, by
means of an outer band (12) along the perimeter of the
double sole (5), the side flaps (2) of the upper itself (1),
followed by the definitive securing of the outsole below

(3).

Improvements introduced in footwear manufacturing processes
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Description
PURPOSE OF THE INVENTION

[0001] The invention refers to a series of improve-
ments introduced in footwear manufacturing processes,
and specifically in the way that the group of pieces form-
ing the base are produced and secured to the corre-
sponding upper and outsole, allowing for the most com-
fortable footwear possible, with an optimal appearance
and, more importantly, which are very durable without
taking anything away from the wearer's comfort, and al-
so resulting in a simple, quick and economical manufac-
turing process.

BACKGROUND OF THE INVENTION

[0002] Infootwear manufacturing processes, as far as
so-called "dress shoes" are concerned, made up of a
foundation based on several thin layers, an upper and
the corresponding outsole, the operational phases re-
quire highly specialized personnel, precision, and high-
technology machinery, as well as the time necessary to
produce all the components, join them and finally pro-
duce the footwear.

[0003] One way of producing footwear of the type pre-
viously referred to consists of manufacturing what is
called the "base" (foundation), made up of the lower
sole, an internal insole and in between a thin layer to
which the upper is precisely secured, in such a way that
the middle piece or layer serving as a sole is initially
made overlarge in order to, after having secured the up-
per on the top part, definitively secure it by sewing and
gluing, with the peculiarity that the outsole is also made
overlarge so that, once the upper has been secured to
the thin layer which makes up the aforementioned sole,
and the insole secured to it by the inner or upper part,
the outsole is trimmed, which results in a waste of time
and, more importantly, a finish that leaves a lot to be
desired.

[0004] In addition, in footwear manufacturing proc-
esses, normally aspects such as giving the base enough
flexibility so that it feels comfortable to the wearer are
not taken into account, unless to the detriment of quality,
thus resulting in footwear that does not last as long.

DESCRIPTION OF THE INVENTION

[0005] The improvements of the invention mean a
new process of producing footwear, which eliminates
the aforementioned drawbacks and in addition, produc-
es comfortable, durable footwear, which is flexible at the
same time, and therefore of the best quality, without in-
creasing manufacturing time, nor using complex opera-
tional processes, but rather just the opposite, as the du-
ration of the process is reduced considerably and the
operational phases are simple.

[0006] More specifically, the footwear produced in ac-
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cordance with the improvements, based on securing a
series of pieces to each other, that will make up the base
unit with the outsole and its attachment to the upper, is
characterized in the first place by the fact that the insole,
which must be secured to the lower piece referred to
from now on as "sole" and onto which the upper is se-
cured, is complemented by a second insole that is se-
cured to the lower surface of the former, in other words,
the insole itself, with the peculiarity that this second in-
sole is antibacterial in nature and is attached to the main
insole by means of concentric stitching around the pe-
rimeter, in order to avoid shifting during normal use of
the footwear.

[0007] The sole is made up of two pieces secured to
each other by an injection process, one lower and the
other upper, the latter preferably of an elastomer mate-
rial, of a lesser perimeter and with a raised edge which
forms a hollow all along said raised perimeter, where the
aforementioned double insole will be placed, with the
peculiarity that the lower piece of the sole projects out
around the piece of elastomer material that is attached
to it by a molding process, in order to secure the upper,
by means of the flap around the upper itself, to the band
or edge around the perimeter, having ensured that these
two pieces which have formed a single unit, in other
words, the lower piece of the sole with the elastomer
piece attached to its upper surface, have been cut in
specific areas, the first of which is crosswise in relation
to the sole of the foot in order to lend the unit efficient
flexibility, while on the piece of elastomer material the
cuts are made on the sides corresponding to the elevat-
ed area of the sole itself, thus giving it enough elasticity
to make it comfortable and flexible while walking.
[0008] The upper is attached to the sole first of all by
means of gluing it to the area of the perimeter that
projects out on the lower piece of said sole, and later is
secured definitively by sewing it, in such a way that the
flap around the border of the upper, once it is secured,
is flattened down and superposed on the lower part of
the sole around the perimeter, so that this flap is be-
tween the lower part of the sole and the outsole itself,
which will be attached by using glue or even by sewing.
[0009] The double insole made as described above is
placed on the hollowed area of the elastomer piece of
the sole, adapting to it and forming as a whole an ana-
tomical shape for the wearer's foot; this elastomer piece
has perforations to allow for efficient transpiration, and
the insole may also have perforations to facilitate tran-
spiration, while the purpose of the antibacterial insole is
to provide a hygienic and therapeutic effect to the wear-
er's foot.

[0010] Needless to say, the upper may have any
shape and design and may be made of any type of suit-
able material, and the same for the rest of the pieces
that make up the base unit, and of course the outsole.
[0011] It should be mentioned that all the pieces are
made with their specific measurements, and it is not
necessary to trim them once they are assembled, as tra-
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ditionally occurs, thus the footwear has an optimum fin-
ish. In other words, the double insole is produced with
its exact and final dimensions by die cutting, and the
same occurs with the double sole, although in this case
it is achieved by means of injection molding, but always
with its final dimensions so that later operational phases
for finishing are avoided.

DESCRIPTION OF THE DRAWINGS

[0012] In order to complement the description that is
being made and in order to aid in the understanding of
the characteristics of the invention, in accordance with
a preferred example for the practical execution of said
invention, a set of drawings of an illustrative rather than
restrictive nature is attached as an integral part of this
description. The drawings show the following:

[0013] Figure 1: Shows a representation, according
to an exploded view, of the different parts and pieces
that are involved in the manufacture of footwear, in ac-
cordance with the improvements of the invention.
[0014] Figure 2: Shows an upper view of the unit that
the two insoles make up, in other words, the antibacte-
rial one and the insole itself, onto which the former will
be secured to its underside by sewing and gluing.
[0015] Figure 3: Shows a detailed view, in perspective
and with a section lifted, of the whole formed by the dou-
ble sole and the double insole represented in Figures 1
and 2.

[0016] Figure 4: Shows, finally, a cross section of a
part of the footwear produced in accordance with the
improvements of the invention.

PREFERRED EXECUTION OF THE INVENTION

[0017] As can be seen in the aforementioned figures,
the footwear that is obtained by means of the improve-
ments of the invention is made up of an upper (vamp)
(1), that is conventional and that could be made with any
design or material, which is complemented by the clas-
sic side flaps (2) by means of which it is attached to the
base, in such a way that in addition to the upper (1) the
footwear includes the corresponding outsole (3), also
conventional and which can also be of any type. A dou-
ble insole (4) and a double sole (5) are also included, in
such a way that the latter is superposed on the outsole
(3), while the double insole (4) is superposed on the
aforementioned double sole (5), with the upper (1) being
secured by its lower flaps (sides) (2), specifically to the
double sole (5), as will be set forth further on.

[0018] The double insole (4) is made up of a thin layer
(6), preferably of leather or a soft material, as it will form
the support surface for the wearer's foot; and sewed or
glued toit, on its underside, a second piece (7), antibac-
terial in nature. Thus this double insole (4) is made up
of the superposition and securing of the two pieces to
each other by means of a seam (8) joining the afore-
mentioned pieces (6) and (7), made up of the above-
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mentioned insole itself and the antibacterial insole.
[0019] The double sole (5) is made up of a lower piece
of a suitable material, referred to in general by the
number (9), on which a second piece (10) of elastomer
material will be secured by an injection molding process;
the latter piece has a large number of small perforations
or holes (11) distributed in such a way as to allow ade-
quate transpiration of the footwear that is produced, with
the peculiarity that the lower piece (9) is of a larger pe-
rimeter than the upper piece (10), forming a band or
edge which extends out along the perimeter (12) onto
which the corresponding side flaps (1) of the upper will
be secured, as will be set forth further on.

[0020] The aforementioned piece (9) has a series of
cuts (13) on the bottom, crosswise in relation to the sole
area, while the upper piece of elastomer material (10)
has lateral cuts (14), also in relation to the lateral areas
of the sole, with the peculiarity that said upper piece of
elastomer material (10) has an anatomical shape, in oth-
er words, a hollowed, concave surface with a raised pe-
rimeter, thus adapting perfectly and appropriately to the
foot; in addition, on this piece (10), specifically on the
surface whose limits are marked by said raised perim-
eter, the double insole (4) which has been produced as
specified is placed, to form from those two units, or dou-
ble insole (4) and double sole (5), a single body to which
the upper (1) is attached, and to which the correspond-
ing outsole (3) will be attached.

[0021] Based on all the above, the way to carry out
the process to produce footwear in accordance with the
improvements of the invention, starting, as is logical,
with a conventional upper (1) and an outsole (3), con-
sists of producing a double sole (5), first making the low-
er piece (9) by die cutting, using its final dimensions,
and securing the piece of elastomer material (10) to the
former by means of injection molding, with the perimeter
of this second or elastomer piece being smaller than that
of sole piece (9), with the peculiarity that this piece of
elastomer material (10) has the aforementioned perfo-
rations (11) and with an upturned outer edge, all of which
is done at the same time as piece (10) is produced, the
same as the lateral cuts (14), while the cuts (13) on the
lower piece (9) are also done while it is being produced.
[0022] Once the double sole (5) is produced, as has
just been set forth, and the insole of the appropriate di-
mensions formed by the two pieces (6) and (7) which
have been superposed, and sewed and glued to each
other, this double insole (4) is secured to the double sole
(5), forming a single unit as was previously stated, fol-
lowed by which the upper (1) is secured by means of its
side flaps (2), by superposing part of it on the band (12)
or edge which extends out along the perimeter of the
double sole (5), with the rest of the side flaps (2) of the
upper (1) later being flattened down, and placed against
the lower surface of this piece (9) of the double sole, so
that it can be secured by means of sewing, then finally
secured by means of an adhesive or even by means of
sewing to the outsole itself (3), thus producing the final
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footwear product, all by means of a process in which the
pieces have previously been produced with their exact
measurements in order to avoid later trimming.

Claims

1. Improvements introduced in footwear manufactur-
ing processes, that being applicable to that type of
footwear which is produced by means of attaching 70
to each other a middle unit made up of a sole and
an insole, an upper secured to this middle unit and
an outsole that is finally attached at a later time to
the aforementioned whole, the upper being conven-
tional both as far as its material and its design are 15
concerned, the same as the outsole itself, are es-
sentially characterized by the fact that both the in-
sole (4) as well as the sole (5) are produced inde-
pendently in order to later be secured to each other
and then to the corresponding upper (1), and finally 20
to secure the outsole (3) to the whole, having
planned that the insole be double (4), produced by
means of superposing two parts (6) and (7) and se-
curing them by sewing and gluing. The first of these
pieces is the insole itself and is made up of a mate- 25
rial that feels soft to the foot, such as leather or sim-
ilar, and the second is made up of an antibacterial
insole (7), while the sole (5) is also double and is
formed by two thin layers (9) and (10), the first of
which is produced by die cutting, with a larger pe- 30
rimeter than the second piece (10) of the sole, the
latter being made of an elastomer material and at-
tached to the former during the injection process it-
self of said piece (10), which has perforations (11)
for transpiration and lateral cuts (14) in relation to 35
an outer raised edge along the perimeter of said
piece (10), in order to lend enough elasticity to the
base, in combination with some cuts made on the
bottom (13) of piece (9) itself of the base unit as a
whole; with the peculiarity that the band along the 40
edge (12) which is formed by the larger perimeter
of piece (9) with respect to piece (10), determines
the means of placing the corresponding side and
lower flap (2) of the upper (1), once the units corre-
sponding to the double insole (4) and the double 45
sole (5) have been attached to each other, prefera-
bly by means of an adhesive, while the upper (1) is
initially attached by means of gluing its flap (2) to
the band along the perimeter (12) and later by flat-
tening down said flap (2) by means of stitching. 50
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